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killing the same by capping it, and producing 
the seamless tubes from the resulting ingots by 
rolling said ingots into billets and piercing said 
billets by passing them through a seamless tube 
piercing mill. 

2. A method of producing seamless tubes from 
BeSSemer steel, including controlling the degree 
of oxidation of molten Bessemer steel so that 
when cast in ingot molds it rims without rising 
or falling any appreciable distance in the molds, 
casting said steel in ingot molds and mechani 
cally killing the same by capping it, and produc 
ing the seamless tubes from the resulting ingots 
by rolling said ingots into billets and piercing 
said billets by passing them through a seamless 
tube piercing mill, said steel being cast while 
at a temperature of from 2950 degrees to 3010 
degrees Fahrenheit. 

3. A method of producing seamless tubes from 
BeSSemer Steel, including controlling the degree 
of oxidation of molten Bessemer steel so that 
when cast in ingot molds it rims without rising 
or falling any appreciable distance in the molds, 
casting said steel in ingot molds and mechani 
cally killing the same by capping it, and produc 
ing the seamless tubes from the resulting ingots 
by rolling said ingots into billets and piercing 
said billets by passing them through a seamless 
tube piercing mill, said steel being cast while 
at a temperature of from 2950 degrees to 3010 
degrees Fahrenheit and said ingots being re 
moved from the molds and placed in the soaking 
pits not later than one hour after casting. 

4. A method of producing seamless tubes from 
BeSSemer steel, including controlling the degree 
of oxidation of molten Bessemer steel so that 
when cast in ingot molds it rims without rising 
or falling any appreciable distance in the molds, 
casting Said steel in ingot molds and mechani 
cally killing the same by capping it, and produc 
ing the seamless tubes from the resulting ingots 
by rolling said ingots into billets and piercing 
Said billets by passing them through a seamless 
tube piercing mill, said steel being cast while 
at a temperature of from 2950 degrees to 3010 
degrees Fahrenheit and said ingots being re 
moved from the molds and placed in the soaking 
pits, not later than one hour after casting, said 
ingots being heated in the pits to rolling tem 
peratures of from 2350 degrees to 2450 degrees 
Fahrenheit. 

5. A method of producing seamless tubes from 
Bessemer steel, including controlling the degree 
of oxidation of molten Bessemer steel so that 
when cast in ingot molds it rims without rising 
or falling any appreciable distance in the molds, 
casting said steel in ingot molds and mechani 
cally killing the same by capping it, and produc 
ing the seamless tubes from the resulting ingots 
by rolling said ingots into billets and piercing 
said billets by passing them through a seamless 
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tube piercing mill, said steel being cast while at 
a temperature of from 2950 degrees to 3010 de 
grees Fahrenheit and said ingots being removed 
from the molds and placed in the soaking pits 
not later than one hour after casting, said ingots 
being heated in the pits to rolling temperatures 
of from 2350 degrees to 2450 degrees Fahrenheit 
and in not more than four hours rolled into round 
billets adapted for subsequent piercing. 

6. A method of producing seamless tubes from 
Bessener steel, including controlling the degree 
of oxidation of molten Bessemer steel so that 
when cast in ingot molds it rims without rising 
or falling any appreciable distance in the molds, 
casting said steel in ingot molds and mechani 
cally killing the same by capping it, and produc 
ing the seamless tubes from the resulting ingots, 
Said steel being cast while at a temperature of 
from 2950 degrees to 3010 degrees Fahrenheit 
and Said ingots being removed from the molds 
and placed in the soaking pits not later than one 
hour after casting, said ingots being heated in 
the pits to rolling temperatures of from 2350 
degrees to 2450 degrees Fahrenheit and in not 
more than four hours rolled into round billets 
adapted for Subsequent piercing, said billets 
being mechanically peeled to remove small pro 
portions of their surfaces and pierced by means 
of a seamless tube piercing mill. 

7. A method of producing seamless tubes from 
Bessèner steel, including controlling the degree 
of oxidation of molten Bessemer steel so that 
when cast in ingot molds it rims without rising 
or falling any appreciable distance in the molds, 
casting said steel in ingot molds and mechani 
cally killing the same by capping it, and pro 
ducing the seamless tubes from the resulting 
ingots, said steel being cast while at a tempera 
ture of from 2950 degrees to 3010 degrees Fahr 
enheit and said ingots being removed from the 
molds and placed in the soaking pits not later 
than One hour after casting, said ingots being 
heated in the pits to rolling temperatures of 
from 2350 degrees to 2450 degrees Fahrenheit 
and in not more than four hours rolled into 
round billets adapted for subsequent piercing, 
Said billets being mechanically peeled to remove 
Small proportions of their surfaces, reheated to 
temperatures of from 2125 degrees to 2225 de 
grees Fahrenheit and rendered tubular by ad 
vancing each billet into a pass defined by a 
plurality of rolls, piercing the billet, whereby 
Successive increments are formed by the Succes 
sive roll contacts, and working the pierced billet 
in Such a manner that the Several dimensional 
Values of each of its elementary length incre 
ments So formed are in Substantially geometric 
progression. 

JACK E. GOULD. 
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