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A Development of Omega Seal Welding Process for CEDMs
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Table 1. The Specification of Base Metal & Weld Metal
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Table 2. The Specification of Omega Seal Welding Joint
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Table 3. Welding Parameters of Tack Welding

x=H MR - XHE 7t~ obEd
- ®olx o) | 2mu Pre-purge A 7~ 97| P S,
Sk (A) (Kgf/cm?) | (Kgf/cm?)
o 5 46~56 7~9 TIG Ar, 0.3~09 | Ar, 99.99% 8~13
st & 65~75 9~12 TIG Ar, 0.3~09 | Ar, 99.99% 8~13
Table 4. Welding Parameters of Omega Seal Welding
M= s L otad
— = HF X 2HV) Wire 5 | Pre-purge AT}~ RE7tA 4
x| (A) (cm/min) | (Kgf/cm?) (Kgf/cm?)
o5 75~85 | 11~13 67~77 Ar, 0.1~0.6 | Ar,99.99% 10~15
5t £ 80~90 | 12~14 65~75 Ar,0.1~06 | Ar,99.99% 10~15
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CEDM ~__ _—
Lower Omega Seal Joint
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Fig. 2 A Schematic configuration of Omega Seal Welding Joint
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(a) Before Welding

(b) During Welding (c) After Welding

Photo. 1 Mock-up Test of Omega Seal Welding

(a) Four Sections

(b) Macrostructure (x 5.12)

Photo. 2 The Macrostructure of Upper Omega Seal Welding Joint

(a) Four Sections

(b) Macrostructure (% 6.4)

Photo. 3 The Macrostructure of Lower Omega Seal Welding Joint
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