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An experimental study on the arc stability improvement of

underwater wet welding with flux ingredients
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Abstract

Wet Underwater arc welding process is inverstigated by using experimentally developed flux coated
underwater arc welding electrode and SS400 steel plate of 12mm thickness as base metal. Two kinds of
different flux covered wet arc welding electrode of 3.2mm diameter (UW-1UW-2) are individually
developed and one of the improved underwater welding electrode (UW-2) may be put to practical use for

underwater arc welding process.
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Table 1 Chemical composition of base metal

Chemical composition (Wt, %)
Mn| P | S | Al|CujMo
1.64 (0.030{0.021| - - -

Ceq
0.56

C | Si
0.3 042

Table 2 Mechanical propertieé of base metal
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Table 3 Chemical composition of core wires for

covered electrode
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' Chemical composition(Wt, %)
Size Mark -
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Table 5 Typical welding conditions
Currmnt (A) 120
Voltage (V) 30~35
Welding speed (mm/min) 250
Bead length
/ 0.8
Electrode length used
Welding angle (7)) 75
Electrode source DCSP
Welding position Flat
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Table 4 Chemical composition of covering(UW-1, UW-2)

Chemical composition (wt%)
Type ,
Sioz AlO TiO MgO K0 NazO FexOs MnO Zr0O; NbO P05
Uw-1| 36.10 432 13.50 212 21.35 293 7.33 576 6.23 0.15 0.08
UwW-2| 36.04 4.45 1257 2.08 21.01 2.88 7.43 7.15 6.11 0.08 0.06
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electrode when underwater wet welding
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photow 2 Appearance of bead in various welding
electrode when underwater wet welding
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