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Proper Welding Sequence for Control of Angular Distortion
at the Weldment of Stainless Steel Pressure Vessel
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Table 1. Main parameters of the flat plate welding test

Test pieces Welding conditions
Dimension Material
.. (mm) Ampere Voltage Speed
Types | Conditions (A) % (cm/min)
2 mm
Butt Root sSUS 90~100 10~11 4~6
X X
joint gap 400 600 12t 316N
4 mm : 120~160 12~13 - 10~16
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Fig. 1 Test piece of welding deformation Fig. 2 Comparison of angular distortion
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Table 2. Comparison of welding distortion by change of welding sequence

Types Welding sequence Welding distortion
(Max.)
K : 1-5-9-3-7-11-2-6-10-4-8-12
Type 1 C : 1-2-3-4-5-6-7-8-9-10-11-12 51.30
Knuckle segrr}ent T 9 K @ 1-5-9-3-7-11-2-6-10-4-8-12 61.80
A 23 % ype C : 1-3-5-7-9-11-2-4-6-8-10-12 :
Crown plate K : 1-7-10-4-2-8-5-11-3-9-6-12
43 Type 3 C : 1-2-3-4-5-6-7-8-9-10-11-12 4512
K : 1-3-5-7-9-11-2-4-6-8-10-12
Type 4 C : 1-2-3-4-5-6-7-8-9-10-11-12 411
Crown plate C : 1-2-3-4-5-6-7-8-9-10-11-12
s oy & | Lveed K : 1-5-5-3-7-11-2-6-10-4-8-12 %603
Knuckle segment C : 1-2-3-4-5-6-7-8-9-10-11-12
3 Type 6 K : 1-2-3-4-5-6-7-8-9-10-11-12 814

(a) Type 3 (b) Type 6
Fig. 4 Contour of welding distortion
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