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pipe diameter is snaller and final project tal cost can save 5%  15%.
Key words gas transnission pipeline grade X120; property research; goplication program
Production ProcessD eveloping Status of Non-Shear ng Edges n Chha’ s Spiral W elded Pipe
CHANG Tie-chui
Abstract ID:1001-3938 (2006) 03-0033-EA
Abstract: Through the continuous development of metallurgical technology, the manufacture of milling unit for production of wel-
ded pipe and study for manufacturing process of milling die head and chips both reach a nev level thereby the production process
level of welded pipe has grovn up. It is considered that iral welded pipes adopts non-shearing edges production process is the
nev trend of its production technology development through the statistics and analysis of adopting non-shearing edges production
process in recent ten years It briefly analyses each perfomance of chip used by milling unit
Key words giral submerged arc welded pipe; non-shearing edges p roduction process
Pipe for City Natural Gas Transn ission Project
FANG Xiao-dong, YANG B in-fu
Abstract ID:1001-3938 (2006) 03-0035-EA
Abstract: It puts foward that giral submerged arc welded pipe is the first choice of welded pipe formain trunk gas transnission
with medium and high pressure for selecting of city natural gaspipewith several camprehensive consideration of security, econo-
my and applicability, etc through comparison of advantage and disadvantage and introduction of PE pipe, cast iron pipe and welded
pipe for city natural gas
Key words pipe for city natural gas transnission; PE pipe; cast ifon pipe welded pipe slect
L ne Scannng DR D igital imaging Technology Application on Spiral Submerged ArcW elded Pipe
TANG Yan-lin,D NG Xiao-jun, WANG Hua-gong
Abstract ID:1001-3938 (2006) 03-0037-EA
Abstract: To utilize nev type line scanning direct radiogrgphy digital imaging technology is to carry out X ray direct imaging in-
Pection © weld on pipe endsof piral welded pipe Its sensitivity and distinguished rate is superior © image intensifier and rea
ches and exceed the level of film and can replace the existed film ingection o mprove ingection rate and quality.
Key words X-ray; piral submerged arc welded pipe digital imaging image digposal
D igitized PulseW idth M odulation Technique for Inverter Typed ArcW elding Power Supply with
Pulsaating Var able Polar ity O utput Based on D SP56F805
RJ Ce-jian, ZHU Zhi-ming, ZHOU Xue-zhen, JI Sheng-ru
Abstract ID:1001-3938 (2006) 03-0041-EA
Abstract: A full-digitized control system,which isused for inverter typed arc welding pover supply with pulsating variable polarity
output, was established based on dual D SPsMotmla 16 - bit hybrid digital signal processor D SP56F805 By adopting the RAVM
modules integrated in D SP56F805 and selecting their reasonable working mode, the direct digitized control of the RVM  control
pulse for the primary inverter and the polarity counterchange control signal for the secondary inverter was realized TheA /D san-
pling is synchronized with the RAVM control pulse, thus the disturbance of surge wltage and current during svitching transition is
awided A ll of thesemeasures enhance the stability and reliability of digital control systen.  Eventually, thewelding current output
wavefom with pulsating variable polarity, which is the canbination of mid-frequency variable polarity output and lov-frequency
pulse output,was realized This establishes the foundation for improving the welding quality of TIG welding
Key words digital signal procesor D SP56F805; pulse width modulation; A /D synchronous sampling variable polarity
Application of M ixed Gas n GasM etal ArcW elding
ZHAN G Jian-chun,WANG Guo-rong, SH | Yong-hua, ZHON G Ji-guang
Abstract ID:1001-3938 (2006) 03-0046-EA
Abstract: Gasmetal arc welding (GMAW ) is the main weldingmethod in welding production Thispaper illustrates the goplica
tions of mixed gases in GIAW and analyzes the different p roportion of shielding gas mpactson the welding technics perfomance
and quality in GMAW.
Key words GVMAW ; mixed gas gas characteristics
Camputer Systan Development of New TypeW elded Pipe Fixed L ength Flying Saw
@QJO Shengimin, PAN Jian-guo, L iu Zi-zhuang
Abstract ID:1001-3938 (2006) 03-0050-EA
Abstract: It recommends the camputer systan’ sflexibility control, the in-line adjusment of fixed length accuracy and reliable de-
sign of nev typewelded pipe fixed length flying sav. The camputer systam of new type fixed length flying sav adopts perfect tech-
nical scheme and reliable progran calculation t make the fixed length flying sav with good movement cgpability, greatly reduce
mechanical mpact and wearing due o sawv movament and realize flexibility operation of sav. M earwhile, this systen adopts per-
fect =elf-fit calculation, auit the operation statusof site sav by timing adjusiment control project both asaure the cutting accuracy of
fixed length of welded pipe and improve the reliability of control system
Key words fixed length flying saw; flexibility control; fixed length accuracy on line automatic adjusment; reliability
Three Points Bending Rollers Type Form ing Processand ItsApplication for
M edium and Snall D emeter L ongitudinal W elded Pipe
GAO Qing-jun,L U Feng-ling
Abstract ID:1001-3938 (2006) 03-0053-EA
Abstract: It gropes and designs a method of three points bending rller type foming process design as per longitudinal welded



