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Influence of Lap Weld Shapes on Shear Strength by Plasma Arc Welding of SUS 304L
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ABSTRACT The stainless steel sheet which is one of primary barrier components for membrane on LNG
ship is ordinarily welded by either TIG or PAW. The  weld shapes of acceptant tolerance for membrane
constructicn are scripted by G.T.T.(Gaztransport & Technigaz)‘s rules such as penetration depth, weld
throat and weld length etc. This paper presents relationship between weld metal shear strength and weld
penetration formed with plasma arc welding.

The results show penetration depth is not decisive factor on shear strength, but weld throat and length.
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Fig. 1 schematic illustration of lap welding.
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Fig. 2 schematic diagram of weld profile for laps weld
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Fig. 3 Weld macro-section shapes and shear
strength on peak current.
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Fig. 4 Weld macro-section shapes and shear
Strength.
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