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Characteristics of manual welding process on carbon steel repair welding
using buttering bead
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ABSTRACT, Methods of repair welding are different to production welding for welding position,
welding process, welding power source, heating methods. This study investigated proper the
welding process used the welding process SMAW and GTAW in the weldment of inconel filler
metals. Mechanical test showed that SMAW and GTAW process had higher mechanical properties
than those of material specification. Both SMAW and GTAW welding process can appy the repair
welding. In comparison , GTAW welding process had more higher mechanical properties in the
weldment.
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Table 1 Welding variables in welding process

Coupon No w6829 W6841
Process SMAW SMAW
Amp 120-150 130-150
Volt 21-24 20-23
Speed(cm/min) 17-25/5-8 12-18 / 6-8
Preheating N/A Min. 150°C
Coupon No W6830 W6842
Process GTAW GTAW
Amp 190~-200 190-200
Volt 15-17 12-16
Speed(cm/min) 10-20/6-18 10-17/6-8
Preheating N/A Min.150°C
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Fig.1 Welding coupon
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Fig. 2 Macro structure
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