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Development of

Advanced Electric Resistance Welding (ERW) Linepipe “Mighty Seam®”
with High Quality Weld Seam

Suitable for Extra-Low Temperature Services
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Abstract:

JFE Steel has developed an advanced electric resistance welding (ERW) linepipe “Mighty Seam®” This new
process controls the morphology and distribution of oxides generated during welding, and checks for flaws along an

®s5

entire length of wolds on a real-time basis. “Mighty Seam ” offers cost savings to extra low temperature services for

which mainly seamless pipes or UOE pipes have been used until now.
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Fig.2 Overview of the finite element analysis system of the
electric resistance welding (ERW)
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Fig.5 Effect of the welding speed on stress distribution
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Fig. 6 Heating and melting of the edge of welding portion
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Fig.7 High sensitivity ultrasonic inspection technology for electric
resistance welding (ERW) weld seam
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Fig.8 Example of high sensitivity ultrasonic inspection for low

temperature charpy toughness at electric resistance
welding (ERW) seam
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Table 1 Mighty Seam® production for North America

CSA 7245.1, Gr.414, Cat.Il, M45C
(Equivalent to APISL, X60M)
Size 0D406.4 mm x WT14.3 mm

CSA: The Canadian Standards Association
API: The American Petroleum Institute

Grade
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Fig.9 Example of ERW weld charpy transition curve at Mighty
Seam” production for North America
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Table 2 Mighty Seam® Available size (As of March, 2011)

24 inches (609.6 mm) Electric Resistance
Welding (ERW) Pipe Mill, East Japan
Works (Keihin), JFE Steel

219.1 mm-610 mm

Manufacturing plant

Outside diameter
Wall thickness

4.8 mm-16.3 mm

Max. X80M (L555M) PSL2
Offshore, Sour (Max. X65)

API: The American Petroleum Institute

Grade (API 5L)
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