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Anti-Corrosion Bimetallic Clad Pipe for Oil and Gas Transfer

Qian Lezhong
(Shanghai Shang Shang Stainless steel Co Ltd, Shanghai 201802)

Abstract The outer layer of clad pipe is carbon steel such as grade B(1245), X42(1290), X52(L360), X60
(1415), X70(1485), and the inner layer is 18-8 type austenite stainless steel or ferrite-austenite dual phase stainless
steel. The cladding process, anti-corrosion technology of pipe outer surface, welding process of pipe and properties and ap-
plication of bimetallic clad pipe are presented in this paper.
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Table1 Chemical compeosition of E309 welding rod /%
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Table 2 Chemical compositions of welding rod for dual
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