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Yuan Pengbin etc. (24)
The Effect of Different Directions Impact Test of Controlled Rolled Steeled Plate on Fracture Separation
The effect of different divections of controlled rolled steel plate on impact energy and fracture separation
are explained. In this paper. through the series impact test sampling from spirally submerged arc welded
steel pipe in different directions. In addition, the cause and effeet factor of separation are also discussed.

Subject terms: spiral welded pipe alloy steel impact strength fracture

Zhang Shaoqin(34)

Diameter Control for Spiral Welded Steel Pipes

The diameter control is one of the important quality index for spiral welded steel pipes. On the three roll
forming unit equipped with diameter adjust roll used for the diameter control in the whole production period,
this method is simple and very exactly to controll. If it used this circumference automatic control system, the
spiral welded pipe diameter could be controlled automatically.

Subject terms: spiral welded pipe forming machines pipe diameter control

Zhang Jiaqi (39)

The Application and Dissemination About Forced Mechanical Cut-—lengtbs of Fiying Saw Machine

The paper mainly solves the problem that the cut.—lengths isn’t accurate in middle & small OD welded
steel pipe mill. In order to provide an effective wcy to retorm the fly'ng saw mazhine ot forced mechanical cut
—lengths in middle &. small weldcd steel pipe mill, the successivl cxperiences improved the flying saw ma-
chine in our factor: are iniroduced.

Subject terms. weld pipe {lying shears cut—lengths cylinder

Hu Weijie(41)

Production Technology Analysis of the 165 Welded Pipe and Cold Formed Section Steel Mill

This paper introduces the manufacturing process flow of the 165 welded pipe and cold formed section
steel of the mill. Analysis simple of the feature mill and technology parmeter of the primary equipment me-
chanical design feature. Simultaneously also point out the shortage existed.

Subject terms: welded pipe cold formed section steel forming machines technique technology

Yao Zicheng, Li Baojiu, Zhuang Yin(44)

The Discussion of Design and Reform to HFW Steel Pipe Mill

It is increased that the accuracy of welded steel pipe to be used in bicycal on the original welded steel pipe
mill. The reform plan is put forward through absorbing the advantages of domestic and abroad welded steel
pipe mill. By reforming the sizer, squeeze roll stands, passive roll stands and straight roll stande etc. and im-
proving the technical assemblage, the property of HFW steel pipe mill is raised, and the fund is saved. The
welded steel pipe with great auuracy and thin wall is produced.

Subject terms: welded pipe pipe welder forming machines technical reform

W B Graham, Yoder Manufacturing, USA, Shu Min(49)

Applications of Cold Stretch Reduction Mills for the Automotive Industry

This article introduces the cold stretch reduction rolling procoss (CSRM) which is commonly applied in
the production of small diameter, high ¢/D ratio tube such as: automotive and oil tubular products etc.. This
process are especially used in the welded tubular components production, the welder could produces tubular
products only in one specification, (max. in two specifications) these tubular products are to be reduced to
various small sized tubes (0. 38mm) after applying the CSRM process in line.

The cold stretch reduction process exhibits the following advantages over the hot strecth reduction pro



