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Metal Flow in Electric Resistance
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(Study on pipe making with an electric-resis-
tance weld tube mill—1) ‘
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Fig. 1. Apparatus for upset testing.
® Guide for horizontal upsetting.
®  Guide for upward upsetting.
® Grip of oil-clay plate, which is inserted
- into the guide @ & ®. '
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molten down of the inside are shown.
due to miss setting of the butting edges of the skelp .
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