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Large Length to Diameter Ratio
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[ABSTRACT] The paper introduces the process optimization method of TA2 components, such as increasing finishing
proess, strengthening the liquid control, improving welding argon gas protection, to minimize the chance of TA2 fine pow-
der adhering to the wall. The experiment reaches the expected effect and reduces the cost. It mainly introduces the TA2
cleaning technology of the tee through, right through with large length to diameter ratio of the high cleanliness require-
ments pressuring piping, provids a new method for tailings sensitive parts cleaning, and the result is highly transformed
with innovation. The paper developes the TA2 detecting method of the tee through, right through of the high cleanliness

requirements pressuring piping, provides the fine powder of quantitative tools, and the military, social benefits. This method

has been tested by different products with stable and reliable performance.
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Fig.1 Valve tee through, right through welding
structure diagram
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Fig.2 EDM deburring diagram
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Fig.3 Valve dissimilar metal joint structure diagram
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Fig.4 Remaining debris after manual cleaning
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Fig.5 Remaining debris after electrochemical cleaning
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Fig.6 Remaining debris after abrasive flowing cleaning
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Fig.7 Results of counting
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