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gy of foreign country such as procedure,weld aligoment trace, acoount degree © ingection, closed loop monitring systen adopted for
quality stable and camputer management systam gpplication for reference © increase the national ERV pipes perfomance
Key words ERW pipe quality; difference

The Advancement of 610 ERV Pipe Production L he and
W elded Pipe Development D irection
DN Yong-xi
Abstract ID: 1001-3938 (2006) 06-0068-EA
Abstract: The article discusses the ERW pipe development direction, al© in detail introduces technical paraneter, advancements
and equipments of 610 ERW production line imported by Zhongyoutianbao company, al points out that all equipments and ad-
vanced procedure and equipments focuson increasing mechanical properties of weld and seanless p rocess on weld
Key words 610mm welded pipe; technical properties technical feature; equipment, development direction

National ERV PipeDevelopment Statusand Its Quality Control
JIE Sheng-qi,L U Yongping

Abstract ID:1001-3938 (2006) 06-0074-EA
Abstract: The article states the national ERW pipe developments status, pointsout that national ERW pipe is very high in quanti-
ties and need high quality products, al suggests national ERW mill enterprises shall increase and stable the quality t develop
high quality product M eanwhile it al© disuses the main control points on production process based on the middle-dianeter
ERW pipe production
Key words ERW welded pipe existing problem; development status quality control

High-Cr Roller for Steel Pipe and Section Steel
YUAN Hou-zhi

Abstract ID:1001-3938 (2006) 06-0079-EA
Abstract: The article enphasizeson the introduction of the difference of rollerwith nev type durable materials KM GGDT devel-
oped by the Shandong Sifang Technology L mited Campany with the canmon mller in chamical analysis metallgarphical, working
layer hardness, durable properties weldabilities and suitable enviorments The gpplication results show that the life cycle of this
newv mller is3 tmesof ller of GCrl5 and 3CrAV 8V, 2 tmes of mller of Crl2 and this new roller already reached and exceed
the roller properties level fram U. S A. , Jgpan and Gemany, and can be used as leveler moller for pipe and section steel, and
foming roller for 610mm ERW pipemill and 500mm square pipe mill
Key words steel pipe; section steel; high Cr alloy roller; high Cr alloy leveler roller

The Technology and Application of L arge Size Rotatng and
M illng Flying Saw by Numer ic Control
JO Qing-chun, HUAN G Xiao-juan, REN Chong-li, CA | Ying-xia, WAN Hong-tian
Abstract ID:1001-3938 (2006) 06-0082-EA
Abstract: Flying saw is the mportant equipment for pipe flov production line It not only controls the accuracy of pipe length, but
alo restricts the production geed and cut surface quality The article points out that only milling flying saw by numeric control
can lve the problansexisted in traditional flying saw after the contrast and analysisof national existed flying sav. M earwhile this
article enphasizeson the main structure and design principle of nev type large size rotating and milling flying saw of numerical
control by digital and developed by <elf for the gpplication reference o confim the relative equipment for large diameter high steel
grade ERW pipe mill and square pipe mill
Key words flying saw; full numeral; milling sasw by numeric control

The Influence Factor on W eld Quality of HF W elded Pipe with Thick W all
John Inge A erheim, B jmar Grande
Translated by ZHAO Ya-tao
Abstract ID:1001-3938 (2006) 06-0085-EA
Abstract: The heat affected zone(HAZ) in amedium and thick wall welded pipe is shagped like an hourglass High tamperature
on intemal and external surface of pipewall and lowv tamperature on themiddle shall restrictweld geed If just smple o increas
ingmiddle temperature, this shall causes the over heat on intemal and external surfacesof pipe, mearwhile can lov weld quality.
Furthemore if internal surface isover heat,meltmetal shall drop into impedor and shall lowv the life cycle and properties of mpe-
dor In order b lve thisweld problem, the influence factor on transverse teamperature location of weld zone have been researched
such asV angle, the distance fram induce tance coil to weld points, structure stress,weld gpeed and welder pover The research
reaults shov that snallerV angle can increase more products and increase the weld effectiveness
Key wordsV angle recoil stress weld peed; welder powver



