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A study on the maximum applicable bead width of Hi-Pro FCA welding
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Table 1. Quality standard for weld bead width with FCAW welding

AWS A company B company Clagsification Society(LR) C company
F,H,OH:16mm 23mm max. 20mm max. . . o 25mm max.
V-up : 25mm (weaving width) (bead width) without oscillation + 20% (weaving width)
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Fig. 1 Arrangement of welding system
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Fig. 2 Build-up method
Table 2. Setting condition of traveling and hesitation time
Travel Hesitation time | Hesitation time
v%ifziat% speed Electrode wire AIFX()?I‘G \i(\)}gs on the right end| on the left end
(cm/min) ) (sec) (sec)
25 35 0 0
30 31 0.1 0.1
35 27 AWS BBITIK2 | ) 31 0.15 0.15
(1.40+1.40)
40 23 0.2 0.2
45 20 0.3 0.3
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Table 3. Measured Output data by Arc monitoring system

Bead width Travel speed Ampere (A) Volts (V) Weld heat input
(mm) (cm/min) Standard deviation (kJ/cm)

464 32.3

25 35 382
28.54 2.05
488 33

30 32 41.1
26.32 1.94
475 33

35 2% 496
2127 1.98
458 309

40 22 36.6
253 1.95
473 30.7

45 18 389
23.37 1.92
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