2005HF FH st=lELfs LEES 20054 118, ZY AME

2E A% vl 9@ Sehxv} oj= §HA B A7

A Study on Plasma Arc Weldability by Root Gap and Misalignment
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ABSTRACT Plasma arc welding(PAW) technology is a proven process that has already been adopted
by other industrial fields and recently has been considered to join the tank structure of LNG carrier. The
purpose of this study is to introduce PAW process for the root welding of stainless steel pipes instead of
TIG welding. There are distinctive features of the PAW compared to TIG welding; higher energy density
that can increase welding speed by more than twofold, and longer arc length that can be controlled to
trace seam line easily because of allowable gap between workpiece and torch. However, PAW process is
also very sensitive to the root gap and misalignment due to the characteristics of long and narrow arc
shape. So, we have done various experiments to establish the allowable fit-up condition by changing
welding parameters including arc length, with or without filler metal, groove shape, and obtained
satisfactory results.
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Fig. 5 Back bead appearance and penetration
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Table 1 Welding parameters A5}
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wire | (A) |(CPM)| Gas | Remark
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