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oontrol of welding parameter. The origina Control system

adopt time relay to control welding parameter and the perfor-

mance target of control accuracy ,stability and reiability ,etc.
can not meet the requirement. To adopt FPI1- Cl4 PLC of

Jagpan Nationd Co greatly increase the performance of welder

with pre- tune and diglay function through write protection

function program ,time data input program and control the
weld process program.

Key words:PLC Cu - Al pipe butt resstance welder
welding current welding voltage

Discuss on Inside Welding Monitoring Scheme

Zhang Mengjun, Xie Shuxia, Liu Huanjun(55)
Abstract : The article put forward that to build ainsde we d
ing monitoring unit carry out indde welding monitoring
scheme by usng a PL C ,step by step motor ,shift senor ,and
marr machine interface ,etc. according to present actudity of
indde weld monitoring for high quaity ,heavy wall thickness
sira submerged arc welded pipe. The indde welding moni-
toring unit adopt non-contact type measurement ,and can ob-
tain the correct aignment of strip and ingde weld movement
unit through caculating the rotation angle of step by step

motor to meet the purpose of ingde weld control and the s

tem can obtain 0. 3 mm ingection accuracy for strip mis

aignment.

Key wor ds:gird weded pipe indde weding monitoring
weld misdignment  monitoring

Discussion on Forming Components of Longitudinal Edge

Forming Unit

Yang Xian, Wang Junwei , Gao Jinyan(57)

Abgtract : The article introduces the conrpostion and working
principle of forming componentsof longitudina edge forming
unit and use of each conponent. It put forward 5 kinds inr
proved forming components of longitudind edge forming u-
nit ,i.e.apair of bottom crossbeam of row rollers shal be lor
gitudindly moved along rolling line direction. The angle of
rollers can be adusted and redize adustment by computer
ad. To add support rollers under row rollers; To adopt four
roller universa stands in finishing forming segment. After
adopting the above mentioned i mprovement ,the forming pro-
cedure of row rollers has better flexibility and adgptahility.

Key words:longitudinal forming naturd flexible forming
pre-bending row roller

A New Type Bending Pipe Unit

Duan Jinhu(60)

Abdtract :A new type bending pipe unit is desgned faced to
the problem of poor bending qudity , heavy labour and low
working efficiency etc. of origina serpent pipe bending unit.
The article introduces the technica parameter ,working prin-
ciple and operation procedure of this bending unit as wel as
the hold down roll structure——the oval degree of key parts
of controlling bending pipe. The new type bending pipe unit
improves the qudity of pipe bending and increases work efi-
cency.

Key words :bending pipe unit
pipeova degree
ciency

Discusson Setup of Inside Welding Multiple Wire Welding

working principle bending
labor strength  working efi-

Specification in L ongitudinal Submerged Arc Welded Pipe
MaJun, Li Junzuo(63)
Abstract :It takes a great ded of experimentsfor the setup of
indde weding multiple wire welding ecification in longitu
dind submerged. It isfound there is certain rule in sty of
indde weding multiple wire wdding ecification in sub-
merged arc automatic welding through the andyssof experi-
ment welding gecification. It can dfectively reduce weld de-
fect produced such as weld gas pore,dag incluson and burn
through ,etc. by use this rule.
Key wor ds :submerged arc automatic welding multiple wire
weding ecification setup weld defect
Polyethylene Wrap Coating Procedure of Pipe Outside Caat-
ing
Wen Hongwei (65)
Abstract : The article analyses and discusses wrgp coating pro-
cedure of 3PE outsde ooating pipe production am at the red
problem existed in production and production procedure. And
putsforward it can improve the qudity of polyethylene wrap
coating to pipe through the method of control the tenpera
ture of polyethylene and adhesve ,kegp suitable meting vis
cidity and pressure, different diameter pipes adopting differ-
ent ooating rate and mend verticaly and horizontaly mechan-
ica performance differentia of polyethylene film layer as well
as adopt reaonable hold down roller and water cooling ,etc. .
with great ease.
Key wor ds pipe coating wrgp coating polyethylene ad-
hedve fudon bond epoxy powder
Better ment to Press Sand Sructure of Srip Shearing Unit
o Spiral Welded Pipe Unit
Chen Qiwei , Zhang Yabin, Zhang Zhongxiu (67)
Removing of Surface Scratch on Welded Pipe
Jie Shengqi (68)
Abstract : People more and more pay much attention to re-
moving of surface scratch on welded pipe through the in-
creasng surface quality requirement to welded pipe by end
users The artide analyses and condders that dide friction
produced between strip and forming rollers due to the differ-
entia of each point linear eed of rollersis the root reason
that produce surface scratch on welded pipe. It can efectively
prevent the produce of surface scratch on welded pipe by rea
onable desgn the structure of roller ,exactly ingtdlation and
adjustment of rollers and suitable adopt lubricate ,etc. .
Key words:weded pipe surface of welded pipe scratch
roller
Develop Satus of Pipe for Generate Hectricity Boiler in
Japan
Translated and edited by Zhang Chaosheng(71)
Abstract : The article introduces develop status of pipe for
generate eectricity boiler. At present, the deveopment of
generate éectricity technology isto increase its generate eec-
tricity efficiency as emphads. The direction of steamer condi-
tions of boiler developsfrom ultra critical pressureto VSC,i.
e.to increase the steam tenperature and steam pressure of
boiler. In order to meet the demand of generate dectricity,
Japan Sed Co had developed out low dloy ferrite ,Austenitic
thermal redstance pipe and is under developing to exploit Ni
base aloy tubular etc. .
Key words:Japan ood generate dectricity boiler
resstance pipe materia performance
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