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A development of CO; no-gap one-side welding process
by high speed weaving method
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Fig. 1 Scherr_latic of NS-One Side MAG
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2)One-Side butt welding robot(NKK)
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Fig. 2 Schematic of rotating arc welding

3)VT-MAG one side(Kobe)
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Fig. 3 Schematic of VT-MAG
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Fig. 4 Schematic of one side welding with

high speed weaving torch
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Table.] Example of wire chemical composition

AWS .
Item class C|Si{Mn|{P | S {Mo
cut wire
(1.0x1.0) 08101 11.67 |.0121.014 | .18
wire ERB0S
(164) G .06 .70 |1.95 [.005(.002 | .51
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b)Reverse bead
Fig.5 Example of bead appearance(20t, 50° )

a) 11t
380A~-32V-30cpm

b) 15t
420A-31V-25¢cpm

c) 20t
1. 450A-35V-23cpm
2: 850A-33V-35¢cpm

d) 25t
1: 450A-34V-23cpm
2: 900A-33V~-33cpm

Fig.6 Typical macro photograph with welding
parameter

6.3 73

LA T iR B 2 o R o bR & i
Gl ) T $z B o B He Uk 98 25 B 7, No.SW.2531.97

2.NS-One-side. MAG Process, CO, One-side
Welding with Two Electrodes.
Nippon Steel Welding Products & Engineer
ing Co Ltd., May, 1997
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