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The Specification and Welding Process Investigation on Arctic Line
Pipe.
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Table 1. PNG Project routes in Korea.

. Distance Thickness of Dia. of pipe | No of Pipe
Pipeline routes . . .
(km) pipe(mm) ( inch) (12m/ pipe)
Yakutzku-Wonsan-Seoul 5,300 15-25 42 ~ 56 441,666
Sahalin-Habarovsk-Pusan 3,700 ” ” 308,333
Irkutsk-UlanBator-
. 4,100 ” 56 341,666
Peiking-Pyoungtaek

Table 2. Specification on the APl X80 in NOVA Transmission LTD.

Pipe body Weld seam
. . Impact | Shear
Yield | Tensile ) Yield | Tensile i Impact
Elongation | energy | area Elongation
strength | strength . . strength | strength energy
(-5°C) (-5C)
550MPa | 620MPa 21% 60] 50% | 550MPa | 620MPa 10% 60]
Table 3. Comparison of welding time with variation of welding process.
. SMAW Semi-auto .
Welding process - ) Automatic GMAW
{Cellulose type) | (Self shielded FCAW)
Amount of deposition/
_ 5785.5g/] 3275.2g/] 2580.8g/]
Joint
Welding speed of . . .
280mm/min. 432mm/min. 762mm/ min,

stringer bead
Welding time of

stringer bead

4.8min./6 person|{ 4.84min./4 person 4.4min./4 head

No. of max. welding joint /
Day 125§ /10hrs 124) /10hxs 136]/10hrs
Average welding joint / Day 100/10hrs 100/10hrs 109/10hrs
No. of welder 52 22 20
No. of assister 52 52 24
Technician 2 1 5
Total welding time 106,000 45,100 41,000
Assist working hour 110,700 47,150 59,450
Total Man Hour 217,300 92,250 100,450
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