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A Study on Development of the Automated System for In-pipe Welding
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Table 1 Welding Parameters and their limit

Variables Value
Thickness (mm) 14, 16, 18
Pass No. 3,4.5

Welding Position(®) 0, 45, 90, 135, 180

Groove angle() 60

Journal of KWJS, Vol. 26, No. 5, October, 2008



stolZ W& AP Al w3 A7

17

g3t P 100%C0.8 RE7kAg AMS3)
o] FCA(Flux Cored Arc) £4& F335oH, &
Eole 15mm, EXZ, 9921 % Dwell timeES
Ztztel axzAE e A £ £4HE 3l A
o Ao} 2AY F olFAle] WL WAIE] s
AHe| HlgREo] HAES FHoE AT
Fig. 1& £ Q7oA mho]Z YR EHS e 43
£ (welding position) & YeRAT, F7H& 45°
ez 5z BEsiyen Azke] 33initt §3A
A Rr], #9587, $9E7], $HYR7],
17 AADE delsk] Ade At 4R
Z £44F 2 olaAddS ASsl BF £32dE
Azsla 79E FRo £HVI=E &I A
olARUH YA 28-E o] &3t

£33 F APHY FZF2 Fig. 204 Ee uie
Zo] Aoz FiPsio] A, HEE SPoR
gl ¢ JEE AES YAt 53] dAA

s (5)Angle of slope: 180°

i " /\
f@'ﬁ i [yg;“’?&%}% (((4)Angleolstope: 135°
4 P
4 1 ::"
1%
|
G, |

R

2
45

{21
. (2)Angleofslope: 45°

han S

[J (1)Angle of siope: 0°

Fig. 1 Configuration of each welding positions
for experiment

(a) 14mm, 90°

(b) 16mm, 135°

Fig. 2 Weld specimens after experiment for
measuring the bead geometry
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(b) Analysis and simulation window for welding conditions

Fig. 4 A typical sample for selection of the
optimal welding conditions using the
developed system
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Fig. 5 Developed in-pipe welding equipment
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Fig. 6 Flowchart for controling the developed
in-pipe welding equipment
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using the developed system
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