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Table 1 Specification of H.F. Continuous
Welding Process

aching
Device

Coil
R Item Specification
Po:;?t:rément Pyrometer
Furnace Welding Horn Seam Gooler H.F. Induction Heater | 300 KW x 100 KKZ’
Pyrometer | S— Forming Stands Forming Stand: Vertical type
‘ . Fin Pass Stand: Horizontal type
Forming Roll J Reducing Roll Welding Temperature FF: Skelp edge temperature
Skelp Controll Welding speed
Fin Pass Roll Welding Roll Reducing Roll
FB: Induction heated skelp edge temperature
Seam Cooler Flat Spray Nozzle

Fig. 1 Outline of H.F. Continuous Welding Process
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