Cu-Ni Clad Plate & 2& 1&
A Study on the Welding Procedure of Cu-Ni Clad Plate

IS, 5238, 0132
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Table 1. Welding Variables
I . S dY | 8FsE
o
T R AWS CL. Process (A) ) | (cm/min)
LHEIN & 2 ENMT1(129) FCAW | 280~300 | 30~32 32~37
QIHINM Clad 2 1st | ERNICU-7(129) GTAW | 170~180 | 14~15 12~14
S (Clad 2) | Clad 22nd | ERCuNi7030)(12¢) | GTAW | 170~180 | 14~15 12~14
S £ EH-14(400) SAW 500~550 | 27~30 35~38
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1. INCO, “Copper-Nickel and Other Alloys for Desalination Pliant”
2. Metal Technology, “Steam Porosity Formation in GTAW of Copper” 1975.6.
3. Welding Hand Book, “Welding of Copper Alloys”
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