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Fig. 1 Flow chart of the drawing composite process
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Table 1 Main technical economy indexes of two processes
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Technology and equipments for
producing stailess-steel composite tube

ZHANG Ming
(Guangzhow Research Institute of Non-ferrous Metals, Guangzhou 510851, China)

Abstract; In this paper, the technology and equipments for producing stailess-steel compo-
site tube with drawing —composite process are introduced. H the mould angle is 10°~15°,
the sizing reduction is less than 8 times the tube-thickness, and the lubricant prepared by
ourselves is used, the problems of the sizing reduction unstability and the lubrication in
drawing-composite production can be solved. The advantages, the disadvantages and the
technical economy indexes of the drawing-composite process are compared with these of the

cover welding process.
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