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A— Root pass
’ ’ B— First pass of each layer
’ C— Final pass of each layer
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. 2000— 09— 26 Fig. 1 Build— up and welding sequence for

* (9821320D) horizontal fillet welding
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Table 1 Types of build— up and sequence for various joints

Build - up method of joints

<

Multi - pass one layer (straight bead)

N

One pass one layer( wave weld)

Type II
(Type 1 + Type II)

2.2V

2V
Fig. 2 Build up and welding sequence for V groove
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Fig. 3 Surface profiles in horizontal fillet weld
obtained from the two-dimensional analysis
(Co—Dimensionless quantity of Co; Co—Cross sectional area of

deposit; 6 —Surface tension; P —Density; g —Gravitational acceleration)
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of welding seam

Across area of
welding seam

The largest
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of each bead;The
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bead number{a,}

Make the actual bead
number equal to the
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Fig. 4 Flow chart of the program for multipass welding
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Fig. 5 Photo of a welded joint
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