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Abstract

There existed great difference between the chemical and physical properties in the 2 metals for
madding up the nickel base alloy 625 + X60 clad pipe. It easily caused cracks and air holes in
welding. Measures were taken for welding quality control from the aspects of welder qualification,
equipment choice, welding materials, welding process parameters and welding conditions. The
results indicate that the welding quality and qualified rate can meet the project requirements by
all mentioned quality control measures.
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1. 5]
B 25 /0 A AE VD BB TT SR I FARSE HoS. CO, 2B R S B, RSN B RS ik kb
B, RIS N B e, . RBRSEE, RARSON MM R BN AT T R e,
TR, PR E SR T Sy, AR T RSB AT %4 . s . B B L i T
K, A, BEA4 625+ X60 HAEH 2 MARE AT, WM 35 mm SIS &Mt 48
NBBARES, AT BT TR S o e A SR U (TR, BEAE R i A TR I R AR R I SR, R A
4> 625 + X60 44 IR B R B S AT 1 B
2. BEAE4 625+ X60 ESEMEESHT
BRI SR A 5 RS, BT EELLL, R LA NG, S A /N S e A
K, WARRGEE AR, B LA G L. WAL B SOR AR 1] [2] [3]
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HRIEA 4 625 + X60 B A B X BRIR 48 I B i R Mk A0

o ATREUT A TE F A R T A B A5 Y(CA 4 Sy P Pb 544 IR N IEI) . /N IR HLA
TNEEEREN . SEEIETES RES . SRAPTRE R K IR B RS R it ke ek b 45 i e 4L
2.2. BMIHL

KB HEE S EA R RLUR, HEE S SICR BRI IR RE0E % . MR a=4 e
HIX, HAWSEITE. WS XA B T IRIERE . 820 R0 S AL RS0 i IR AT RE /D v N &
FIL X B S iR A B R TR o

2.3. NMERHY

N2 AR I R AT T RS IR AR L AT 51 2 K 82 A2 B R AR R BB PR R S R B ML AR AT o T BRI
AR R AU A W AL Ti 58S, 200 Nb ARE I AL R & 6 HEkBohit, &Rk
TR EE Al IR IR AU s RERIS TR AR, 8 G G DX R SRAEIAR AL 51 1 e
Py AR KGN IR X AT & BRI o B AL AR B

2.4. FEHIIEHE

Nk G BRI E AN, BRI R SR T TR, K 4R R RE A R
FLENIT IR TR 85 1 R T2, @RI Ig AT 264, VCECREM ) )5 vERe, b IR 58T
ZURTTRENE, FEA % A SR B AWS A5.14 ERNICrMo-3 Thermanit 625 #5722 (E42 4 2.4 mm), &4k 1A
M) AWS A5.11 ERNiCrMo-3 Thermanit 625 (EL42 4 2.5 mm £l 3.2 mm).

3. JRiEI IR
3.1 BEREES

AR ARy 300 mm, B4Ry 219 mm, BEJEDY 8.74 mm HIANAE , MRFES R ATA DI B HEAT In L,
AR AT DD

3.2. IBEANER

R ATST I T, I VA R A S B R, RARREREE R AR I AR, TR Y 1 P Ak
R, Ve Ia IR K eI AT T I E TR m AR R B, W AT el iRy, A AME T 99.997%.

3.3. IEERTT#A
PR A TCRF IR EER T B 1 3R I A PR TS K L RIAT
3.4. BEgiEEd

FR T A R U /N F N (<1.5 KI/mm), 2R AR T 100°C, B ik AR 4% Gy m X SRk, M
MR, IR FEX ISR T ESHULEE 1L 2,

Table 1. The technical parameters of wire weldings

# 1 RLBRIZSY

SSEE FCEYIRTA R4 A EEEAYS YR/ (mm-min ) i NI (kJ-mm)
R GTAW HiIEE 95~103 9~11 73~111 0.645
it GTAW HIIER: 100~109 9~12 70~97 0.816
7 GTAW HiRIER: 110~128 10~12 82~96 0.965
EA1) GTAW HiIER: 110~128 10~12 73~94 1.000
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Table 2. The technical parameters of electrode weldings

T2 BEREIZEH

SR ST FH AR 1 A BRIV FEEH S/ (mmemin ) (kT -mm )
R GTAW BRI 81~103 9~12 63~114 0.698
v GTAW BEIER: 134~140 10~12 90~106 0.923
Bl GTAW BERIER: 135~150 9~11 93~103 0.915
7 2 SMAW B R 76~82 22~26 87~108 1.195
a0 SMAW BRI 76~89 22~25 88~118 1.140

3.5. BRIHBEMFIRLE

JR S A IRIE AT 100% WA A . BRI SR, RS RAF & ASME Frift[4].

SR REAT RLHARGE . 25 ARG e WM G A 8 frhiat . IR ) A5 4% & J AN A ) [X A
WrTHI il 5 4 ToRe4E, JRAE TR AT A G ER . AR IE ASME FIVEZER, XIS HTHi 58 % N 621 MPa,
KFBM 50 547 MPa, FERL RIS fiHEe 25 AR (32 3). Ml iRIG ZR IR SE . g X
b o R R BB EER AN KT 20, PIME KT 27, R RGE 4), AMERMTIEBFF A E
R, PRI IGAh A o T IR Y TSR, MR X S i 45/ T 250HV 10, 5 1 X 3 5 34 /8T 275HV 10,
T RIS A% . 7 120 h MIRMHERIRIRILE, EFRNEERS, SORMSEFSMEER, i
JEE e 6 4 SR A

Table 3. The results of specimen drawing and bending tests
= 3. AR E it IR

JEJ%/mm iz g /MPa = il 1 FE 180° Wiz h g
8.60 621.000 M(IR) % &% f g

Table 4. The results of impact toughness test

4. PEEMERIEER

B KE/mm P JE/mm EREImm  IREIC W RN YR AL B A 145 [ JZ K /mm e
10.02 4,01 35 0.69 Ak
5 4% 55 10.03 4.03 -33.7 32 33.66 0.64 Hi
10.02 4.02 34 0.61 G
10.03 4.04 64 0.86 G
ey A
X 55 10.04 4.02 -33.7 72 68.66 0.88 s
10.05 4,01 70 0.87 E%

4. REFESIFER
41 BIEE

F5 25 Bt e B ST (RS 5 =7 #EAT 2%, Bl AE A &6 = AR RS 00, 25 52 Ja i A e
TCARKEN S Fy 5725y, ARFIIR AT & EORAZAEHER B D4R a5, BT RAHHE LK,
PR AR ATEAR BRI 5 N E IR TZAHILAC . BSEZRE 41 Ta R 2 kikE R, kiR
ERAIL 95%, — HHIEERAR, #8581, FHSIE TS
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xR R T R LR B G, BRI E T, TR R AR, e R
OCHERS B, PRIEAR R R RS YA I H K .
42. BEFEEER

PTG WG RE R . AR S (R IR T A A5 A5 D A L B S A AT 14 28 = 5 HEAT A0 % 3 MG 485 i ol 4
F. ARG IERE R B S HE . ARSI SR TR R, SR F R E W TR G,
ANFFA R B S AT YRS 8T, RS YR A R AR S R S B 1R e L &R e oK.
4.3. MRIEE
43.1. 1B EE

TR TIEM S, MRS S T (IR 10~25°C, FHXHEE /N T 60%), e iR
N 250~300°CHETF-4E 2 h J5, RAAET 120°C IRIEF AT IRIE, 1S4 BT 1 k.

432. RPSE
R3S FH AR 99.997% ) TGRS, @A THiEAT B, (RUEE A e iz ER.
4.3.3. B

TN AP RREAT I, AR CREM AN R )RR STRLR 554, A UUH R B
RECU G P Pt 27 L L UAE

4.4, BIETIREE

1) SRR, EPNEES S, GUIRESRIEE: 2~3 |5, ME7 a5 S AT ARk H BRI/ IR %

2) AHARE YA n] AR 4 B /MATEE 100 mm.

3) GTAW K KT 2.2 m/s, SMAW KGEA KT 5 m/is, KA B EG KA TR, %5E
FiE T TP, PR, 585 2B B AU it

4) GTAW PR H AR B & AT IR 4, L BAG ST SRSV 5 ThRe -

5) FERTHAT ARG, RFEEE T TN, BeE REARES, HESSITOONE S A &S
tH 0.02%), H&EREREN REEZ T 25 min/L, H 1~2 &S0,

6) /AR RT 3mm.

7) SRR RIE R AR RCR AN L S AR AN 22 Bl
5. &g

B

FRESCECR Y], RECEH IR TZMSL, g G ENIREMEL, SEZHHRRINY, SR
BANIIAEL, REWEIRMT RAFAOIREE . IR ERHIZEMN HL BE ik BRFEZAATTHLEEHRE, E
HArAME R, FEoNrER, RICE R RE G, 4B A Ao REAR R .
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