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A Study of Remote Controlled Narrow-gap TIG Welding
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Tablel. The specification of pipe material (According to ASME Code.)

No. A 2 P-No. 2] (mm) A= |34 AA
1 SA106-B, i OD 508 x 75T x 700L 3° 5G
2 SA672-B60 1 OD 762 x 50T x 700L 2°,3°4° 2G, 5G, 6G
3 SA672-B60 1 OD 762 x 50T x 700L 3° 2G, 5G
4 SUS304 8 OD 762 x 50T x 700L 2°,3° 2G
(Buttering)
5 Inconel 690 43 OD 762 x 50T x 700L 2°,3° 2G
(Buttering)
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Figl. Configuration of Narrow-Gap

Fig3. Remote Controlled-Welding Test

Fig2. Camera & Monitoring system
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Fig4. Comparison of Weld Joint Area




