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TableF 2. The types, applications of Al transition

TEAE FEES e FEE HE Al int (1)
BTh Table 2= 1 J¢aS AL EFE Yeh) Types Applications
i Ao Al Alloy/AlSteel Ship (ST))
450 gt AX4(ET), 724 ECTH 2 =
AeE(CT)Z tasim Aug ST} A4S 47 Al Aoooy/Ti/Steel Ship (ST)
N Al/Steel
1= 7} % 1 A}lo B]—x‘z_}._Q_ 7]
)& 7} Ja_di}’?i“ﬂ L Folol Ti = < 14 A/Steel Al Blectrical TJ
A ZL8 AT, dFvER g A HAYAT)
W AEEA 29 BA7} AR 1 Alo]d Al/Steel (Pipe) Cold-Storage
Tig 4U9% FUASE AsHmA YNYL 3 e —
u ectric Conductor
4 N5 ek, A/Cu
AIRFE/AI/TI/Ni/2E 8l 279 55 YP=9 Al/Cu (Pipe) Cold-Storage (CTJ)
o =3 %=1 = [+ 0] 3 o
£ a3 @A, LNG, Ar, HeT9 S dA g Stainless Steel Tyogenic
Table 1. The types, applications of All transition joint (TJ)
Maximum sllo%able c
s - temperature, uaranteed
Type of joint Sixes minimum 2
At fabrication In service sheer, kgf/mm
Electrical
Al/steel Supplied cut to 315 260 5.6
customer s requirements,
the composite makeup
A1/Ti/Steel aluminium bonded to 480 425 5.6
25-35 mm oflow carbon
steel with an interlayer
of 2mm titanium in the
latter
Cu/Al Supplied with 3~6mm 260 150 5.6
thick OF or deoxidised
copper bonded to
10~25mm pure alminium,
again cut to customer s
Structural
Al alloy/Al/steel Supplied for structural 315 260 5.6
applications, the
composite makeup being
6mm alloy on 9mm pure
aluminium on 18mm low
carbon-manganese steel
Cryogenic
Al/Ag/stainless Normally supplied in 260 -196 (min) 28. 0 (tensile at-196C)
stanlless composite plate form
steel for customer to machine

to required sizes.

Composite makeup 48 mm

Al alloy bonded to 50mm

stainless steel with an interlayer of
0. 75mm pure silver

KBEHEREE $15% 6%, 19974 128
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Fig. 13 Examples of Aluminum to Steel, Titanium
to Aluminum and Titanium to Stainless
Steel Tubular Transition Joints Machined
from Explosion Clad Plate (explosion
fabricators, Inc. photograph)

Fig. 14 Finished Vessel Fabricated from Explosion
Clad Plate (Explosive Fabricators, Inc
Photograph)
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