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Description

FIELD OF THE INVENTION

[0001] The present invention relates to a steel tube having an inner surface layer excellent in the exfoliation resistance
of scale.

PRIOR ART

[0002] In a heat exchanger tube made of stainless steel or other alloys, scale is generated due to oxidation by steam
on the inner surface of the tube. The scale partially exfoliates due to the thermal shock caused by repetition of the start
and stop process of the equipment such as a boiler. The exfoliated scale sometimes leads to obstruction in which causes
overheating in the tube, which may lead to a bursting accident.
[0003] Preventing the growth of the scale is effective in solving problems accompanying the exfoliation of the scale.
For that purpose, increasing the content of Cr, Si and Al in the tube material, refining of grains, and plastic working by
shot peening (shot blasting) or the like are effectively adapted. Steam oxidation can be prevented by these measures.
[0004] The improvement in steam oxidation resistance by shot peening is proposed, for example, in Publication of
Japanese Patent Application Hei 6.322489 and Publication of Japanese Patent Application 2002-285236. The effect of
the plastic working by shot peening or the like is based on the following principle. When a tube, having an inner surface
that has been subjected to plastic working by the use of steel balls or the like, contacts with high-temperature overheated
steam, an extremely thin scale of Cr oxides with a low growth rate is uniformly generated on the tube surface. This scale
has a good protective property and can be stably present for a long time, whereby the steam oxidation resistance is
improved.
[0005] This plastic working of the inner surface of the tube has been extensively used since it can be carried out at a
low cost compared with other methods. However, it is difficult to perfectly prevent the exfoliation of scale, which results
from the thermal shock by the repeated stop and start process, even if this method is used, or even if the above-mentioned
other measures are taken.
[0006] JP 10-204530 discloses a cold worked steel tube according to the pre-characterizing section of claim 1.
[0007] JP 05-202448 discloses a method of production of electrode parts made of austenitic stainless steel.
[0008] EP-A1-1,016,734 discloses a method of oxidation of the inner surface of a ferritic stainless steel pipe.
[0009] JP 10-060538 discloses a 13 Cr base stainless seamless steel tube with a low surface roughness.

SUMARY OF THE INVENTION

[0010] An objective of the present invention is to provide a steel tube, excellent in resistance to exfoliation of scale;
more specifically, a steel tube in which the exfoliation of scale on the inner surface does not take place even if it receives
a thermal shock in a steam oxidizing atmosphere.
[0011] The present inventor found that it is important for the prevention of the exfoliation of scale, which results from
the thermal shock by stopping and restarting of the process, not only to apply the plastic working such as shot peening
to the tube inner surface after tube making work, but also to control the roughness of the working surface to a specified
level or more. It was also confirmed that the exfoliation resistance of scale can be further enhanced by increasing the
strain quantity of the worked inner surface layer; in other words, by making the inner surface layer of the tube harder
than the center part of thickness of the tube and also grain-refining the microstructure of the tube material.
[0012] The present invention, based on the above knowledge, provides a cold worked steel tube containing 9 to 28%
by mass of Cr characterized by having a maximum height of profile (Rz) on the inner surface between 15Pm and 80Pm.
[0013] The cold working above is preferably the plastic working by shot peening.

BRIEF DESCRIPTION OF THE DRAWINGS

[0014]

Fig.1 shows a shape of a test piece used in adhesion test of scale; wherein (a) is a plan view and (b) is a side view; and
Fig. 2 shows a procedure of measuring adhesion force of scale.

DETAILED DESCRIPTION OF THE INVENTION

[0015] The present inventor found that the scale on the layer, which has been subjected to shot peening, either
exfoliates or does not exfoliate when a thermal shock is applied thereto. The present inventor also has discovered that
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the above-mentioned difference results from the roughness of the surface of the worked layer. It was confirmed that the
scale hardly exfoliates when the surface roughness index is not smaller than a specified value, and the scale is easy to
exfoliate if the surface roughness index is smaller than the value.
[0016] The thermal shock caused by a sudden temperature drop when the operation stops and the sudden temperature
rise during the restart of the operation generates a stress on the interface between the tube material, i.e., base metal,
and the scale, or on the interface between inner layer scale and outer layer scale. The stress is apt to cause the exfoliation
of scale. This tendency is remarkable when the surface before oxidation is smooth, i.e., the surface roughness index is
small.
[0017] On a rough surface that is having the roughness index of not smaller than a specified value, the stress generated
on the interface between the base metal and the scale is dispersed for every pitch between the peeks and valleys on
an irregular profile of roughness and is relatively minimized. Therefore, the exfoliation of scale may be minimum. This
effect can also take place on the interface between the inner layer scale and the outer layer scale.
[0018] The tube inner surface roughness, which shows the above-mentioned effect, has a roughness having a max-
imum height of profile (Rz) of 15Pm or more. A preferable maximum height of profile (Rz) is 25 Pm or more. The upper
limit of the maximum height of profile (Rz) is set to 80Pm so it does not negatively influence the flow of steam in the
inside of the tube. The maximum height of profile (Rz) is defined in the Supplement C of JIS B0601-2001. JIS means
Japanese Industrial Standards.
[0019] As described above, the exfoliation resistance of scale can be further enhanced by increasing the strain quantity
of the inner surface of the worked layer after adjusting the roughness of the inner surface and the grain refining of the
microstructure of the tube material, i.e., base metal.
[0020] When the tube’s inner surface, which has been subjected to plastic working by the use of steel balls or the like,
makes contact with the high-temperature overheated steam, an extremely thin scale of Cr oxides, with a low growth
rate, generates uniformly on the inner surface. Since this scale is excellent in oxidation resistance, the subsequent
growth and increase of scale can be suppressed. Consequently, the thin scale, excellent in adhesion force, is generated
on the inner surface of the tube. The larger the strain quantity of the working layer is, the more remarkable the positive
effect.
[0021] In the present invention, in order to quantitatively define the strain, an index of ∆Hv is used. This index shows
the difference in the Vickers hardness between a position 40Pm deep from the inner surface, plastically worked by shot
peening or the like, and the center part of the tube thickness. When the tube has a sufficiently hardened working layer
in which ∆Hv is 100 or more, an extremely excellent steam oxidation resistance takes place. The Vickers hardness
means a measured value of Hv 0.1 (test force: 0.9807N) shown in Table 1 of Z 2244 of JIS.
[0022] In an austenitic stainless steel, the refining of grains, in other words the formation of a microstructure with
ASTM austenite grain size No.7 or more, is also effective in preventing the generation of scale and further enhances
the adhesion force of scale. The refining of grains enables the homogenization of Cr concentration in the tube material
(base metal), which prevents the growth of the inner layer scale. The adhesion force of the generated scale can be
increased to improve the exfoliation resistance.
[0023] To ensure the maximum height of profile (Rz) of 15Pm or more on the tube inner surface, working by shot
peening is desirable. Since the maximum height of profile of 15 Pm or more is absolutely necessary, the condition of
shot peening should be determined so that this purpose can be attained. The shot peening, according to the present
invention, is carried out not only for the simply roughing of the surface as in the conventional arts.
[0024] It is possible to ensure ∆Hv of 100 or more by increasing the blasting pressure or blasting frequency (pass
frequency) of the shot peening. The grain refining of the tube material can be attained by a known means such as an
adjustment of the tube components (e.g., addition of Nb) or adjustment of the tube producing conditions or heat treatment
conditions.
[0025] The tubes, according to the present invention, include an alloy steel tube, a ferritic or austenitic stainless steel
tube and the like, which are used for boilers. Although there is no special restriction on actual materials thereof, the tube
material needs to be a steel containing 9 to 28% by mass of Cr since the scale generated on the inner surface of the
tube must be mainly composed of Cr oxides.
[0026] Examples of the material for the tube of the present invention include an alloy steel of STBA 26, a ferritic
stainless steel such as SUS 410, an austenitic stainless steel such as SUS 304, SUS 309, SUS 310, SUS 316, SUS
321 and SUS 347, which are determined in JIS, and corresponding steels thereof.
[0027] Chemical compositions of applicable steels are exemplified below. In the following description "%" for component
content means "% by mass".

(1) A ferritic stainless steel containing C: 0.2% or less, Si: 2.0% or less, Mn: 0.1 to 3.0% and Cr: 9 to 28%. This steel
may further contain optionally one or more selected from the group consisting of Ni: 0.1 to 1.5%, Mo: 0.1 to 5%, W:
0.1 to 10%, Cu: 0.1 to 5%, N; 0.005 to 0.3%, V: 0.01 to 1.0%, Nb: 0.01 to 1.5%, Ti: 0.01 to 0.5%, Ca: 0.0001 to
0.2%, Mg: 0.0001 to 0.2%, Al: 0.0001 to 0.2%, B: 0.0001 to 0.2% and rare earth elements: 0.0001 to 0.2%.
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(2) An austenitic stainless steel containing C: 0.2% or less, Si: 2.0% or less, Mn: 0.1 to 3.0%, Cr: 9 to 28% and Ni:
6 to 50%. This steel may further contain optionally one or more selected from the group consisting of Mo: 0.1 to 5%,
W: 0.1 to 10%, Cu: 0.1 to 5%, N: 0.005 to 0.3%, V: 0.01 to 1.0%, Nb: 0.01 to 1.5%, Ti: 0.01 to 0.5%, Ca: 0.0001 to
0.2%, Mg: 0.0001 to 0.2%, Al: 0.0001 to 0.2%, B: 0.0001 to 0.2% and rare earth elements: 0.0001 to 0.2%.

[0028] The effect of each component of the above steels and the reason for limiting the content will be described below.
C: Not more than 0.2%
[0029] C is an element effective in ensuring tensile strength and creep strength, and it is preferably contained in an
amount of 0.01% or more to obtain this effect. However, a content exceeding 0.2% does not contribute to improvement
in high-temperature strength but badly affects mechanical properties such as toughness, since carbide that can not
solute is left in the steel after solid solution treatment. Accordingly, the content of C is set to 0.2% or less. The content
is desirably 0.12% or less for preventing deterioration of hot workability and toughness.
Si: Not more than 2%
[0030] Si is an element used as a deoxidizer and effective in improving the steam oxidation resistance, and it is
preferably contained in an amount of 0.1 % or more. On the other hand, since an excessive amount of Si causes
deterioration of weldability and hot workability, the content is set to 2% or less, desirably, 0.8% or less.
Mn: 0.1 to 3.0%
[0031] Mn is effective as a deoxidizer similarly to Si, and has the effect of preventing the deterioration of hot workability
resulted from S included as an impurity. For improvement in deoxidizing effect and hot workability, Mn is preferably
contained in an amount of 0.1% or more. Since an excessively large content causes embrittlement of the steel, the upper
limit of the content is set to 3.0%, more preferably 2.0%.
Cr: 9 to 28%
[0032] The steel should include Cr in an amount of 9 to 28% since Cr generates a scale mainly composed of Cr oxides
on the inner surface of the tube. Cr is a necessary element for ensuring strength, oxidation resistance and corrosion
resistance at elevated temperatures. A content of 9% or more is required for sufficient exhibition of the effect. However,
since an excessive content causes deterioration of toughness and hot workability of the steel, the upper limit is set to 28%.
Ni: 6 to 50% in austenitic stainless steel; 0.1 to 1.5% in ferritic stainless steel
[0033] In austenitic stainless steel, Ni is an element necessary for stabilizing an austenite microstructure and improving
the creep strength, and a content of 6% or more is required. Further, in order to ensure stability of the microstructure at
elevated temperatures for a long time, a content of 15% or more is preferable. However, since the effect saturates even
if a large amount of Ni is added, and a content of 50% or more only leads to an increase in cost, the upper limit of the
content is set to 50%. The content is preferably 35% or less, more preferably 25% or less.
[0034] In ferritic stainless steel, since Ni is effective in improving the toughness, it can be contained in an amount of
0.1% or more optionally. A content exceeding 1.5% causes deterioration of creep rupture strength.
Mo: 0.1 to 5%, W: 0.1 to 10%, Cu: 0.1 to 5%
[0035] Mo, W and Cu are preferably included since they enhance the high-temperature strength of the steel. The
effect can be exhibited by including at least one of them in an amount of 0.1% or more. Since too much content impairs
the weldability and workability, the upper limit is set to 5% for Mo and Cu, and to 10% for W.
N: 0.005 to 0.3%
[0036] N contributes to solid-solution strengthening of the steel. Further, N is fixed with another element and effectively
strengthens the steel by a precipitation strengthening effect. In order to obtain the effects, a content of 0.005% or more
is required. However, a content exceeding 0.3% may cause deterioration of ductility and weldability of the steel.
V: 0.01 to 1.0%, Nb: 0.01 to 1.5%, Ti: 0.01 to 0.5%
[0037] Each of V, Nb and Ti combines with carbon and nitrogen to form carbonitrides and contributes to precipitation
strengthening. Accordingly, one or more of them are preferably contained in an amount of 0.01% or more. Since an
excessively large content impairs the workability of steel, the upper limit of content is set to 1.0% for V, 1.5% for Nb,
and 0.5% for Ti.
Ca: 0.0001 to 0.2%, Mg: 0.0001 to 0.2%, Al: 0.0001 to 0.2%, B: 0.0001 1 to 0.2%, Rare earth elements: 0.0001 to 0.2%
[0038] Each of Ca, Mg, Al, B and rare earth elements, namely La, Ce, Y, Pd, Nd etc. is effective in improving the
strength, workability, and steam oxidation resistance. In order to obtain these effects, one or more of them may be
contained in an amount of 0.0001% or more, respectively. When each content of these elements exceeds 0.2%, the
workability and weldability are impaired.

EXAMPLE

[0039] Steel tubes having chemical compositions shown in Table 1 were treated with thermal treatment conditions
and working conditions shown in Table 2 in order to adjust grain sizes. The "cold working" of tubes A-2 and B-2 in Table
2 means cold working for forming in the tube making process. The exfoliation resistance of scale was examined by using
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the resulting steel tubes. The test conditions were as follows.

(1) Size of tube
Outside diameter : 50.8 mm, thickness : 8.0 mm
(2) Working of surface
The inner surfaces of the tubes were subjected to shot peening under the conditions below.

Shot : Martensite steel balls (average ball size : 600Pm)
Blasting quantity of shot : about 10 kg/min (shown in Table 3)
Blasting pressure : described in Table 3. Pressure of 58.8N/cm2 or more was adapted in order to enhance the
hardness of the working layer.
Blasting frequency:

As described in Table 3, the surface roughness was adjusted by varying the blasting frequency (pass frequency).
In the table, "one pass" means that peening is carried out in the above condition from one end of the tube to the
other end while moving a shot injection nozzle inserted into the tube at 250 mm/min.
(3) Measurement of grain size and hardness
Test pieces were taken from the tubes before shot peening, and the respective cross sections in the thickness
direction were microscopically observed in order to measure the grain sizes. Respective Vickers hardness at Hv
0.1 (test force: 0.9807N) was measured at a position 40Pm deep from the surface of each test piece after shot
peening, and at the center of thickness thereof, in order to determine the difference (∆Hv) between them.
(4) Test of adhesion force of scale

[0040] A test piece 1 of a shape shown in Fig.1 was taken from each tube after shot peening. In Fig.1, L is 25 mm, w
is 20 mm and t is 5 mm. The shadowed portion 2 in the test piece 1 is a part for adhering a jig 3 shown in Fig. 2.
[0041] The above-mentioned test piece was exposed to steam atmosphere at 650°C for 10,000 hours in order to grow
the scale. The jig 3 was adhered to the side corresponding to the tube inner surface of the test piece as shown in Fig.
2, both ends were set to a jig 4, and a tensile force was applied in the arrowed direction to measure the force for exfoliating
the scale. The measured value was taken as adhesion force. The adhesive used for the adhesion of the jig 3 is Araldite
(trademark) manufactured by Huntsman Advanced Materials Ltd.
[0042] The test results are shown in Table 3.

Table 1

[0043]

Table 2

[0044]

Table 1

Steel
Typical Composition (mass%, bal.:Fe and impurities)

C Si Mn Cr Ni Nb Cu N

A 0.08 0.6 1.6 18.0 10.0 0.8 - -
B 0.10 0.2 0.8 18.0 9.0 0.5 3 0.1
C 0.06 0.4 1.2 25.0 20.0 0.45 - 0.2

Table 2

Tube Conditions of Heat Treatment and Working ASTM Grain Size No.

A1 1200°C � 2min → Shot Peening 5.1
A2 1250°C � 2min → Cold Working → 1180 � 2min → Shot Peening 9.2
B1 1200°C � 2min → Shot Peening 5.2
B2 1250°C�2min → Cold Working → 1180�2min → Shot Peening 8.9



EP 1 637 785 B9

6

5

10

15

20

25

30

35

40

45

50

55

Table 3

[0045]

[0046] As is apparent from Table 3, an adhesion force of 9.8 MPa or more can be obtained with 15Pm or more of the
maximum height of profile of the surface. When the adhesion force is smaller than 9.8 MPa, the scale is apt to exfoliate
by the thermal shock, which is caused by the stop and restart of the operation of the boiler because of the insufficient
adhesive property. However, each of the inventive examples has sufficient adhesion property.
[0047] The test pieces Nos. 5, 12, 19 and 20 have a higher scale adhesion force with ∆Hv of 100 or more. The same
can be said for the test pieces Nos. 6 and 13, which have fine grain microstructures of grain size No.7 or more. Further,
extremely high scale adhesion force can be obtained in those having both ∆Hv of 100 or more and grain size No.7 or more.
[0048] In the shot peening condition of this example, a predetermined surface roughness cannot be obtained with a
pass frequency of 1 or 2. According to the shot peening by only one pass as in the conventional arts, portions insufficiently
hit by steel balls are left on the tube’s inner surface during the shot peening, and the objective of the present invention
cannot be attained due to a surface roughness smaller than the specified value. To ensure the surface roughness of
the specified value or more, it is necessary to carry out the shot peening two or more times.

(continued)

Tube Conditions of Heat Treatment and Working ASTM Grain Size No.

C 1200°C�2min → Shot Peening 5.8

Note: Tube A-1 corresponds to SA213-TP347H. TubeA-2 corresponds to SA213-TP347HFG.
Tubes B-1 and B-2 correspond to ASME Code 2328-1. Tube C corresponds to SA213-TP310HCbN

Table 3

Test 
Piece 
No.

Category

Tube 
in 

Table 
2

Shot Peening Maximum 
Height of 
Profile,Rz

(P m)

∆ Hv

ASTM 
Grain 
Size 
No.

Adhesion 
Force of 

Scale 
(MPa)

Blasting Quantity Pressure
Frequency (kg/min) (N/cm2)

1 Comparative 
Example

A-1 1 10.1 49.0 8 60 5.1 6.9
2 A-1 2 9.8 50.0 12 85 5.1 7.8

3 A-1 3 10.2 50.0 18 92 5.1 9.8
4 A-1 4 10.1 49.0 25 98 5.1 10.8
5

Example of 
the Invention

A-1 4 10.5 69.6 27 185 5.1 11.8
6 A-2 3 9.9 49.0 27 91 9.2 13.7
7 A-2 4 10.0 50.0 26 141 9.2 14.1
8 A-2 4 10.3 68.6 27 182 9.2 14.7

9 Comparative 
Example

B-1 1 9.9 49.0 9 68 5.2 6.9
10 B-1 2 10.1 50.0 13 90 5.2 7.8

11

Example of 
the Invention

B-1 3 10.2 49.0 17 92 5.2 9.8
12 B-1 4 10.3 70.6 28 178 5.2 11.8
13 B-2 3 10.0 49.0 18 93 8.9 13.7
14 B-2 4 10.2 68.6 26 144 8.9 14.4
15 B-2 4 10.5 70.6 28 186 8.9 14.7

16 Comparative 
Example

C 1 9.7 49.0 8 58 5.8 7.8
17 C 2 9.9 51.0 14 95 5.8 7.8

18
Example of 

the Invention

C 3 10.2 50.0 19 96 5.8 13.9
19 C 4 10.1 49.0 27 139 5.8 14.0
20 C 4 10.3 70.6 31 191 5.8 15.7
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INDUSTRIAL APPLICABILITY

[0049] The steel tube, according to the present invention, has extreme excellence in exfoliation resistance of scale
on the inner surface. This steel tube is suitable for use as a boiler tube, which suffers steam oxidation or the like. Since
the scale hardly exfoliates by thermal stress caused by repeated heating and cooling, an accident, such as an obstruction
in the tube, can be remarkably minimized.

Claims

1. A cold worked steel tube containing 9 to 28% by mass of Cr characterized by having a maximum height of profile
(Rz) on the inner surface between 15 Pm and 80Pm.

2. A steel tube according to claim 1, having a value ∆Hv of 100 or more, wherein ∆Hv is the difference in Vickers
hardness between a position at the inner surface layer and the center part of the tube thickness.

3. A steel tube according to claim 1 or 2, having a microstructure of ASTM austenite grain size No.7 or more.

4. A steel tube according to any one of claims 1 to 3 having a maximum height of profile (Rz) on the inner surface after
cold working of 25Pm or more.

5. A steel tube according to any one of claims 1 to 4 having a value ∆Hv of 100 or more, wherein ∆Hv is the difference
in Vickers hardness between a position 14Pm deep from the inner surface and the centre part of the tube thickness.

6. A steel tube according to any one of claims 1 to 5 wherein the steel is a ferritic stainless steel containing C:0.2% by
mass or less, Si:2.0% by mass or less and Mn:0.1 to 3.0% by mass.

7. A steel tube according to any one of claims 1 to 5 wherein the steel is an austenitic stainless steel containing C:
0.2% by mass or less, Si:2.0% by mass or less, Mn:0.1 to 3.0% by mass and Ni:6 to 50% by mass.

8. A process for preparing a steel tube according to any one of claims 1 to 7 which comprises working the inner surface
of a steel tube by shot peening.

9. A process according to claim 8, wherein shot peening is carried out two or more times.

Patentansprüche

1. Kalt verformtes Stahlrohr, das 9 bis 28 Masse-% Cr enthält, dadurch gekennzeichnet, dass es eine maximale
Profilhöhe (Rz) an der inneren Oberfläche von 15 Pm bis 80 Pm aufweist.

2. Stahlrohr nach Anspruch 1, das einen ∆Hv-Wert von 100 oder mehr aufweist, wobei ∆Hv die Differenz der Vickers-
Härte zwischen einer Position an der inneren Oberflächenschicht und dem Mittelteil der Rohrdicke ist.

3. Stahlrohr nach Anspruch 1 oder 2, das eine Mikrostruktur der ASTM-Austenit-Korngröße Nr. 7 oder mehr aufweist.

4. Stahlrohr nach einem der Ansprüche 1 bis 3 mit einer maximalen Profilhöhe (Rz) an der inneren Oberfläche nach
der Kaltverformung von 25 Pm oder mehr.

5. Stahlrohr nach einem der Ansprüche 1 bis 4 mit einem ∆Hv-Wert von 100 oder mehr, wobei ∆Hv die Differenz der
Vickers-Härte zwischen einer Position in einer Tiefe von 14 Pm von der inneren Oberfläche und dem Mittelteil der
Rohrdicke ist.

6. Stahlrohr nach einem der Ansprüche 1 bis 5, wobei es sich beim Stahl um einen rostfreien Ferritstahl handelt, der
folgendes enthält: C: 0,2 Masse-% oder weniger, Si: 2,0 Masse-% oder weniger und Mn: 0,1 bis 3,0 Masse-%.

7. Stahlrohr nach einem der Ansprüche 1 bis 5, wobei es sich beim Stahl um rostfreien Austenitstahl handelt, der
folgendes enthält: C: 0,2 Masse-% oder weniger, Si: 2,0 Masse-% oder weniger, Mn: 0,1 bis 3,0 Masse-% und Ni:
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6 bis 50 Masse-%.

8. Verfahren zur Herstellung eines Stahlrohrs nach einem der Ansprüche 1 bis 7, umfassend das Verformen der
inneren Oberfläche eines Stahlrohrs durch Kugelstrahlen.

9. Verfahren nach Anspruch 8, wobei das Kugelstrahlen 2-mal oder mehrmals durchgeführt wird.

Revendications

1. Tube en acier mis en forme à froid contenant 9 à 28 % en masse de Cr, caractérisé en ce qu’il a une hauteur
maximale de profil (Rz) sur la surface interne entre 15 Pm et 80 Pm.

2. Tube en acier selon la revendication 1 ayant une valeur ∆Hv de 100 ou plus, où ∆Hv est la différence de dureté
Vickers entre une position au niveau de la couche de surface interne et la partie centrale de l’épaisseur du tube.

3. Tube en acier selon la revendication 1 ou 2 ayant une microstructure de taille de grains d’austénite ASTM n° 7 ou plus.

4. Tube en acier selon l’une quelconque des revendications 1 à 3 ayant une hauteur maximale de profil (Rz) sur la
surface interne après mise en forme à froid de 25 Pm ou plus.

5. Tube en acier selon l’une quelconque des revendications 1 à 4 ayant une valeur ∆Hv de 100 ou plus, où ∆Hv est
la différence de dureté Vickers entre une position profonde de 14 Pm depuis la surface interne et la partie centrale
de l’épaisseur du tube.

6. Tube en acier selon l’une quelconque des revendications 1 à 5 où l’acier est un acier inoxydable ferritique contenant
C:0,2 % en masse
ou moins, Si:2,0 % en masse ou moins et Mn:0,1 à 3,0 % en masse.

7. Tube en acier selon l’une quelconque des revendications 1 à 5 où l’acier est un acier inoxydable austénitique
contenant C:0,2 % en masse ou moins, Si:2,0 % en masse ou moins, Mn:0,1 à 3,0 % en masse et Ni:6 à 50 % en
masse.

8. Procédé pour préparer un tube en acier selon l’une quelconque des revendications 1 à 7 qui comprend la mise en
forme de la surface interne d’un tube en acier par grenaillage.

9. Procédé selon la revendication 8 où le grenaillage est réalisé deux ou plusieurs fois.
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