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High Formability Stainless Steel Pipe for Automoti\-re Exhaust System

Hiroaki Kawasaki, Jun-ichi Karasaowa, Yasuo Nishida, Tatsuo Kawasaki, Tokaaki Toyooka, Masakuni Shibagaki
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Fig. 1 Manufacturing process of stainless steel exhaust pipe
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Table 1 Ladle analysis (%)

|c S Man P S Ni C Ti

Stand-| £ £ £ 5 IOt;)SO f:ii(uC
R409L ard | 0063 1.00 1.00 0.040 0030 0.60 11.50 0.75

Lad]el 0.010 0.50 0.50 0.022 {.006 0.10 11.26 0.135

Table 2 Mechanical properties

YS =21 kgffmm?
Tenzile test TS =37 kegffmm2
El 2D
90° bend test 2D
90° flattening test =Y D
Flaring test ‘ 21.23D
Hardness ; Fipe body ‘ sHVz00
test P Wed \ SHV250
Ferrite grain size i R
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Fig. 2 Mechanical properties of R 409 L ERW pipe (38.1 mm¢
x L.O5mm¢i)
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Fig. 3 Hardness distribution
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Fig. 4 Master rupture curves of the steels for the results of
creep test
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Photo 1 Appearance of tested pipe
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Fig. 5 Available size of ER'W stainless pipe (OD, outside di-
ameter; WT, wall thickness)
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