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Effective Production in the Ehrhardt Push Bench Pipe Manufacturing
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Fig. 1 Seamless pipe manufacturing process by Ehrhardt Push Bench method.
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3.2.1 NEEGDIHIH Fig. 2 Improvement in productivity of
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Fig. 3 Decrease in number of inspection personnel after and before job enrichment training and
inspection flow change. :
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Table 1 Formula for calculating press center deviation
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Fig. 6 Schematic diagram showing defini- Fig. 7 Improvement in yield of

tion of press center deviation Forged Pipe Making Plant
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Fig. 8 Comparison of gas flow in pit furnace before and after improvement
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Fig. 9 Calculation system for ingot heating pattern
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