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The Development of Automatic Hot-wire TIG System for Nozzle Overlay Welding
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Table 1 Spec1f1cat10n of Hot-wire TIG System for nozzle overlay welding

FRRAY
Power source 450A(100% Duty cycle) Inverter Type
PR Hot-wire Power 200A(100% Duty cycle)
Hot-wire Torch 500A(100% Duty cycle) g4
coolant 1.254 /min, 11.44 (tank)
Boom & Carriage Stroke 1500(H)x 2500(L)mm Servo Motor
T%%3 | Positioner 5tons (Max. O.D. 900mm = %) 5%
ALC(X) & OSC(Y) Stroke 200(X)x 80(Y)mm
Main panel 1BM PC(64MB RAM)
AoFA | old RUEHAIXH 17” Color Monitor & Camera
ot A ZA Microprocessor
Table 2 Weldm » arameters of Hot-w1re TIG process Lre “‘Inconel 690, Ql me
: %%37&
Value 320% 20 15t 2 70~120 3,000~4,000 5.5~6.5(50~80A)

Fig. 1 Safety injection nozzle of primary Fig.2 Cladding specimen of pipe inside
Pipe(Weight : 680 kg) and flange

Fig. 3 Stainless steel cladding specimen Fig. 4 Hot-wire TIG System for nozzle
on the low alloy steel plate overlay welding



