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Abstract: The clad technology of double metal clad pipe, especially hydraulic bulging process characteristics were
introduced. Through the analysis of the principle of the hydraulic expansion, the hydraulic expanding pressure calculation, the
design of the test apparatus for L360QS and Incoloy825 nickel-based alloy pipe, the hydraulic bulging test was successfully
carried out. The results show that: the minimum expansion test pressure P, is 49.10 MPa, the maximum expansion pressure
P is 57.42 MPa; when section length is 200, 50 mm, the residual contact stress between the tubes is 0.7 MPa and 0.65 MPa

respectively, which are greater than the standard requirement of API Spec SLD of 0.2MPa.
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Tab.l The mechanical properties of L360QS steel and 825
nickel-based alloy
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Incoloy825 &% 410 600 49
L360QS 530 610 25
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Fig.1 The relationship between the strain and hydraulic
pressure of double metal clad pipe in expanding process
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Fig.2 Hydrostatic pressure test system
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