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short pipe techrology on the pipeline connection and make the
welding ispossble.
Key wor ds:pipe pladic coating epoxy coating LLDPE ex-
pand end added with dort pipe new plagic
A High Frequency Welded Pipe Wedding Temperature Corr
trad Sysem
Zou Junliang (61)
Abdract : The wel ded pipe temperature control sysem developed
and manufactured by Kunming Sed Fpe (. d Pangang Sed
Qoup itdf isintroduced. The control sysem make up of Modd
810 indudrid control computer , RL.C- 812PG muiti function da
ta oollection card, 880 intefface board and input and autput
board ,etc. . It redizes the conputer control of welding tempera
ture during welded pipe manufecture and increases the cudiiied
rate of finished welded pipe.
Key wor ds:high frequency welded pipe weding
control sygem
Reason Analyses and Counter measure o J65 Casing Thread
Leaking
Zhang Yong(63)
Abdract :It conddersthat viscidty thread isthe main reason that
causes the water |eakage on the connection of thread through ana
lyzing screning on and screning out coupling tes to manganese
phosphate and zinc phogphate coupling faced to J55 cadng g
peared water |eakage on the connection of thread. It andyses the
thread on torque , cowpling phogphate , thread compound , thread
parameter and thread surface qudity , etc,in detall and raises
reaonable optimized thread parameter of thread on torque, ex
cdlent phogphate process and option of superior thread compound
to olve the water leakage problem on the casng with coupling
end thoroughly.
Key words:cading oouwling thread connection water leak-
age <rew Wp torque viscidity thread
Soft Sartup Unit Application on Air Compressor System o
Welded Pipe Manufacturing
Tang Jun, Yan Lixue(67)
Abgract :To work in ft gartup techrnology to improve on eec
tric part and obtain gartup svoothness ,reduce gartup current ,irr
crease gartup torque and redlize each parameter srooth regua
tion and the purpose of saving energy , facing to the limitation of
traditiond dartup method of ar compresor in pneumeatic sygem
o welded pipe unit.
Key words:ar compresor st dartup  guide ange  stooth
smooth and deady dartup
8051 SCM Application on The Contrd o X Ray Radiograr
phy Unit
Yuan Zongchuan (69)
Abgract : To use 8051 SOM can easly redizes the control of

temperature

woltage, current , filming time, big and smdl focuses, etc. and
function of trouble autometic dagnose,crydad character diplay
and communication with high pressure generator ,etc. of indudria
X ray radiography unit with the feature of good marr machine con-
versation ,easy adjuding ,higher control accuracy and low trouble
rate ,etc. . It makesthe orignd conplex cortrol to Snplify ,intet
ligentize and increase the satiahility and humanity of the unit.
Key words:8051S0M radiography unit  woltage
current  focus oontrol

Discuss of UT Procedurefor Butt Welding of Small Diameter
Pipe

Wang Jinsheng, Zheng Chungang, Chen Lizhong (73)
Abdract :It introduces the ecidty and exiged problem of UT
processd butt weldng to amal diameter pipe such aswater cook
ing wall thickness, heater ,cod saver and regenerator , etc. . of
heated surface pipe in power plant ,analyses the defect cause pro
duced by butt welding and rai ses the process measure to awiding
defect.
Key words:andl dameter pipe weding procedure UT
Application of M X4 Multi Axes Numerical Contrd Sysem
on Forming Sand o Longitudinal Welded Pipe

Zhou Xiufeng, Luo Hongfu, Cai Xiaoging (76)
Abdract :It briefs the working principle of LSAW pipe forming
gand inmported from SMS MEER . , Germany by Shashi Ape
Mill , presents bad ¢ function of MX4 multi axes numerica control
sydem and its gpplication on L SAW pipe forming ¢and developed
by Rexroth (. and andyses the ecidty o the sysem to gve
reference for the desgn of domedic same kind unit.
Key words:LSAW pipe forming gand MX4 multi axes nu-

merica corntrol  synchronization control  gpplicar
tion
Review on 2004 China International Pipe Seminar
Peng Zaime (81)
Influence Factor o High Frequency Thick Wall Tube Wdd

ing

John Inge Asperheim, Bjrnar Grande

Trans ated by Zhao Yatao, Liu Xin(84)
Abdract :The heat dfected zone(HAZ) in a medium and thick
wall tube is shaped like an hourgass. This can gve overheated
oorners and a oold center in the tube wal ,which limts weld
geed. A parareter gudy o the irfluence of Vee ande, Pring
back .weld gpeed and frequency is carried out. Two - dimensonr
d ,coupled eectromagnetic and therma FBEM andyses gve the
temperature digributions in the cross section of the weld point.
The reauits are presented as iothermd lines a the weld point.
Key words:V ande dadicity variable weding goeed fre-

quency



