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Automatic Pipe Welding Equipment

Following the increase of mammoth building in major cities volume of the pipe
used in their foundation work is also growing. At the same time, the pipe line is in a
fast growing demand as a large volume transportation system for gas and oil. And
such situation gives rise to a demand for automated on-site welding equipment that
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can weld horizontal butt joints of vertically fixed pipes and all-position butt joints
of horizontally fixed pipes without the aid of highly skilled weldors. In cooperation
with Kawasaki Steel Corporation, Hitachi, Ltd. has developed KH-P system for the
welding of pipe piles. This system is an adaptation of CO, gas arc welding process
to on-site welding. As for the welding of pipe lines, the Company has developed a
one-direction continuous welding system in which appropriate welding conditions
are programmed for each pipe position and layer. These new systems have
appreciably improved welding efficiency and stability of welding results.
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Fig. | First Layer and Piling of Beads
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Fig. 4 Welding Conditions for First Layer
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Fig. 5 Welding Conditions for After Second and Further Layers
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Fig. 6 Automatic Pipe Pile Welding Equipment
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Table 2 Specifications of Automatic Pipeline Welding Equip-
ment
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Fig. 9 Pick Up Unit for Welding Positions
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Fig. 10 Weaving Mechanism and Pick Up of Torch Position
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Table 3 Standard Welding Conditions
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Table 4 Efficiency of Joints
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Table 5 Standard Welding Conditions Programed
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Table 6 Efficiency of Joints
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