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Milling Machine & Non-cut Edge Process Ressarch

Chang Tiechui, Chen Wenhao(31)

Abstract : The edge condition of strip sted isthe main factors

afect pipe forming and weld quality. Milling machine gopli-

cation in wel ded pipe production line will greatly improve the

edge condition of strip sted. It anayzes the main character ,

bagc structure and key notice in milling machine dedgn ,d

discusses the norrcut edge procedure for strip sted in milling

machine goplication.

Key wor ds :wel ded pipe production line  the milling machine
edge condition of strip sed  bevel condition
edge cut quality

Process Characters of Seel Pipe Heat Painting EP and Heat

Painting PE,Comparison of Paint Properties

Liu Huiyi (33)

Abstract : It introduces process characters of sted pipe heat

painting EP and heat paint PE, process parameter, key

pointsof equipments and itsoperation ,al makes the quaity
requirements and paints properties comparion of two kinds
of paints.

Key words:sted-plagtic pipe heat painting EP PE
process equipments paints properties com-
parion

Roundness Analysis in Both Sides of Weld Seam in Soirally

Submerged Arc Welded Pipe

Zhang Zhenglong(36)

Abgtract : It mainly analyzes dl process before forming and
enlarging diameter machine ,which afect the weld seam sdes
roundness in ira submerged arc welded pipe, points out
that the full process control from uncoiling can improve the
seam ddes roundness. It can dfectively slve the problem of
weld ssam ddes roundness in gird submerged arc welded
pipe.

Key words:gira submerged arc welded pipe  roundness
uncoiling methods sted edges cutter cut de
forming

The Ressarch and Development of Full Automatic Clean Fil-

ter

Chen Fuxing, Liu Jiang(38)

Key words filer press difference clean automatic blow-
down redircle

The Adjustment of Hir Frequency L ongitudunal Ssam Weld

ed Pipe Mill and Reasons Analysis of Common Production

Trouble( 2)

Zhang Jiping(39)

Absgract :1t states the roller ingalation method and prepara

tion before hi-frequency longitudina seam weded pipe pro-

duction ,and some common production trouble ;furthermore it
a9 roughly anayzes the trouble causes, raises the detailed
methods to <lve the trouble. Thisplays the directive role for

the operators of weded pipe mill.

Key wor ds :Hi-frequency longitudinal seam wel ded pipe mill
adusment production trouble anayss
methods

Repairing Weld Operation Methods effect on

Roughness of Repairing Weld Ssam

Yang Shengxu, Mao Nongzhao, Niu Hui (46)

Abstract : The most important for gaspipdineisto ensure the

operation s&fety. The key factor is the impact roughness of

grip sted ,weld ssam and HAZ,but repairing weld seam is
the most weakness. This greatly afects the pipeine of high
standard, high grade and middethick wal thickness. The

X70 sird submerged arc welded pipe applied into the test

multi-gde shgpe

Impact

length of se-ning-lan pipeine and gas pipdine from west to
east ,was welded with SH. J55 dectrode in reparing weld
procedure. This methods efectively lves the problem of
Sharpy impact roughness values which hardly reach the re-
quirement of technicd gecification under - 20 ,and the
repairing weld zone met the requirements of ecification.
Key words:welded pipe reparing welded ssam  weld line
energy impact roughness practical operation
Improving the Weld Pipe Inside Diameter Adjustment
Methodsand Improving the Ratio of Materials Automobile
Driving Axle Pipe
Han Yeqi (50)
Abstract :It analyzes the factors afecting the ratio of materi-
a g automobile driving pipe finds the main reaon—indde di-
ameter cannot meet the requirements,in order to inprove the
ratio of materiad ¢ products a0 raises the methods to deter
mine the indgde diameter according to wall thickness, inmr
prove the roundness,adust the insde diameter.
Key wor ds:auto-mobile driving axle dectricad welded pipe
dfecting factor methods
Reducing Manual Bend and Improving For ming Sabil ity
Chen Qiwei , Yan Lixue(53)
Abstract :During the Soira welded pipe production ,the main
reaons of manua bend caused in strip sted are unusud dine
of srip sted in strip stedl connection weld process. Through
the andyss and research, It raises an easy operated equip-
ment of srip sted dine location. After adopted equipment ,
manua bend is greatly reduced and forming stability isim-
proved. Thisimprovement plan a< can be used into ground
mill.
Key words:hot-rolled strip ssed manua bend <ira weld-

ed pipe srip sted connection weld process
forming verticd roller trimrweld machine
location

The Deter mination of Weld Overlap Value For Spiral High
Frequency Welded Pipe
Wang Gaotian (54)
Abstract :Anayzing the efectsof wed overlgp vaue of ird
high frequency welded pipe on weld qudity ,comparing with
production practice ,it determines the reasonable weld overlgp
vaue. Overlgp vaue shdl little less the depth of the mdting
zone of strip sted edges pulsng depth of changeable melting
zone. Based on the procedure characters and equipment abili-

ties,reaonable overlgp value shal be 2.5 mm.

Key wor ds:high frequency wed welded pipe wed over-
lap vdue determination

Quality Assurance System of Main Pipeline Weld of West

Pipeine Project in Libya

Zheng Zhaodong, Zhang Hongzhou (56)

Abgtract :On the bads of detailed internationd pipeine pro-

ject desgn experience it introduces factors concerned in the

most important main pipeine weld of pipdine construction,
such as weld materia choosng and purchasng, welder quali-

fication , non-destructive ingection and destructive test ,a o

points out the consdering factorsin the pipeine desgn ,and

summarizes them.

Key words:internationa project purchase wed ssam in-
gection welder test quality ingection certifi-
cate

Lasr Wed

Li Jinghui , Chang Jun Translate(59)

Abstract :Laser can be used to hot work of high accuracy ,
high gpeed and low heat input. Weld whose heat reurce is
the laser , a0 ownsthe advantage such aslow heat input and
smal heat deform. Because of stable weld,laser weld suits
three-dimensond weld such as wed of the smdler diameter
sted pipe and copper chip ,and high gpeed for accurate instru-
ments.

Key words:laser weld laser vibration device



