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Abstract

All-position automatic welding of pipeline was a more mature pipeline construction technology
that has the advantage of high welding quality and fast speed. This paper researched on the tie-in
automatic welding process during long-distance pipeline construction. At the same time, the se-
lected CRC P-260 welding equipment was modified. Practice proves that the automatic welding
tie-in technology can improve the mechanical properties of the joint, significantly improve the
welding qualified rate of the pipeline joint, and improve the operation reliability of the long dis-
tance pipeline as a whole.
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Table 1. The comparison of technical characters of conventional automatic welding joint
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Table 2. The comparison of parameters of conventional automatic welding equipment

#* 2. ERBEHERESHIILL

B W% IR B R IRTRE RS BB
PAW2000 Ak g i 4
CRC P-600 4 2o B 2o
CRC P-260 T L i 5. L

4. CRC P-260 By

CRC P-260 JF 34+ 2.7 kg IR 22w NI4T, 75EH O Be 08 2548 5 ke 1R 22 FAam e
TR, @2 7R IER M AT PLSERT CRC P-260 H 2R /NERI 0, LI/ R A 2359 5 kg 1)
JR ez PRAmT SE ] E€AT .

BN TR A IR 22 SO AR LB, BT T %238 5 kg BUARIR 2SR, M S R G M 22 e 3 MR 42
N b, PRUESTRE, G R Wit5 50k LU VTS ) 255805 22 4 F U IRIE 2250 I 2 3 Bk 22 1
b, PRIEIR L2 7). EEUNERAERCE, R SRR TR . RN E A IE 24
B4y AT BB (U Travel Weld Direction. Adjustable Width Enable £5).

5. BIFERES SR

KT TR (LB52U 5 250) fE B0 B EHEATIR AR, ARS8 UG THERIE, A A& 52 K CRC
P-260 HEEHUINE RS 2022, TS, f MR T ZSH0H . WREREK R SRR 1
7o wl & Z R, RIGBEERSE, TR AN R RS A BRES . JAh, TR
B MR A EOR, B R R WAL 3, SRR WA 4.

Table 3. The requirement of welding grooves and groups
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Table 4. The requirement of the welding materials
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