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(54) Title: MANUFACTURING METHOD AND MANUFACTURING EQUIPMENT FOR SMALL DIAMETER METAL TUBE
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(57) Abstract: Small diameter metal tubes are manufactured with good precision and high production efficiency by using a large
diameter roll in which rolls having diameters that are clearly larger than the outer diameter of the metal tube being manufactured are
disposed. A pair of large diameter side rolls is used, the rolls being designed so that the outer diameter ratio ¢ o/ ¢; of the outer dia-
meter ¢; of the forming roll to the outer diameter ¢, of the metal tube being manufactured is 10 or more, preferably 25 or more. After
forming a metal band into a cylindrical shape in a single stand, the edges of the metal band are brought together and welded. A three
roll-type or a four roll-type can be used for the large diameter side roll.
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