#36% %4 B’

2015 %4 A

TRANSACTIONS OF THE CHINA WELDING INSTITUTION

¥ 1% Vol. 36 No. 4

April 2015

BRI TIG T RIF42 R EPE & B EEM

WA,

O @ T EAOSUE L TIG FIRHAT BROTEEAY  Jf8 i 74 100 B TR i A A 9 3
IR AN TR 1 B BT B 3 B ST RARA TR AR L B S AT TR 4

FRA,
(PRI TR St e 5 4 5 A

K #E
=, B/RIE  150001)

R MR . 7R AR b
R R B P 8] B3O, XU TR AR

TR A B R R, AT VR B KA R E I RUR I s FE AR TR, 830 S A i 2 M 4 mm I 51 B4
2 ~4 mm [ BRBEGS T BUAR AOAE & RAF ROAREE A7 TE YR B ik 2 A 6 mm R AR R KR BRIE 5 2510 M
B ZFIAE 4 ~6 mm 2 [] I TR A AR AR 5 175 (00 Bt 25 1) B 5 2% T A2 1

KR . BUE N TIG TG ; RS, i
FESES: TG 444 CERFRIRAD: A

0 JF =]

Bt Tl e AR B AN BT e v i B R Al 45 4 7Y
o7 FH B R AR G B TR AR R TS A R AR
%, KRae T 220 SRR A Tl Al AR 7% v B A 5
Mr a5 R BT oK. e serb g i T AR e s A R T
20 R AR X RR 1
BV I O R FIRUE B TIG FEFTJE WU X MAG
YA FE2ETH , TETEE 2 ~4 mm [ BRAT, AT LLAS AR
JEA RIFEOFTIC R4, , Mt 25 T G B AR A4 T
SHER TR B m TR 8 3 SR a1 Sk i
O R PR SRR | R TR RS BE X L
e il 7 A DA ) P ARt 300 0 0 hn T R B Y A
AR EE AR T T IR AR B 77 A R0 A AR 355 S S, BHLAS:
TR BUINKR 45 T2 5L B A 42 2B P isp i iz H. A
I SR = N R R SRR L TIG 4T S A T A (] 4
M1 3 1Ak B 6 T I KR B8 U B R e 1 AT F O
P T e DR JE AR 2 AR v T i B 5 1) S
2RI s R, PR S R RSB AL %) 7 v DA TR
Yl BRI B F X T AR SE AR A & 15
M) , Fe A5 3 JEE AR OBUIUKER Pl fig AR/ R B i i 1
TR, Ry SR AR AR (LB S I I

1 EARM TIG 4T J& & 1K I

SCH R AL 9 XL XX TIG SR 22 A5 E4 TR AT

s B 2013 -09 - 11
BEE&£WH.: BRARF2EEERIITH (51175119)

JE G A
XEHES: 0253 —360X(2015)04 —0013 — 04

JEE, QL 1 7R, A st ARG SR 0 57 ) A v
T, JEAE Z (B4 30 ~50 mm HYHEES ﬁm%lml%ﬁm
BT 2 ~4 mm. TEFTIRAE A FR R a5 4 12
BOEAR —8, i 1 iR, S A2 20 kl/mn
R R AN T AT R S R R AL T e R
A INEE 2 iR,

FHE D 1]

BITIGH:

E1 EHRXEXTIGHKEREE

Fig. 1 Double-sided double TIG arc welding of thick plate
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Table 1 Welding parameters
VE(H B iR BIHEE  RHREE e
I,/A I,/A J/Hz Us/V  v/(ecmemin™")  I/mm
190 ~240 95~120 0.8 ~1.0 12~20 5~10 30 ~50
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Table 2 Chemical constitutions of low alloy high strength steel

C Si Mn Ni Cr Mo Fe
0.09 ~0.13 0.18 ~0.31 0.54 ~0.59 4.40 ~4.54 0.53 ~0.68 0.36 ~0.44 S
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Fig. 2 Dimensions of thick plate model
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Fig. 3 Groove forms of thick plate model
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Table 3 High-strength low-alloy steel thermophysical pa-

rameters
L P T RS
T/°C E/(Wem™'eoC 1) T/°C ¢/(Jkg™tech)
20 31 330.00 20 442.00
120 33 397.15 100 539.24
400 35 089. 60 250 601. 12
600 31 695.93 500 760. 24
700 27 831.07 750 981.24
800 24 352.18 800 1021.02
1 000 25 047.96 1500 1021.02
1200 25 743.74 3500 1021.02
2 000 27 543.12
3500 31 079.36
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Fig. 4 Three-dimensional conical heat source model
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Fig. 5 Backing weld cross-section with 2 mm root face
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Fig. 6 Backing weld cross-section with 3 mm misalignment
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Fig. 7 HAZ thermal cycle of single TIG welding
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Fig. 8 Penetrated weld with double arc backing weld
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Fig. 9 Nonpenetrated weld with double arc backing weld
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Table 4 Backing weld root fusion case of reserved 2 mm

groove gap
AR Y/mm
£l X/mm
0 1 2 3 4 5
0 A A B B B C
1 A B B B B C
2 A B B B B C
3 B B C C C C
4 B C C C C C
5 C C C C C C

x5 WiE3 mm ERITREERMBBESER
Table 5 Backing weld root fusion case of reserved 3 mm

groove gap
e Y/mm
Fli i X/mm

0 1 2 3 4 5
0 A A A B B B
1 A A B B B B
2 A B B B B C
3 B B B B C C
4 B C B C C C
5 C C C C C C
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Table 6 Backing weld root fusion case of reserved 4 mm

groove gap
R Y/ mm
Bl X/mm
0 1 2 3 4 5
0 A A B B B C
1 A A B B C C
2 A A B B C C
3 A B B B C C
4 B B B C C C
5 B B C C C C
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