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(54) Three-roll-type reducing mill for electro-resistance-welded tube

(57) A three-roll-type reducing mill (1) including
three forming rolls (19,23) brought into contact with an
outer periphery of an electro-resistance-welded steel
tube (P) for reducing its diameter. Two left and right slid-
ing brackets (22) respectively mounted with two follower

forming rolls (23) are slidden symmetrically with respect
to a center of a main forming roll (19) and simultaneously
only by rotation of a single adjusting screw shaft (27),
thereby enabling the diametrical reduction of the steel
tube (P) to be adjusted on-line and speedily.
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Description

BACKGROUND OF THE INVENTION

Field of the Invention

[0001] The present invention relates to a reducing mill
disposed at the rear of a plant for manufacture of electro-
resistance-welded steel tubes wherein a narrow and
long successive steel plate (a strip) is gradually formed
into a cylindrical shape, seam-welded, and then, re-
duced with its diameter by the reducing mill.

Related Art

[0002] A previous reducing mill having three rolls
(three-roll-type reducing mill) comprised a stand sup-
porting three rolls exclusive to each product size. If the
rolls have worn away, the stand supporting the rolls is
replaced with another stand supporting new three rolls.
The worn rolls are ground and the stand having the rolls
is used for diametrically larger products.
[0003] Later, the three-roll-type reducing mill has
been improved so that its stand is provided with mech-
anisms for adjusting the position of the roll to mill a
formed electro-resistance-welded tube into various siz-
es, as disclosed in an earlier application (Japanese Pat-
ent Application Laid-Open No. 9-262620) filed by the
present applicant.
[0004] For the purpose of prevention of an irregularity
or a flaw on an outer surface of a finished tube caused
by positional difference between adjacent rolls in a ra-
dial direction of the tube, it is important for adjustment
of a caliber formed by the three forming rolls of the three-
roll-type reducing mill corresponding to a reduced diam-
eter of a steel tube that each of two positionally-adjust-
able forming rolls is moved along a tangent to a curve
of a positionally-fixed forming roll adjacent thereto for
abutting against an objective tube at each of opposite
ends of the positionally-fixed forming roll, in other words,
along a direction at a 30° angle from a radial line of the
positionally-fixed forming roll across the center of the
objective tube.
[0005] This reducing mill comprises three rotary
shafts; one is a drive shaft for one positionally-fixed main
forming roll, and the other two are follower shafts for re-
spective positionally-adjustable follower forming rolls
which are driven by the drive shaft through respective
bevel gears. Each rotary shaft is disposed in parallel to
a shaft serving as an axis of a roll (a roll-axis shaft) on
which each roll is fixed and drivingly connected with the
roll-axis shaft through gears, so that the roll-axis shaft
can be axially moved within the backlash between the
gears. Also, the roll-axis shaft can be moved in perpen-
dicular to its axis (radially) by sliding means. A move-
ment of each of the follower forming rolls along a tangent
to the curve of the main forming roll for abutting against
an objective tube at each of the opposite ends of the

main forming roll results from the two axial and radial
movements of the roll-axis shaft.
[0006] However, since the axial movement of the roll-
axis shaft and the radial movement thereof are inde-
pendent of each other, each of the follower forming rolls,
actually, cannot move straightly along the above-men-
tioned tangent. It is difficult to adjust the position of each
of the follower forming rolls along the tangent exactly
and for a short time by two operations for different move-
ments of the roll-axis shaft of the follower forming roll.
Furthermore, a proper positional adjustment of the fol-
lower forming rolls for the moment cannot be made dur-
ing the processing of the reducing mill under inspection
of finished products, even if any problem is found on the
product finished by the reducing mill. It is only possible
that a stand structure supporting the three forming rolls
is adjusted with its two follower forming rolls in their po-
sitions before its incorporation into the plant for manu-
facture of electro-resistance-welded steel tubes or while
the reducing mill or the entire plant is shut down in power
for required adjustment thereof.

SUMMARY OF THE INVENTION

[0007] According to the present invention, there is
provided a three-roll-type reducing mill including three
forming rolls disposed at regular intervals so as to ar-
range their axes in an equilateral triangle shape and
brought into contact with an outer periphery of an elec-
tro-resistance-welded steel tube so as to mill the tube
into round while reducing the diameter thereof, wherein
one of the three forming rolls is a main forming roll fixed
in position, the other two forming rolls are follower form-
ing rolls drivingly following the main forming roll, and
both of the follower forming rolls can be moved simulta-
neously with each other and symmetrically with respect
to a center of the main forming roll along respective tan-
gents to a curve of the main forming roll for abutting
against the electro-resistance-welded steel tube at two
opposite ends of the main forming roll. Thus, positions
of the follower forming rolls can be changed while trans-
mitting rotation driving force from the main forming roll
to the follower forming rolls and the diametrical reduc-
tion of the steel tube can be adjusted without generating
an irregularity or a flaw in an outside shape of the milled
steel tube.
[0008] Furthermore, according to the invention, the
pair of left and right follower forming rolls are respec-
tively supported by sliding brackets, both the sliding
brackets are respectively in slidable contact with a pair
of left and right tapered blocks screwed onto an adjust-
ing screw shaft, and the tapered blocks are simultane-
ously moved oppositely to each other along said adjust-
ing screw shaft whether toward each other or away from
each other by rotation of the adjusting screw shaft. Thus,
it is possible to slide the sliding brackets symmetrically
concerning a center of the main forming roll and in the
same movements by only rotating the single adjusting
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screw shaft, so that a fine adjustment of the diameter of
the finished product can be made swiftly while inspect-
ing the diameter during the process by the reducing mill.
[0009] Additionally, according to the present inven-
tion, each of the sliding brackets is formed with a sliding
face in parallel to each of the tangents, and a stand
structure supporting the three forming rolls is formed
with a pair of left and right sloped faces in parallel to the
respective tangents, so that the sloped faces are
brought into slidable contact with the sliding faces of the
respective sliding brackets. Therefore, the sliding brack-
ets are moved along the respective tangents while their
sliding faces slide on the respective sloped faces during
the movement of the tapered blocks by rotational oper-
ation of the adjusting screw shaft.
[0010] In addition to the above adjustment on basis of
the inspection of the diameter on-line, the adjustment of
roll positions can be also made corresponding to a dif-
ference of a springback caused by variation of the steel
in material, thereby maintaining an extremely satisfac-
tory accuracy of the finished diameter of the product.
[0011] Other objects, features and advantages of the
present invention will become clear from the following
description by reference to the accompanying drawings.

BRIEF DESCRIPTION OF THE DRAWINGS

[0012]

FIG. 1 is a sectional front view of a three-roll-type
reducing mill provided with a roll-positioning struc-
ture according to the present invention;
FIG. 2 is a right side view of the same;
FIG. 3 is a front view of a main frame 2 of the re-
ducing mill;
FIG. 4 is a front view of a rear cover 4 of the reducing
mill;
FIG. 5 is a front view of a front cover 5 of the reduc-
ing mill;
FIG. 6 is a sectional front view of a principal portion
of a right follower roll 23 with its positioning mech-
anism and its surroundings in the reducing mill;
FIG. 7 is a front view of a follower shaft 26 of the
reducing mill;
FIG. 8 is a sectional front view of a collar 25 of the
reducing mill;
FIG. 9 is a front view, partly in section, of a follower
bevel gear 21 of the reducing mill;
FIG. 10 is a front view of a follower forming roll 23
of the reducing mill;
FIG. 11 is a front view of a sliding bracket (chock)
22 of the reducing mill;
FIG. 12 is an exploded view taken in a direction of
an arrow XII in FIG. 11;
FIG. 13 is a view taken in a direction of an arrow
XIII in FIG. 11, wherein a stay 40 is drawn in phan-
tom lines;
FIG. 14 is a view taken in a direction of an arrow

XIV in FIG. 11, wherein a stay 41 is drawn in phan-
tom lines, and
FIG. 15 is a sectional front view of a tapered block
24R of the reducing mill.

DETAILED DESCRIPTION OF THE PREFERRED
EMBODIMENT

[0013] As shown in FIG. 1, a three-roll-type reducing
mill 1 of the present invention having one main forming
roll 19 and two follower forming rolls 23 is provided for
reducing a diameter of an electro-resistance-welded
steel tube P by use of rotation of the three forming rolls
19 and 23.
[0014] First, description will be given on a stand struc-
ture of a three-roll-type reducing mill 1 of the present
invention comprising a main frame 2, a rear cover 4 and
a front cover 5 in accordance with FIGS. 1 to 5.
[0015] As shown in FIG. 3, the main frame 2, which is
formed of cast steel material, is provided with a main
chamber 2a and a pair of left and right colxial drive shaft
holes 2b by machine work. The main chamber 2a is
open at both the front and rear surfaces of the main
frame 2. The drive shaft holes 2b are extended laterally
from an upper portion of the main chamber 2a to be open
at respective left and right surfaces of the main frame 2.
The main chamber 2a is partly extended downward so
as to form a lower chamber 2c, which is open at one of
left and right sides of the main frame 2. Left and right
outer sides of the main frame 2 are symmetrically
notched slantwise so as to make left and right stays 49,
at which respective female screws 49a are open and
bored through the main frame 2 to the main chamber 2a.
[0016] As shown in FIG. 4, the rear cover 4 is provided
at the center portion thereof with a central hole 4a,
through which an electro-resistance-welded steel tube
P is passed and drawn, and three holes 4b for inspection
and repair of the forming rolls 19 and 23 around the cen-
tral hole 4a. To opposite sides of the rear cover 4 are
further formed a pair of triangular stays 45 in a three-
dimensional manner by skiving. A sloped face 44 of
each of the triangular stays 45 is to be a slide guide for
a sliding bracket (chock) 22 serving as a part of a posi-
tioner of the follower forming roll 23, as discussed below.
There is made a 30° angle between the sloped face 44
and a vertical line.
[0017] The front cover 5 has a shape corresponding
to the rear cover 4 as shown in FIG. 5 but is not provided
with the triangular stays 45.
[0018] Onto rear and front surfaces of the main frame
2 are screwed the rear cover 4 and the front cover 5.
Left and right surfaces of the main frame 2 are respec-
tively covered with side covers (not shown) which have
respective openings in direct connection with outer ends
of the drive shaft holes 2b.
[0019] Description will now be given on the arrange-
ment of the three forming rolls 19 and 23 in the above-
mentioned stand structure.
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[0020] As shown in FIGS. 1 and 6, in both the drive
shaft holes 2b of the main frame 2 are fixedly disposed
cylindrical shaft casings 12 and 13. A drive shaft 11 is
laterally extended through both the shaft casings 12 and
13 and through the upper portion of the main chamber
2a between the shaft casings 12 and 13. Between each
of the shaft casings 12 and 13 and the drive shaft 11 is
interposed each of taper roller bearings 14 and 15, so
that the drive shaft 11 is rotatably supported in the main
frame. In the upper portion of the main chamber 2a are
disposed a pair of main bevel gears 20 which are fixed
on the drive shaft 11. The main forming roll 19 is fixedly
fitted between the main bevel gears 20. The drive shaft
11 is rotated by power of a motor (not shown).
[0021] In the lower left and right symmetrical portions
of the main chamber 2a are disposed a pair of follower
shafts 26, respectively, so that the drive shaft 11 and the
two follower shafts 26 are arranged in an equilaterally
triangular shape. On each of the follower shafts 26 is
rotatably disposed a follower bevel gear 21. Onto the
follower bevel gear 21 is fixedly fitted the follower form-
ing roll 23. Therefore, the follower forming roll 23 is ro-
tatable together with the follower bevel gear 21 around
the follower shaft 26.
[0022] In detail, as shown in FIGS. 6 and 9, a cylindri-
cal barrel portion is integrally extended from each of the
follower bevels gears 21. A collar 25 (as shown in FIG.
7) is screwed to an end of the barrel portion of the fol-
lower bevel gear 21 by using bolts 72 as shown in FIG.
6. The collar 25 and the follower bevel gear 21 are ro-
tatably disposed around each of the follower shafts 26
through a taper roller bearing 35. A key groove 60a is
formed at an outer surface of the barrel portion of the
follower shaft 26 as shown in FIG. 9, and a key groove
60b is formed at an inner peripheral surface of the fol-
lower forming roll 23 as shown in FIG. 10. The follower
forming roll 23 is substantially fixedly disposed around
the barrel portion of the follower bevel gear 21 through
a key disposed in the key grooves 60a and 60b coincid-
ing with each other, so that the follower forming roll 23
is sandwiched between the follower bevel gear 21 and
the collar 25. As shown in FIG. 6, an 0-ring 36 is inter-
posed between the follower bevel gear 21 and the fol-
lower forming roll 23, and an 0-ring 37 is between the
follower forming roll 23 and the collar 25.
[0023] The pair of main bevel gears 20 mesh with the
respective follower bevel gears 21 so as to transmit the
rotation of the drive shaft 11 to the left and right follower
forming rolls 23. Therefore, when the drive shaft 11 is
rotated by the motor, the main forming roll 19 rotates
together with the drive shaft 11, and simultaneously, the
left and right follower forming rolls 23 rotates around the
respective follower shafts 26 by the meshing of bevel
gears 20 and 21.
[0024] As shown in FIG. 1, the three forming rolls 19
and 23 are disposed at regular intervals, so that a curve
65 of the main forming roll 19 and curves 66 of the two
follower forming rolls 23, when viewed in front, for abut-

ting against an electro-resistance-welded steel tube P
are arranged so as to form a longitudinally cylindrical
pathway corresponding to a predetermined caliber
through which the steel tube P is drawn so as to be re-
duced with its diameter. As shown in FIG. 6, a tangent
T to an outer periphery of the pathway (the curve 65)
when viewed in front at each of opposite end points of
the main forming roll 19 adjacent to the end of each of
the follower forming rolls 23 is directed at a 30 ° angle
from a vertical line, thereby being parallel to the sloped
face 44 of the triangular stay 45.
[0025] An electro-resistance-welded steel tube P is
supplied into the pathway formed by the three forming
rolls 19 and 23, so that, during its longitudinal movement
through the pathway, the diameter of the steel tube P is
gradually reduced by the three rotating forming rolls 19
and 23. The caliber of the pathway can be adjusted by
the positioning of the follower forming rolls 23 with re-
spect to the positionally-fixed main forming roll 19, so
as to adjust the reduced diameter of the steel tube P.
Moreover, in the positional adjustment of the follower
forming rolls 23, the follower forming rolls 23 are slidden
along the respective sloped faces 44, i.e., the respective
tangents T, whereby the main forming roll 19 and each
of the follower forming rolls 23 are prevented from po-
sitional difference therebetween in a radial direction of
the pathway, thereby preventing the milled steel tube P
from irregularities or flaws thereon.
[0026] The positioning mechanisms for the two follow-
er forming rolls 23 will be described. In the description,
only a reference to a right sliding bracket 22 and a right
tapered block 24R in accordance with FIGS. 6 and 11
to 15 is to be applied to description of a left sliding brack-
et 22 and a left tapered block 24L, because the two fol-
lower forming rolls 23 and the positioning mechanisms
thereof are laterally symmetrically constructed and dis-
posed in the main chamber 2a and the lower chamber
2c of the main frame 2 with respect to the positionally-
fixed main forming roll 19.
[0027] The follower shaft 26 is supported by the C-
shaped sliding bracket 22 as shown in FIGS. 11 to 14
comprising a base member 22a and two stays 40 and
41. As shown in FIGS. 13 and 14, two opposite end por-
tions of the base member 22a are cut away so as to be
narrowed. The cutaway surface of each end portion of
the base member 22a is provided therein with a section-
ally semicircular groove in which each end of the follow-
er shaft 26 is held. Each of the stays 40 and 41 is also
provided therein with a sectional semicircular groove for
coinciding with that of each end portion of the base
member 22a.
[0028] For attaching the follower shaft 26 to the sliding
bracket 22, each of opposite ends of the follower shaft
26 is inserted into the sectional semicircular groove on
each of the end portions of the base member 22a, and
each of the stays 40 and 41 is fitted into the vacant space
adjacent to each end portion of the base member 22a
so as to fit its sectional semicircular groove onto each
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end of the follower shaft 26 held in each of the sectional
semicircular grooves of the base member 22a. Thus,
each end of the follower shaft 26 is sandwiched between
each of the end portions of the base member 22a and
each of the stays 40 and 41. Finally, the stays 40 and
41 are screwed to the base member 22a so as to com-
plete the sliding bracket 22 with the follower shaft 26
fixed thereto.
[0029] As shown in FIG. 12, the two ends of the fol-
lower shaft 26 are partly cut away for prevention of in-
terference with the shaft casing 12 (13) and the later-
discussed tapered block 24R (24L). Therefore, the fol-
lower shaft 26 are to be correctly disposed in its radial
direction and fixed to the sliding bracket 22.
[0030] In FIGS. 11 and 12, the base member 22a of
the sliding bracket 22 is provided at an approximately
vertical and longitudinal middle portion thereof with a
through hole 43 through which a bolt 28 is freely passed
as discussed below. The diameter of the through hole
43 is sufficiently larger than that of the bolt 28 so as to
allow the sliding bracket 22 to move crosswise to the
bolt 28 during its sliding along the sloped face 44 of the
triangular stay 45.
[0031] The base member 22a is provided at its suita-
ble surface with an oil groove 42 and a drilled hole 63
in communication with the oil groove 42, such that lubri-
cating oil can flow therethrough.
[0032] The base member 22a of the sliding bracket
22 is formed with two notches functioning as sliding sur-
faces during its motion almost along the bolt 28. One is
a sliding surface 38 for slidably abutting against the
sloped surface 44 of the triangular stay 45 secured onto
the rear cover 4, and the other is a sliding surface 39 for
slidably abutting against the tapered block 24R (24L)
disposed under the sliding bracket 22. The through hole
43 is substantially a bisector of an angle made by the
two sliding surfaces 38 and 39, i.e., an angle made by
the sloped surface 44 of the triangular stay 45 and the
sloped top surface of the tapered block 24R (24L). Also,
the through hole 43 is perpendicular to the axis of the
follower shaft 26. A top of one end of the sliding bracket
22 (the stay 40 and one end of the base member 22a)
is partly cut away for prevention of interference with the
shaft casing 12 (13). The other end of the sliding bracket
22 (the stay 41 and the other end of the base member
22a) is cut away so that, if the sliding bracket 22 is cor-
rectly located, the cutaway end surface is directed ver-
tically, thereby preventing the corresponding ends of
both the sliding brackets 22 from interference with each
other.
[0033] Referring to the right tapered block 24R as
shown in FIG. 15, the tapered blocks 24L and 24R are
sloped at their upper surfaces so as to slidably contact
with the sliding surfaces 39 of the respective sliding
brackets 22. A right-hand female 51 screw is processed
in the right tapered block 24R and a left-hand female
screw 51 is processed in the left tapered block 24L. As
shown in FIG. 15, each of the tapered blocks 24L and

24R is provided at its top and bottom faces with oil
grooves 52 and 53, respectively. The oil groove 52 is
used for supplying lubricating oil between each of the
sliding brackets 22 and each of the tapered blocks 24L
and 24R. The oil groove 53 is for supplying that between
each of the tapered blocks 24L and 24R and the main
frame 2. Also, each of the tapered blocks 24L and 24R
is vertically drilled by an oil hole 54 through its female-
screwed hole for supplying lubricating oil between an
adjusting screw shaft 27 disposed in the female-
screwed hole and each of the tapered blocks 24L and
24R.
[0034] As shown in FIGS. 1 and 6, the tapered blocks
24L and 24R are mounted on the bottom surface of the
lower chamber 2c of the main frame 2 so that their fe-
male-screwed holes are directed laterally and co-axially
and their upper portions protrude into a lower space of
the main chamber 2a. The top of outside end of each of
the tapered blocks 24L and 24R is higher than the top
of the inside end thereof, so that the top sloped surfaces
of both the tapered blocks 24L and 24R are arranged in
a laterally-widened V-like shape when viewed in front.
An inner stopper 69 is disposed between the tapered
blocks 24L and 24R so as to limit inward movements of
the tapered blocks 24L and 24R against each other. The
adjusting screw shaft 27 is laterally inserted from the left
or right (in this embodiment, left) opening of the lower
chamber 2c into the lower chamber 2c so as to penetrate
both the tapered blocks 24L and 24R through their fe-
male-screwed holes. A pair of outer stoppers 47 are
fixed onto the adjusting screw shaft 27 so as to limit out-
ward movements of the tapered blocks 24L and 24R
away from each other.
[0035] The adjusting screw shaft 27 is provided ther-
eon with a pair of left-hand and right-hand screws ar-
ranged symmetrically with respect to its intermediate
portion disposed between the tapered blocks 24L and
24R. The two screws of the adjusting screw shaft 27 co-
incide with the respective female screws 51 of the left
and right tapered blocks 24L and 24R. Therefore, if the
adjusting screw shaft 27 is rotated in either of its oppo-
site rotational directions, the tapered blocks 24L and
24R are moved simultaneously with each other along
the adjusting screw shaft 27 in opposite directions.
[0036] When each of the left and right follower forming
rolls 23 is disposed in each of the lower left and right
portions of the main chamber 2a so as to make its fol-
lower bevel gear 21 mesh with each of the main bevel
gears 20, the through hole 43 is approximately directed
toward the axis of the pathway for the steel tube P and
co-axially with the female screw 49a of the main frame
2. Then, the bolt 28 is directed radially of the follower
shaft 26 (perpendicularly to the axis of the follower shaft
26), freely disposed through a spring 46 and the through
hole 43 and screwed into the female screw 49a of the
main frame 2 so as to project outwardly from the stay
49. The projecting end portion of the bolt 28 is thread-
cut and provided thereon with a nut 28a, thereby being
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fastened onto the stay 49. The thickness of the sliding
bracket 22 coincides with the distance between the front
and rear covers 5 and 4, i.e., the thickness of the main
frame 2, so that the sliding bracket 22 is prevented from
a longitudinal slippage.
[0037] The spring 46 interposed between the head of
the bolt 28 and the sliding bracket 22 biases the sliding
bracket 22 downwardly slantwise toward the stay 49.
Thus, if the tapered blocks 24L and 24R are moved
away from each other, each of the sliding brackets 22
becomes movable downwardly to the degree corre-
sponding to the lateral motion of each of the tapered
blocks 24L and 24R, and each of the sliding brackets
22 naturally moves toward the stay 49 by the biasing
force of the spring 46 along the sloped face 44 of the
triangular stay 45 while the sliding surfaces 38 and 39
slide on the triangular stay 45 and the tapered block 24L
or 24R, thereby moving the follower forming rolls 23
away from the main forming roll 19 along the tangents
T. On the other hand, if the tapered blocks 24L and 24R
are moved toward each other, the top sloped surface of
each of the tapered blocks 24L and 24R pushes upward-
ly the bottom end of the sliding bracket 22, thereby slid-
ing the sliding bracket 22 along the sloped face 44 to-
ward the axis of the pathway for the steel tube P against
the biasing force of the spring 46 so as to make the fol-
lower forming rolls 23 approach the main forming roll 19
along the tangents T.
[0038] As described above, the two sliding brackets
22 respectively incorporated into the left and right fol-
lower systems are slidden symmetrically with respect to
the center of the main forming roll 19 and in the same
movements by the rotation of the adjusting screw shaft
27. The range of the motion of the sliding bracket 22
toward the stay 49 is limited within a range of backlash
of the meshing bevel gears 20 and 21 for prevention of
cut of power transmission between the main and follow-
er forming rolls 19 and 23.
[0039] When the left and right follower forming rolls
23 are located for determination of a caliber correspond-
ing to the objective steel tube P, it is preferable that the
tapered blocks 24L and 24R are previously set away
from each other to some degree. A gauge stick having
a diameter coinciding with the caliber is located just be-
neath the main forming roll 19, and then, the adjusting
screw shaft 27 is rotated so as to move tapered blocks
24L and 24R toward each other, thereby moving the left
and right follower forming rolls 23 together with their slid-
ing brackets 22 toward the axis of the gauge stick till the
left and right follower rolls 23 abut against the gauge
stick.
[0040] During the process by the reducing mill 1, both
the positions of the follower forming rolls 23 can be si-
multaneously adjusted only by rotation of the adjusting
screw shaft 27 which is operated whether manually or
automatically, whereby a diametrical reduction of the
processed steel tube P can be adjusted easily and swift-
ly.

[0041] Although the preferred embodiment of the
present invention in a state that is special to some extent
has been described above, it will be obvious to those
skilled in the art that the disclosure of the preferred em-
bodiment may be changed in details of the structure,
combinations and arrangement of parts, and the like
without departing from the spirit and scope of the inven-
tion defined in the following claims.

Claims

1. A three-roll-type reducing mill for manufacture of
electro-resistance-welded steel tubes, provided
with three forming rolls including one positionally-
fixed main forming roll (19) and two positionally-ad-
justable follower forming rolls (23) drivingly follow-
ing said main forming roll, said three forming rolls
being disposed at regular intervals so as to arrange
the three axes (11 and 26) of said three forming rolls
in an equilaterally triangular shape, and brought into
contact with an outer periphery of an electro-resist-
ance-welded steel tube (P) to be reduced with its
diameter,

characterized in that sliding means enables
both of said follower forming rolls to move simulta-
neously with each other and symmetrically with re-
spect to a center of said main forming roll along re-
spective tangents (T) to a curve (65) of said main
forming roll for abutting against said electro-resist-
ance-welded steel tube at two opposite ends of said
main forming roll.

2. The three-roll-type reducing mill for electro-resist-
ance-welded steel tube according to claim 1, char-
acterized in that said sliding means comprises a
pair of left and right sliding brackets (22) for respec-
tively supporting said follower forming rolls; an ad-
justing screw shaft (27), and a pair of left and right
tapered blocks (24L and 24R) screwed onto said
adjusting screw shaft so that, when said adjusting
screw shaft is rotated, said pair of left and right ta-
pered blocks are simultaneously moved oppositely
to each other along said adjusting screw shaft
whether toward each other or away from each other,
wherein both said sliding brackets are in slidable
contact with said respective tapered blocks so that
said sliding brackets together with said follower
forming rolls are moved along said respective tan-
gents by the rotational operation of said adjusting
screw shaft, thereby adjusting diametrical reduction
of said electro-resistance-welded steel tube.

3. The three-roll-type reducing mill for electro-resist-
ance-welded steel tube according to claim 2, char-
acterized in that said sliding brackets are respec-
tively formed with sliding faces (38) in parallel to
said respective tangents, and a stand structure sup-
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porting said three forming rolls is formed with a pair
of left and right sloped faces (44) in parallel to said
respective tangents, wherein said sloped faces are
brought into slidable contact with said sliding faces
of said respective sliding brackets.
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