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Abstract

In this paper, the welding installation methods of long-distance oil and gas transmission pipeline are
summarized briefly. The characteristics of welding materials used in different welding processes are
analyzed. The theoretical formula of welding material consumption is corrected, and the final cor-
rection formula is obtained. The welding material consumption of different welding processes is cal-
culated. It could provide guide for the construction.
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1. 51§

AR E B RO, B XKIRBS TR Vu) ™, HUBHiI R A5 A, Tt TEA AL
(1 B SRS I 2 AR, PR TR 1 A AR T SR U M 22 R T AN )

HAT, BEEELMIERIRR, BEMEL. FEEOREAR D, FLER T2, I
SREBHTFZMERTZ, FEAFLEXEAE, FLEX TG, BRPAGSELEEIE. BT
PR GRY R B A B A AR R E R E S T ok IR R R R BRI RT
M5, RER R T2 LS et B I &, (il R T T TS DU TRk

REARE TR B Rl T IR BT, BE T8, W 5, 386 ) o PR e B (1 6 X
PARIK A LD X 30 B LA AEAE D AR AR . T IR B an R s LR s b, B mplh, i
AR HLsh R, XA ARSI 5, IR, EEERR LIRS LRR, BT SOy E N
RAVEERLEE T X REMERTERCR S, FEGRRRE, W LURRE L7 s, Ha gz
RREE, WA AERNT. SEIEELZEH T RORELR, LPEX T, &L BB
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AR TE AR 7R SR T

MR S, A8 L DA R 522 3t BOKE DUSHE LA S
2. BHRETH

J7 VB ARAR S8 2 BB AR A TE 3 BAR RO RE . N TAETUHER, 0l DLBR K 2 22 4o i TR (B
1 = KRB AT 40 R AR B8 TRE(E A B B, MRS HORYE 2 TRE AR T2 MR E R E M &
SCAFRHE -
2.1 BERIE

P2 HUR R A SR RIEETER M B 84T 70 B oS5 2 P AN [R5 B
SRS TR RAERYE,  [R] AR AR AN RS AR S TR R B TR, IR RE ME R B AR AN [
FERS R TR AR TR, RARSALIRE SRR, BRA LR R (R AL
R, ARZHOVIRPR R, FOH A E SR T A ZON[1]:

G = ALp(1+Kb)/(106Kn) 1)
DR EIREER A T B IR AR, TS A S ON:
G = ALp/(1-Ks)/106 )

A G— L&A R, kgs A——REFHE BRI, mm® L—R4KE, mm;

p——IR&L BT, 7.85g/cm®; Kb——24 & R, B 25%~40%;

Kn——2% J& IR L RIS SE R FE A R 5 BTSRRI 5%~10%, A& R4 ki R
10%~15%, %% )% Z %K 0.75~0.85.

Ks—— 12542k 54, X 0.33~0.6.

DUAEER BUR S B A, SRR R S 2 B R FIA R REmfE X, AR
JR5 R Kb A Kn B AR, BARME TARYE) RITAEMIAE DG BORI AT ) o 5 2% A USRI =0T B DA
BRR SR 22 2ol TRE(EE L - RIEB)ZEE AR R, RIS ML YEFRE 2% (E6010, AWS AS.1)HUE N Kb =
0.40, Kn=0.77 [1], #&. A ik H LR 5 (ES515-G, GB/T5518) i fE v Kb = 0.32, Kn=0.80 [1].
RSB 4% ©3.2/4.0 mm.

BTl A B AR AR o e 4 o 3, R B (LR B D) EREPRGLM 11 & 1 S E) R
(GEL 1 %5 55F 7 5% 11 SALE) RAMECEML S & 7 AALE), SIERei B KR AR AR
FESTARAL B, JRA T FER UAE TR, BN h0 10 %, EAIEAI B, 1E AW FEE L Ae T ARAr B I 1 0
20% [2]. FEME L, EAFFESRORINARAE, Wushy. RE R IR RIER, BRI AR T 0 P (IR 5%
TR M), DEEFARARE SO A, BIE. BERTICEA R, I o R G ) R
IS RO EEERR, BIIRMEE), R EIELH BN SRR, 1% 1.2 MREGHE.

AL, = IR iy R S & B IR

G = ALp(1+Kb)/(106Kn)x1.1x1.2 ®)

BAME O HER:

G = nDAp(1+ Kb)/(106Kn)x1.1x1.2 (4)
K G—HBANMREIEZHE, kgs D—FEHEA, mm.

W5 A @)K SHUE, AR B2k 2 e i TRE(ER L - RIEB) 2R T L gl I
R R THRER TR L
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Figure 1. Diagram of welding position schematic
1 BENEREE

Table 1. Calculation of welding materials consumption in Tie Da safety reformation project (Anshan-Dalian)

Tl BRALKRERETR®EL - KRER)EVMAEWE

f‘j f) {%f‘) ﬁ(ﬁﬁ)@ fnﬁ’f) R R (Kg/TT) e )
A GHERARY ARG + )
813 11.0 2.7 15 0.43 3.41
813 12.5 2.7 15 0.43 4.29
PRI + 2R A ERATE KgD GSRe . i)
813 11.0 2.7 15 0.43 2.34
813 125 2.7 15 0.43 2.90

FLRMEE T ZETN: FEREARE + BRPATIRL L3RRS, FAEREARE + [MEELHESE. HUmEp N
1~2mm, “FEE L5 mm; 3O o o 4475 SRAEAT h FIEL 2 mm; ARERXS CIEIER b 4 1.0~3.5 mm, “FYEL 2.7 mm; £E4%
B ¢ (BME)SEIES: BEE 11 mm 128 12.93 mm, i 4 )2, HPHETZH m A 12 HURE), BEJE 12.5 mm 1) 14.14
mm, #2852, HPHEFTEHE m A 2 ZOTHVRE): RIEZEREE 51: 3.0 mm, HURZEREE 52 B 2.5 mm; R4k A E6010
(©3.2/®4.0 mm), EEEPZGEE LK) E7T1T8-Ni1) (92.0 mm), 124 HUESE 1T ERE )y 0.4 mm.

22. BRIPHIRLERRE

FORY 2GR 2220 A IR T2 — G e RIR TG A, ARG AR 2 IR B STT 47 452
DR 24 0 AR 22 R S A S A UL (4)

G = ALp/(1000Kn) (5)

Korf: Kn——%& )@ iR 22 SURSEIO I 280, Qe RIRSEBIR, 258522 Kn HiL 0.72~0.75.

AR RN E, R pirEfeRt AR, XNTEEeMERE, BLANRESEAME P, Tk
PL—A~ 1.1 A TSR 2R AR BURIITEBL, AIgREL 1.05 A%, R 2FEEAHIE A
AR IE D :

G =3.14DAp/(1000Kn)x1.10x1.05 (6)

DOI: 10.12677/jogt.2021.433060 270 A RN


https://doi.org/10.12677/jogt.2021.433060

AR TE AR 7R SR T

KAFLRIUE + ZGERLEETE, iHH Bk g 2 adus TRE L - KIEBR)&H(©
813 ' TE) K I 2R 22 2 H BRI B LR A &, S LR 2.

K STT MRIE + 2R a2 Hantt T2, HURRLIHERAN(6): HIe. a2 L it 5[
A(6), H A AMORY RSO 2255 R E Kn X 0.9~0.95, T THEH AR 4 R AR U T TR (Y ) 2k i
KA STT MR + 25225 B aptRi i DR IR, LR 2.

Table 2. Calculation of welding materials consumption in Myanmar-China oil & gas pipeline project
2. PERASEELIRENR)EMAEHE

RIS R L2 (1] 2R (7)) iy S-A Gii))

(=L B R X F AN B Bl 2) Kg/ [l Kg/ [ Kg/
(mm) (mm) (mm) (mm)

ER70S-G E81T8-Ni2J E551T8-K2
1016 12.8 3.0 1.0 0.28 3.45 0.74
1016 153 3.0 1.0 0.27 4.63 0.88

T BRIy ©1016 x 12.8 mm, 1016 x 153 mm; HL & E p 4 0.6~1.4 mm, “FIYE 1.0 mm: A o K 44°; 1R4%
A7 hPIEL 2 mm; MR I AR b v 2.5~3.5 mm, SFEEL 3.0 mm; KR4EYERE ¢ (MU1H): BEE 12.8 mm [0 15.04 mm, BJE
15.3 mm {124 17.06 mm; ARAEZEREE 81: 2.5 mm,

23. =BzmR_

2 HENER A ARG IR SR L2 AT IR 8, HARE SIS s R R AN R R S5 R IR 22, N2 o)
pillha

T EIR AR EARE R, N 7 RS AR R R AR, TR Excel A% T HBhTHE
e, BMRA GBI BE, MASEUR BEERS R, PR IR ENSE. DY @813 x 11 mm ]
EIELYERIFAMUE + IR L2 AR T2 HEE O, ILh 4% 3.

Table 3. Calculate welding materials consumption with Excel table formula

3. 1B B2 Excel ARITER

IR AR 22 BUR SR IN Fe IR R Iy St

Kn (HEB KR (15 22 ) B 0.72~0.75  0.75 Kb pEmzy 015702 0.15
| PAEERRRESER RN, o HEEREEm o mguo L
A R F A5 5% S R) ' FEERY ‘ poAnE A
Al RS G A < J AT AR 9.01 3017 1836
A3 CREBEEIRLI. HERLEI R R 75.82 HEE 190016
G 1R YR (R B B HER (R D B ) 0.48 1439.52 YRR B 1900.76
G W, &2 HEREER DR/ E) 2.33 7032.72 PRy SRRy 7890.71
G HRsL SRYE R (AR I 45 FH B S PR (P D L ) 0.63 1900.76
G L 2yt e R SRR E (R D LR ) 2.62 7890.71

3. WHERSH

PABR K 222 it TRE(HL L - ROEB) SR — IR Bek i a3 2k SO kR IR C 58 i, 4R M
AR IEFME + BRI EENRIER:, R4E EPC T H FSA SUHINE FE T4 fe (8, 2F4ER
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PRL% G250 LT FE R B0 )N 0.69 Ko/ 2.47 Ko/ I BEJE 11 mm RYIEE 1 3017 4, BEJE 12.5 mm
(R E AR 11 1836 A, M4 36 2 (i S8, 4 & B AP 4E R IR 548 IR 2 S &40 7l 0.43 Ko/
1. 2,55 Kg/ [l o A AR5 5 SehrfE, MRAREF4ER) SRR E MmN, S9brHEmRZERR,
PR MR A S S BREEE A& . STCHAT B3], F HZNERIEE% . AR 2
INFEBHE; REELLEHEM KT M E, GO HER N CHHE. Hika o
W7 H b B 2F 4 3R R AR AE DL It T A R A, R, SRR Z .

4. #hig

KA E B — MR Eh SR, EMARREFEEZ AFHERER, WETHRGE. D
NGANR], BETEAR O T BN — B0 AFEHLCE R I3 AT BEA R, 4 SEPrBE T 5 40 SCEE JSA7 48
2=, M LIHIAET b At 1R IR DL, AR R 5 AN A - (456 T PEREAN 25 (I
WRR DI REL FIRZB)MAE, ez, R SR P RBREARSE . RILbL AT RS
RELIMEAFAE w2, EH AR e TR S %, EAR M TR RYE LR E MRS,
R S SE PR I R 22 )R AT Be ey, SRR e, XFE LR TFREOETTHEM IR S L, #E R TE
W, R EIERR Y, JFREBUREARR, BN R A R G AR A AL R SR it T
B, JFSEBC UGB NE I A, IO E PRI H A AR I IS A T, MBI R T A R
AR R Ve R

SE Tk
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