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Development of high efficiency welding method for heavy wall bending roll pipe
by T. Yamaguchi, C. Shiga, Y. Nakano, K. Akahide and N. Nishiyama
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Table1 Welding conditions used for first pass < 60
E
Lead | Middle | Trail Speed | Heat input a x
Cod
Clw v LW W e lemming (kiem) £ 40 S
1 {700-35 |500-40 | — | 90 297 7
r 20t
2 |700-35 | 600-42 | 500-42 | 90 471 F
3 | 700-35 | 600 -42 | 500-42 | 70 606 0 2 4 6 8 10 12
4 | 700-35 | 600-42 | S00-42 60 707 Gap at surface: g{mm)
5 [1020-35 | 930-38 | 800-38 | 65 936 . ) .
Fig.2 Effect of root gap on applicable maximum
heat input for first pass welding
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Fig.3 Effect of groove angle on penetration depth 28 bz -
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Fig.6 Groove accuracy after pipe forming and
tack welding

Fig.4 Method of edge preparation for X-groove
with three nozzles
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Photo.1 Macrostructure of welds by three electrode large

Fig.5 Relation between edge preparation and groove ’ " )
heat input welding with X-groove {t=44.5mm)

dimensions after pipe forming (X-groove)

— 145 —

NI | -El ectronic Library Service



