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A Study on Development of Automatic Welding System by Using Multiple
Welding Troches in SAW

St

AEQT, AR, FY&7, A&
CAAREUGR) AR eLTE AE AT
» ARFTUGF) HY71¢DFE $PATFA

oo

ABSTRACT

It has been suggested that the motivation for automation of welding processes

includes the replacement and extension of the functions of human operators. Among
these types of the welding automation, SAW(Submerged Arc Welding) was prevalently
used , because it is highly suited to a wide range of application, especially for the high
speed welding.
A Significant portion of the total manufacturing time for a pipe fabrication process is
spent on the welding following primary machining and fit-up processes. To achieve the
reliable weld bead appearance, the automatic seam tracking and adaptive control to fill
the groove are urgently needed.

This paper proposed the mechanical functions of multi-torches welding system, flux
supply and recovery system in conjunction with the complex air pulsing method and
various types of methodologies. It was shown that the multi-torches welding system
revealed the high welding qualities for the circular and rectangular pipes.

In conclusion, the multi-torches welding system developed will contribute the
advanced welding technology, welding automation and increment of the market in these
areas.
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Fig. 1 Schematic diagram for automatic pipe welding system developed
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Fig.2 Five welding torches system for outside welding
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Fig.3 Three welding torches system for inside welding
(a) Front view (b) Side view
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Fig.4 Cross-section area and bead apperance by using five welding torches
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Fig.5 Schematic diagram for system communication
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