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Schematic of PAW-TIG coupling arc welding
system
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Fig. 2 Determination of x, y coordinate axis in welding
arc pressure test system
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Table 1 Elements composition of filling wire
C Mn Si S P Ni Cr Mo Cu
0.06~0.15 1.40~1.85 0.80~1.15 = 0.025 = 0.025 =0.15 =0.15 =0.15 = 0.50
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Fig. 3 Arc morphology of independent and coupled arc
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Table 2 Process parameters of arc shape acquisition test
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Fig. 5 Comparison of weld penetration and width under
different welding methods
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Fig.6 P-T Weld front and back forming and cross
section macroscopic morphology
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Fig. 7 Weld pool state diagram of P-T filling welding process
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Fig. 8 Microstructure of P-T welding weld zone
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Fig. 9 Microstructure of P-T welding fusion zone
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