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Study on Highly Efficient All-Position GTAW Process with Narrow Gap Groove(1)
K.Taki, H.Ohmori, S.Asai, T.Yamaguchi
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A | Table.1 Welding Conditions
@\} BEIOEX D RBBMBALTIGENE
HR—LE o ZEV—LE(EU8-h RArtHe, Y- H R Ar)
HAFRR o R —HA-5/min, & — JLEH R-201/min
£ 24574 CF TN TR (EUR-Rob 3L AR
¥ TAXHRREE © 0~58000 mm/min
Rmm BIEEE . 50~300 mm/min
B BEER © 80~400 A

Fig.1 Shape of Groove
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Fig2 Welding Speed Range to Maintain Weld Pool
at High Deposition Rates

Fig.3 Effect of Hot-wire on Deposition Rate

(a) Flat Positon (b) Overhead Positon

Fig4 Typical Appearance of Bead Cross Section
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