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Facilities and Operation of the New 9-5/8” Threading Line for Oil Country Tubular Goods
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Fig. 1. Comparison of the characteristic of API joints and 'FOX’ premium joint.
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Fig. 2. Layout of the new threading line.

3-2 HUUH Table 1. Production size and thread types.
ek, 1RO LR 13%CriiS OSSO YN, BRI - X - -
v MR - : ¢ ° 1] s T - e Pipe diameter 2-3/8"~9-5/8
U PR S BN IS ER T R DA 7’ MEEih CUIMTIThb N 2 O (60.3~ - 244.5 mm)
VR TH-712, Lo L, »°f FXHEREL, 54 PO8EA, HRHBLC Pipe length 8,500~ 13,800 mm
ﬁ”-"\éﬁf‘a‘ifﬁﬁi,) % TCQIEIOD’@JHH lf Wy —n> ‘:i*y 77— %{El.:, Thread type APL Round and Buttress
B 0K LEIHI 24T 5 12 D UIHIRERI 23 & {, MRS 25 L v 51 Premium joint (FOX)

YW Dh o1z, AEOBERICYUI- T, AEEcEN TEENRRO
P UUEOBA XKL, fk, THEMNZEOEE L ST MR
Witk & SO HE PSRBT A L E L, 2-3/8"%69-5/8"
FTODECY A4 XEECEL IR P ATRE L LIc, ¥, &34 T,
da CUIHET O YW B AT & CFUIHIRERIEME D 12 o\ Hiin TAk & 3%
& L 1o, RN TASDO UMK # Fig. 313573 T, R U YT O U % 550
HpT¥—{bt 3 a7c, %7 — S—MITLTw5, ZHIZX by
HHESL Y B T —b 3 h, TEEERECFEL T35, LIF
2, TEEHEEO O CYBEOBEA R - TERE L ELRRES D
WTEET,. __| Die head
3+2-1 AEMRRIM: —1
TERRBEROQ U, Y—vT oy 2 2WEE L 226 PR FH N

after preturning
-------- after threading

Fig. 3. Pipe end configuration after preturning.
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rotating type threading machine and tool-rotating

Fig. 5. Schematic illustration of the type threading machine.
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Fig. 9. Dimentional accuracy of 2-7/8” 13%Cr FOX thread produced by 9-5/8” threading line.
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