Chapter 1

WELDING PROCESSES

1.1INTRODUCTION TO WELDING PROCESSES

Modern welding technology started just before the end of the 19th century with
the development of methods for generating high temperature in localized zones.
Welding generally requires a heat source to produce a high temperature zone to
melt the material, though it is possible to weld two metal pieces without much
increase in temperature. There are different methods and standards adopted and
thereisstill acontinuous search for new and improved methods of welding. Asthe
demand for welding new materials and larger thickness components increases,
mere gas flame welding which was first known to the welding engineer is no
longer satisfactory and improved methods such as Metal Inert Gas welding,
Tungsten Inert Gaswelding, electron and laser beam welding have been devel oped.

In most welding procedures metal is melted to bridge the parts to be joined so
that on solidification of the weld metal the parts become united. The common
processes of this type are grouped as fusion welding. Heat must be supplied to
cause the melting of the filler metal and the way in which thisis achieved is the
major point of distinction between the different processes. The method of protecting
the hot metal from the attack by the atmosphere and the cleaning or fluxing away
of contaminating surface films and oxides provide the second important
distinguishing feature. For example, welding can be carried out under a shield
comprising of a mixture of metal oxides and silicates which produce a glass-like
flux, or the whole weld area may be swept clear of air by a stream of gas such as
argon, helium or carbon dioxide which is harmless to the hot metals.

There are certain solid phase joining methods in which there is no melting of
the electrodes, though heat is produced in the process. The melted and solidified
cast metal isnormally weaker than the wrought metal of the same composition. In
the solid phase joining such melting does not occur and hence the method can
produce joints of high quality. Metals which are dissimilar in nature can also be
readily welded by this process. In the normal process joining of dissimilar metals
will present problems because of the brittleintermetallic compounds formed during
melting. Since thework pieces are closely pressed together, air is excluded during
the joining process.

The welding processes covered in this chapter are gas welding, arc welding
which includes manual metal arc welding (MMA), tungsten inert gas shielded arc
welding (TIG), gas metal arc welding (MIG, MIG/CO,), submerged arc welding
(SAW), etc. High energy density processeslike electron beam welding, laser beam
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welding, plasma welding are also dealt with. Pressure welding and some special
welding techniqueslike el ectro-dlag welding etc. areal so discussed in detail. Figure
1.1 shows the broad classification of the welding processes.

Though the different processes have their own advantages and limitations and
are required for specia and specific applications, manual metal arc welding
continues to enjoy the dominant position in terms of total weld metal deposited.
TheTIG process producesthefinest quality weld on all weldable metalsand alloys.
The arc temperature may be upto 20,000 K. Although TIG welding produces the
highest quality welds, it isaslow and expensive process. Metal inert gas welding
process (MIG) is economical with consumable electrode fed at a predetermined
rate.

Plasma arc welding (PAW) has made substantial progressin utilising the high
heat energy of an ionised gas stream. The jet temperature can be as high as 50,000
K. Foils down to athickness of 0.01 mm can a so be welded in this process and
hence this process is more useful in electronic and instrumentation applications.

All the processes like TIG, MIG and PAW can be successfully used for either
semi-automatic or automati ¢ applications. But they areall open arc processeswhere
radiation and comparatively poor metal recovery put alimit onusing high currents.
High productivity and good quality welds can be achieved by submerged arc
welding process with weld flux and wire continuously fed. The slag provides the
shielding of theweld pool with provision for addition of aloying elementswhenever
necessary.

Electron beam welding and laser welding are classified under high energy density
processes. Figure 1.2 shows the heat intensity (w/sg.cm) and heat consumption
(wh/cm) for different welding processes discussed above.

For efficient welding the power source should provide controlled arc
characteristic necessary for aparticular job. In one case aforceful deeply penetrating
arc may be required, while in another case, a soft less panetrating arc may be
necessary to avoid ““burn through”. The welding process will also require a
particular type of power source. Table 1.1 gives the power source required for
widely used welding process. The process details are discussed in the following:

Table 1.1 Power source for arc welding process

Process Output Current Polarity
Characteristics

Shield metal variable AC orDC DCSP

arc, TIG, voltage DCRP

Submerged arc* AC

Flux cored constant DC DCSP
voltage DCRP

Gas Metal arc constant DC DCRP
voltage

*n some applications, the SAW process can use constant voltage DC also.
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Fig. 1.2. Heat intensity and heat consumption for different welding processes
1.2DETAILSOF WELDING PROCESSES

1.2.1 Gaswelding

The most important process in gas welding is the oxygen in the oxygen-acetylene
welding. Other fuel gases are also employed in the place of acetylene. The
temperature ranges for different fuel gases are given in Table 1.2.

Table 1.2 Temperature ranges for different fuel gases

Fuel gases Max. Temp °C Neutral Temp °C

Acetylene 3300 3200

Mythyl acetylene 2900 2600
propadiene

Propylene 2860 2500

Propane 2780 2450

Methane 2740 2350

Hydrogen 2870 2390
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Oxy-acetylene welding process can be used for joining a variety of metals.
Oxygen gas is produced from commercial liquefaction of air. The liquid air is
allowed to boil and when nitrogen and argon escape, pure liquid oxygen is left
with. The gasis compressed in cylinders at a pressure of 15 MPa.

Acetylene gas (C,H,) is produced by the reaction of calcium carbide (CaC)
with water (H,0).

CaC,+2H,0=CH, + Ca(OH),

Acetylene gas has the tendency to explode if the pressureis increased. So the
gasis dissolved in acetone (CH,-CO-CQO,) liquid which acts as a solvent for the
gas. One volume of acetone can absorb about 25 volume of acetylene per
atmosphere. The acetylene gasis usually compressed at 1.7 MPa.

The acetylene cylinder will be packed with porous calcium silicate, so that the
liquid is distributed in fine form and the gas is aborbed in an effective way. The
cylinders are fitted with fusible safety plugs made of alow melting alloy (melting
point around 97°C) which will allow the gasto escapeif the cylinders are exposed
to excessive heat.

Flame characteristics
When acetylene burns with oxygen the reaction can be given in the form
2C,H,+50,=4CO, +2H.0
Thus one volume of acetylene combines with 2.5 volume of oxygen. But in
practice, the volume ratio will be 1:1 from cost point of view.

Fig. 1.3 Combustion zones in gas welding

The normal combustion zonesare shownin Fig. 1.3. The flame hastwo zones—
an inner zone where the temperature will be high and is governed by the primary
reaction

CH,+0,=2CO+H, + 105 kCal
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and an outer zone where the carbon monoxide (CO) formed by the above reaction
will combine with oxygen according to the secondary reaction
2CO0+0,=2CO,+68kCd
2H,+0,=2H,0+58kCad

Thus combustion takes place in two stages.

1. Oxygen and acetylene (O, and C,H,) in equa proportions by volume, burn
in the inner white cone. In the cone the oxygen combines with the carbon of the
acetylene to form CO, while hydrogen is liberated.

2. On passing into the outer envelope of the flame, two separate reactions
take place as combution is compl eted. The carbon monoxide combineswith oxygen
from the atmosphere and burns to form carbon-di-oxide CO,. The hydrogen also
burns with O, from the atmosphere to form water vapour H,O.

Depending ontheratio of CH, : O,, threetypes of flame can be obtained as
given below:

1. Reducing flame when C,H_/O, is greater than one.
2. Neutral flame when C H,/O, is equal to one.
3. Oxidising flame when C H,/O, isless than one.

The reducing flame (also called carburising flame) will have unburned carbon
which may be added to the weld during welding. Carbursing flame may be fit for
welding high carbon steel or for carburising the surface of low carbon or mild
steel.

Neutral flame is invariably used for welding of steels and other metals. In
oxidising flametheinner zone becomesvery small and aloud noisewill beinduced.
Oxidising flame givesthe highest temperature possible. The maximum temperature
of oxy-acetylene flameis 3100-3300°C and the center of this heat concentration is
just off the extreme tip of the white cone. Oxidising flame will introduce oxygen
into the weld metal and so not preferred for steel. A dlightly oxidising flame is
used for welding copper base alloys, zinc base alloys, cast irons and manganese
Steels.

The welding torch has a mixing chamber in which oxygen and acetylene will
be mixed and the mixture isignited at the torch tip. The pressure of oxygen and
acetylene can be equal and the hand valves are adjusted to get supply of gas under
sufficient pressure to force in into the mixing chamber. Torches are also designed
to operate with low acetylene pressure to enable to draw more completely the
content from the acetylene cylinder. To extinguish the flame, the fuel gas should
be turned off first followed by the oxygen. In the event of back fires, the oxygen
should beturned off first to prevent theinternal temperaturesfrom being excessively
high and damage the blow-pipe.

While welding plates of thicknesslessthan 3mm, no filler wires are used. Such
welding is known as puddling.

For larger thickness of plates a filler rod is used. The filler rod is held at
approximately 90 degreesto the torch. When selecting thefiller rod the following
working formula may be used.

upto 5 mm thick (butt weld) D = T/2
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for Veeweldsupto 7 mm D =T/2 + 0.8 mm

T isthe thickness of the plate in mm and D is thefiller rod diameter in mm.

Welding can be carried out in two ways. Oneisthat in which the torch movesin
the direction of welding with thetorch inclined at 65 deg. to the weld deposit. This
is known as forehand technique. In the back hand technique the torch will be
inclined at 45 deg. to the unweld region as shown in Fig. 1.4.

Fig. 1.4 Welding methods in gas welding

In gas welding full penetration upto about 10 mm thickness can be obtained

and asingle passwelding can be done. Theweld geometriesfor different thicknesses
are shown in Fig. 1.5.

Fig. 1.5 Weld geometries for different thicknesses in gas welding
(Sources: A.C. Davies, The Science and Practice of Welding, Vol 2,

Cambridge University Press, N.Y., 1989)
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A weld puddle is established first by the gas torch. Then the torch is moved
forward in different shapes, such as circular path, zig-zag path, oscillating path
etc., ensuring in each case that sufficient time is given to obtain maximum
penetration.

Gas welding is more suitable for thin plates and sheets as its flame is not as
piercing as that of arc welding. Welding time is also comparatively longer in gas
welding and heat affected zone (HAZ) and distortion arelarger thaninarc welding.
The gases which are generally expensive are to be properly stored.

Oxy-acetylene flame can also be used for cutting operations, known as flame
cutting. Wheniron is heated to atemperature of about 750-870°C, it reactsrapidly
with oxygen to form iron oxide whose melting point is lower than that of stedl.
The heat generated will be sufficient to melt iron oxides and also some free iron.
The cutting torch has acentral orifice of oxygen jet surrounded by severa orifices
of oxygen-acetylene mixture to produce the required heating. Thus oxygen supply
is ensured for the formation of iron oxides during the cutting operation.

1.2.2 Fusion arc welding

1.2.2.1 Shielded metal arc welding (SMIAW) and submerged arc welding (SAW)
Shielded metal arc welding

Shielded metal arc welding (SMAW) is amanual process of welding and is a
common and versatile method used for joining shapes that cannot be easily set up
for automatic welding methods. In this method a solid electrode with an extruded
backed-on-coating material isused. A typical SMAW method isshownin Fig.1.6.
The arc is struck by short circuiting the electrode with the work piece. Welding
current is chosen according to the electrode diameter, type of electrode, and the
kind of welding job. The arc voltageis determined asfunction of the arc length. In
MMA it will be very difficult to keep a uniform arc length. When welding with

Fig. 1.6 Shielded metal arc welding
(Courtesy : Welding Hand Book AWS, USA, 1966)
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basic electrodes, where metal transfer causes short circuit, the dynamic short circuit

current has to be limited to avoid evaporation and blowing apart of the drop. The

weight of the weld metal deposited per unit time is proportional to the current

intensity. The electrodes are thoroughly dried or baked after production, bacause

moisture will cause an unstable arc, heavy spatter and porosity in the weld metal.
The coating of the electrode has got several functions:

(a) Electrodematerial burnsoff faster than the coating flux that formsacrucible
and this shields the arc from the atmosphere.

(b) Fux removes the impurities from the molten metal.

(c) A gaseous envelope devel oped by the decomposition of the ingredients of
theflux coversthe molten weld pool, thereby protecting it from atmospheric
contact.

(d) During cooling, the slag formed on the top of the weld metal acts as a
protective cover against contamination by the atmosphere.

(e) It provides aloy addition to the weld metal.

Flux also (a) helps to start and maintain the arc, (b) helps to deoxidise and
refine the weld metal, (c) helps to control the weld bead profile and reduce the
weld spatter, (d) helpsto control viscosity of the slag so that vertical and overhead
welding is made possible. Arc voltage and current intensity, thermal energy and
mode of metal transfer are controlled by the coating.

The electric power source can be AC transformer or DC generator. Carbon
steels from 3 mm to 60 mm can be welded easily with work piece as one polarity.
Power sources of constant current type having drooping characteristics are used
for MMAW process. Power sources of the constant voltage type are not suitable.

The heat developed by the arc is given by

W (joules) =V (volt) x A (amps) x t (sec)

If the arc istravelling at a speed of S mm/minute, the heat input rate (HIR) of
the arc will be

HIR=V x A x 60/S Joules'mm length of the joint.

Though AC or DC power source can be successfully used, DC power sourceis
suitable for al types of electrodes. With AC source some non-ferrous type and a
low hydrogen ferritic type electrodes may not give a stable arc. Both starting and
maintaining ashort arc will be easier with DC power. Vertical and overhead welding
on thick sections will be easier with DC. In DC straight polarity (i.e. electrode
negative) can be used for MMAW of all steels; but not for non-ferrous metals.
With straight polarity, more of the arc heat is concentrated on the electrode and
consequently melting and deposition rates are higher, welding is more rapid and
theworkd pieceislesssusceptibleto distortion. Reverse polarity (el ectrode positive)
is used with basic low hydrogen electrodes and for most non-ferrous metals. For
sheet metal welding, D.C. straight polarity minimises burn-through problems
because of its shallow penetration. D.C. however, can cause problems of arc blow,
specially so when welding ends of joints, corners etc. A.C. does not present such
problems.
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Theelectrode size refersto the diameter of itscorewire. Current range depends
on the diameter of the electrode. For light job where over-heating must be avoided,
small size electrodes (e.g. 1.6mm - 2mm) can be used with current 25 ampsto 40
amps. For heavy work where maximum heat for adequate fusion is necessary,
electrodes of large size and high current capacity e.g., 5 mm - 6.3 mm with 240 -
320 amps can be used.

The core wireis rimming quality steel. Semi-killed or fully killed steel which
gives the best performance is also used as it is cheap to produce. Rimming is the
method of deoxidizing the steel in the final stages of its production. The silicon
content of rimmed steel is 0.03%, in semi-killed steel it varies from 0.03 - 0.1%
and in killed steel it is over 0.1%. In the selection of electrode quality wire, the
silicon content should not exceed 0.03%. Rimming quality steel will givegood arc
stability, uniform melting, fine globular metal transfer. Sulphur in the core wire
has to be controlled (0.03%) as otherwise, it will lead to hot cracking. Manganese
addition (upto 1%) will suppress the harmful effects of sulphur.

Standards are available regarding the types of electrodes to be used in MMA
welding for different kinds of steel. Following are some typical examples:

AWSAL.11981 Specificationsfor carbon steel covered arc welding electrodes.
IS 815 1974 Covered electrodesfor metal arc welding of structural steels.
AWSAS5.51981 Low alloy steel covered electrodes
IS1395 1982 Low and medium alloy steel covered electrodes.
AWS5.4 1981 Corrosionresisting Chromium and Chromium Nickel covered
electrodes
(1S 5206 - 1969)

The electrode standards prescribe the tensile and impact properties and other
supplementary tests which are not related to the code symbols, but are meant to
evaluate the performance of an electrode and its suitability for welding certain
grades of steel.

In welding high carbon and alloy steels, difficulties may be encountered dueto
increased hardness and reduced ductility. Electrode core wire of the same
composition asthat of base metal should be preferred. Craters should never be left
unfilled. Low alloy steel electrodes are mostly basic low-hydrogen type covering
with or without the addition of iron powder.

Chromium steels should be preheated to 280-320°C and anneal ed after welding
to restore normal hardness. Since chromium easily combines with oxygen to form
oxides, the electrodes coating should produce fluid slag which can dissolve the
chromium oxides.

In the case of chromium-nickel steels, the holding time at high temperature and
the heat input should be reduced to a minimum. Titanium or Niobium should be
added with the core wire of the electrode and titanium oxide is the usua flux
material. Because of itshigh electrical resistivity stainlesssteel electrodesget rapidly
overheated during welding. So the welding currents are lower (20 - 30%) for a
given sizethan for ordinary mild steel. D.C. power supply with electrode positive
ispreferred for stainless steel electrodesasthiswill help good fusion of the electrode
dueto high liberation of heat. Theferrite number of stainless steel el ectrode should
bein the range of 4 to 10.
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MMA welding technique can also be used for improving surface properties of
certain components like resistance to friction, wear, impact, abrasion, erosion,
oxidation and corrosion. In such cases surfacing electrodes - also known as hard
facing electrodes—are used as the filler rod. This technique can also be used for
building of worn—out components.

Submer ged arc welding (SAW)

Submerged arc welding isamethod in which the heat required to fuse the metal
is generated by an electric current passing through between the welding wire and
the work piece. Thetip of the welding wire, the arc and the weld area are covered
by alayer of granular flux. A hopper and afeeding mechanism are used to provide
aflow of flux over the joint being welded. A conveyor tubeis provided to control
the flow of the flux and is always kept ahead of the weld zone to ensure adequate
supply of flux ahead of the arc.

Figure 1.7 showsatypica SAW process. Theintense heat evolved by the passage
of the electric current through the welding zone melts the end of the wire and the
adjacent edges of the work pieces, creating a puddle of molten metal. The puddie
isinaliquid state and isturbulent. For thisreason any slag or gas bubbleisquickly
swept to the surface. The flux completely shields the welding zone from contact
with the atmosphere. SAW can use much higher heat input and has slower
solidification and cooling characteristics. Also the silicon content will be much
higher in submerged arc welding, if careis not exercised in selecting proper flux
material. SAW can be used for welding of materials in higher gauges.

SAW has the advantage of high weld metal quality and smooth and uniform
weld finish. Deposit rate, deposition efficiency and weld speed are high. Smoke
and arc flash are absent in SAW. The operator's skill isminimumin SAW anditis
extensively used in heavy steel plate fabrications.

Fig. 1.7 Submerged arc welding
(Courtesy: Welding Hand Book @ AWS, USA, 1966)
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Submerged arc welding can be carried out with DC source of constant voltage
or constant current type and AC power sources of constant current type. Themain
requirement of SAW power source isthat it should be capable of supplying heavy
current at high duty cycle. D.C. power can give easy and accurate arc start. Control
of bead shapeisbest with DC with el ectrode positive, while high deposition rateis
obtained with el ectrode negative, though the penetration will be shallow. DC power
source also gives good depth of penetration and weld speed and good
manoeuverability to weld difficult contours at high speed. DC with electrode
positive (reverse polarity) can also ensure stable arc and small weld puddle. ACis
generaly preferred for larger diameter (> 4 mm) wires.

The power source should berated at 100% duty cycleand not at 60% asrequired
for manua welding. Most SAW operation is done in the current range of 200 -
1000 amps. Because of theflux cover, arc starting can be difficultin SAW; however,
several starting techniques like molten flux start, sharp wire start, high frequency
start etc., can be adopted to initiate the welding process.

Bare wires are used as electrodes; but in recent times flux cored wires (tubular
wires carrying flux in the core) have been introduced. Since the electrodes are
mechanically driven, they haveto be properly tempered. American Welding Society
Standards AWS A. 5.17, A 5.23 and Indian Standards IS 7280 give the required
specifications for carbon steel and low alloy steel electrodes.

The flux used in SAW should not evolve appreciable amount of gases under
intense heat of the welding zone. It should be of granular form and capable of free
flow through the feeding tubes. Agglomerated fluxes and sintered fluxes are
commonly used. Width and depth of flux will affect the shape and penetration of
the weld. If the flux layer is shallow, porous weld will result. If the layer is too
deep, the weld will be rough and uneven. All fluxes produce some changesin the
chemical composition asthe el ectrodeis melted and deposited asweld metal. Some
fluxes add alloying elements (such as moly and Nb) deliberetely.

Quality of theweld deposit depends on the type of flux, the electrode, thewelding
current, arc voltage, speed of arc and heat input rate. Thus the process variables
are:

(a) Welding current and voltage.

(b) Welding speed and electrode stick out
(c) Width and depth of flux

(d) Joint design

Welding current controls the rate of electrode melting, the depth of fusion and
the amount of base metal melted. Excessively high current will produce adigging
arc and the weld may melt through the backing. At high currents drops begin to
transfer directly through the arc cavity into the weld pool. Other side effects are
undercuts, highly narrow weld seam and alarge HAZ. At low currentslargedroplets
form on the electrode tip which get transferred to the weld pool through the slag at
the periphery of thearc cavity. Too low acurrent will produce an unstablearc. The
optimum ranges of current for different wire diameters are given Table 1.3.
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Table 1.3 Optimum range of current for different wire diameter

Wire diameter (mm) Current range (amps)
1.6 150 — 400
20 200 - 500
24 250 — 600
3.2 300 — 800
4.0 450 — 1000
5.0 600 — 1300
6.3 700 — 1400

Highwelding voltage will produce awider, flatter, less deeply penetrated weld.
A wider bead will increase the flux consumption. Low arc voltage will produce a
stiffer arc and may improve the penetration in a deep groove joint. However, slag
removal will be difficult in such cases.

Thewelding travel speed influences the weld size and penetration. High speed
will result in undercuts, arc blow, porosity and uneven bead shapes. The bead
shapeisessentially controlled by the welding speed. Too low aspeed will produce
heavy reinforcement and cause slag inclusions.

Electrode stick out is the length of the wire extending beyond the tip of the
contact tube above the work piece. Higher stick out will increase the deposition
rate. However, too high a stick out will soften the wire due to heating and hence
stiffness of the wire will be lost. Increased electrode stick out reduces the energy
supplied to the arc, resulting in lower arc voltage and different bead shape. The
depth of penetration isal so decreased. Maximum electrode stick outs recommended
are

75 mm for 2.0, 2.4 and 3.2 mm wire dia

125 mm for 4.0, 4.8 and 5.6 mm wire dia

Theheat input rate (HIR) affectsthe microstructure of theweld metal and HAZ.
The higher the heat input rate, the lower is the cooling rate of the weld and the
HAZ of the parent metal. Weld and HAZ microstructure and toughness will be
dependent on the HIR.

U and V weld joints can be used in SAW. Because of the high current used in
SAW, abacking isaways necessary for this process. The backing may be provided
by means of flux, backing strip, or through the weld metal itself deposited by
MMA process. The common defects encountered in SAW are slag inclusions,
porosity and cracking of welds. The process variables mentioned may introduce
these defects, if not properly adjusted to suit the welding condition.

Submerged arc welding is considered as an excellent and efficient process to
use on nearly all ferrous metal welds of exceptionally good quality. Carbon, alloy
and stainless steels upto 12 mm thick can be safely welded in single pass, while
thicker cross section requires multi-pass welding. Though the arc speed and the
metal deposition rates are superior to other welding processes, the only limitation
isthe positional welding. Because a granular flux must be used to shield the weld
metal, in practice, only flat position welding is done or inclination upto 15° from
flat can be used.
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Narrow gap welding in thick plates will reduce the weld metal deposit and
welding time. NGW can be successfully carried out by SAW (aswell asthe MIG/
CO,) process. With the SAW process good shape welds without spatter can be
obtained. However, slag removal between passes, visual inspection of each
individual pass may become problems. In MIG/CO, process of NGW, arc stability,
effective gas shielding and the effect of magnetic fields on the arc may cause
problems. Narrow gap welding is best suited for circumferential joints of pressure
vessels. The gap width can range from 15 mm to 22 mm, and suitable electrodes
for 3.2 mmto 5 mm dia are to be used. Wall preparation and joint fit-up require
high level of accuracy.

Flux cored arc welding (FCAW)

Itis somewhat like submerged arc and shielded metal arc welding, except that the
flux is encased in a metal sheath instead of being laid over the wire. The weld
metal isshielded by the metal flux and by agaseous medium, either being externally
supplied or evolved from flux. Some cored wireshave been designed for all position
welding, but theweld puddleis still somewhat difficult to control, specialy in the
overhead position. Carbon steel and stainless steel flux cored wires are available.
A schematic diagram of flux cored wire welding processis shownin Fig. 1.8.

Fig. 1.8 Flux cored wire welding (Courtesy: The procedure Hand Book of Arc Welding @
The Lincoln Electric Co., Cleveland, USA, 1973).

Sincetheflux isinthe core of the electrode wireitself, it helpsin mechanisation
of the welding process by introducing continuous wire feed. The flux coated
electrode on the other hand failsin a situation where reeling or coiling of the wire
isdone. Thisisthe major constraint in using covered electrodesin shapes of stick
form.

The functions of the flux are the same asin MMA welding, i.e., it providesthe
shielding gas through chemical decomposition, acts as deoxidiser or scavenger to
produce sound weld metal, forms a slag which will float on the molten weld metal
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and protect it from atmosphere when solidification takes place, stabilizes the arc
and in some cases can add alloying elements to the weld metal.

Flux cored arc welding can be carried out in both semi-automatic and fully
automatic method. The flux cored arc process can be adopted with or without gas
shielding. The metal transfer isin the form of (a) globular, (b) spray or (c) short
circuiting. The flux in the core forms a molten slag as soon as the electrode
establishes an arc and subsequently a weld pool. The arc is shielded by a gas
evolved during the decomposition of the flux. A separate gas shield can also be
used which will ensure a positive shielding of the arc. DC is used for flux cored
wire. Constant voltage power with slope and inductance control is recommended
for this process. Flux wire process gives faster deposition rate and lowerswelding
cost. Fully automatic welding can be made in vertical seam welding. It can be a
good substitute for electroslag or electrogas welding wherever the latter cannot be
used effectively.

FCAW has high deposition rate due to stub elimination. Flux cored wire gives
less spatter and improved weld finish due to arc stabilization and slag-forming
compounds at the core, which leads to less porosity. Flux core wires use standard
tube materials and the required chemistry is achieved through alloy powder
introduced into the core. Flux core wires have great advantage in continuous hard
facing work and also in welding steel pipesinvolving 360° welding.

The corewill havevarious elementswhosefunctionsare different. Thefollowing
gives the important common core elements and their functions:

Ti, Si, Al and Zr — Deoxidiser

Calcium — Shielding and slag formation
Carbon — Hardness and strength
Chromium — Corrosion resistance

[ron — Base deposit

Manganese prevention =~ — Deoxidiser, Hot shortness

Moly and Nickel — Alloy addition

Sodium, Potasium — Arc stabiliser and slag formation.

External shielding gasesarealso used in many FCAW processes. CO, shielding
gas gives deep penetration and globular metal transfer across the arc. Alloying
elementslikeCr, Ni, Moly inlow alloy weld metalsare not affected by the oxidizing
atmosphere of the CO, gas. Deoxidising agents (Al, Ti, Zr and Si) are added to the
core to compensate for the oxidising effects of CO,. Thelevel of oxidising agents
inthe cored electrode iskept sufficiently high to avoid formation of CO which can
get entrapped in theweld deposit and form porosity. CO, shielding will give greater
resistance to hot cracking. This is due to the reduction of hydrogen, phosphorus
and sul phur in the deposited weld by oxidation during welding. Weld metal ductility
and toughness are al'so improved with CO, shielding. If argonis added to CO,, the
Ar/CO, mixture gives a spray type metal transfer and penetration is moderate.
Generally Ar/CO, mixture gives a higher tensile and yield strength of the weld
metal and is mainly used for out-of-position welding of pipes of low alloy stedls,
because of better arc stability and manoeuverability.

Generally welding with self shielding method gives weld deposits with lower
ductility and impact strength than that with standard gas shielding method. Thisis
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because thelevel of deoxidising agentslike Al, Ti will be morein theformer case,
which may promote bainitic structure in the weld affecting its toughness. Self
shielding wires are widely used in hardfacing.

AWS classification of Flux cored wires (AWS A5.20-1979) for welding C-Mn
stedl gives the designated figures as

ExxT—forexampleE6OT -8

The first letter E designates electrode wire. The second letter 6 indicates the
tensilestrengthinksi. Inthe exampleitsvalueis420 MPa. Thethird letter indicates
primary welding position. e.g., O- flat and horizontal and 1 isfor al positions. In
the example it is flat and horizontal position. T stands for flux core wire and the
last figure indicates the weldability and performance capability. In the present
example it shows the high crack resistance and good notch toughness at — 15°C.

The AWS specifications of the core wire are

AWS A5.20 1979 Carbon steel electrodes for flux cored arc welding.

AWSA 5.22 1980 Fux cored chromium and chromium-nickel steel
electrodes

AWSA 5.29 1980 Low alloy stedl electrodesfor flux-cored arc welding.

In general, increasing the welding current will increase weld deposit rate and
penetration. Low currentswill producelarge droplet transfer and spatter. Similarly,
increase in arc voltage will result in spatter and a wide weld bead of irregular
profile. With self shielded electrodes thiswill result in excessive nitrogen pick-up.
Low voltage will give shallow penetration. The electrode extension must be kept
at optimum length, otherwise unsteady arc and spatter will occur. Similarly low
welding speed will cause overheat of the base metal and will give rise to burn-
through problems in thinner plates. Too high a speed will affect the bead profile
and penetration. The electrode angleto the vertical (drag angle) should be between
5° - 15° in gas shielded method and 20° - 45° for self shield method. FCAW is
used extensivly for large scale hardfacing through automatic processes.

The main advantages of self shielded flux cored arc welding can be summarized
asfollows:

(a) Thedeposition rateisaround four times higher than that of stick electrode
welding.

(b) It produces crack freeweldsin medium carbon steel's, using normal welding
procedures.

(¢) Mechanised welding is made easy.

(d) It eliminates stub losses and the time required for electrode changes.

(e) The processis adaptable to avariety of products.

1.2.2.2 Gas shielded arc welding
MIGand TIG

In gas shielded arc welding both the arc and the molten weld pool are shielded
from the atmosphere by a stream of gas. The arc may be produced between a
continuously fed wireand thework. Thisisknown asmetal inert gas (MI1G) welding.
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The arc may also be produced between non-consumable tungsten electrode and
thework piece. This processisknown astungsteninert gas (TIG) welding. InTIG
welding extra metal must be supplied separately to fill the joint. For TIG welding
the shielding gas is usually argon or helium, but for M1G welding the inert gases
can have additions of either oxygen or carbon-di-oxide depending on the metal
being welded. Carbon steels can be welded with carbon-di-oxide alone as shielding
gas and the processis then called "CO, welding".

MI1G welding (gas metal arc welding)

Gas metal arc welding is agas shielded process that can be effectively used in all
positions. The shielding gas can be both inert gas like argon and active gases like
argon-oxygen mixture and argon-carbon-di-oxide which are chemically reactive.
It can be used on nearly all metalsincluding carbon steel, stainless steel, alloy steel
and aluminium. Arc travel speed is typically 30-38 cm/minute and weld metal
deposition rate varies from 1.25 kg/hr when welding out of positionto 5.5 kg/hrin
flat position.

MIG weldingisawell established semi-automatic process. Continuouswelding
with coiled wire helps high metal depositions rate and high welding speed. MIG
giveslessdistortion and thereisno slag removal and its associated difficultieslike
interference with accurate jigging. Because of the good heat input control, MIG
can be used for non-ferrous welding with good results. However, since the torch
has to be very near to the job, there is a constraint where accessability is limited.
Spatter is high and so deposition efficiency is less. Absence of slag in solid wire
welding processes allows a higher cooling rate of the weld zone and hence joints
made with the process on hardenabl e steel s are susceptible to weld metal cracking.

The filler wire is generally connected to the positive polarity of DC source
forming one of the el ectrodes. Thework pieceisconnected to the negative polarity.
The power source could be constant voltage DC power source, with electrode
positive and it yields a stable arc and smooth metal transfer with least spatter for
the entire current range. AC power source gives the problem of erratic arc. So is
DC power source also with electrode negative. Power sources are rated at 60 per
cent duty cycle for semi-automatic and at 100 per cent duty cycle for automatic
continuous operation with maximum amperage of 600 amps and 1000 to 2000
amps respectively.

AC constant voltage power source, pulsed current constant voltage power source
or pulsed current power source with voltage feedback controlled wire system are
also in practice. Among these, constant voltage power source is generally used.
With a constant voltage power source, the welding current increases when the
electrodefeeding rateisincreased and decreases asthe el ectrode speed isdecreased,
other factors remaining constant. When the current value is increased the melting
rate of the electrode will also increase.

Inert gas usually argon, helium or a suitable mixture of theseis used to prevent
the atmosphere from contacting the molten metal and HAZ. The core of the gas
column ionized by the arc heat helps to maintain the arc. The metal transfer is
accomplished by (a) Short circuit transfer (dip transfer), (b) Globular transfer or
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(c) Spray transfer: The current requirement will be of the order of 50 - 300 amps,
and the voltage in the range from 16 to 45 V, depending on the type of metal
transfer.

Schematic diagram of the MIG processis shown in Fig. 1.9

Fig. 1.9 Gas metal arc welding MIG (Courtesy: The Procedure Hand Book of Arc Welding
@ The Lincoln Electric Co., Cleveland, USA, 1973)

CO, gasis used asthe shielding gasin GMA welding of steel plates. The flow
characteristics of CO, are such that the gasissues in a non-turbulent manner from
the MIG gun. With CO, shielding the metal transfer will be globular and non-axial
at low current densities. Hence there will be considerable spatter. The non-axial
transfer is caused by an electromagnetic repulsive force acting on the bottom of
the molten drop. MIG/CO, welding with spray type arc (current density 350 amps)
isbest suited for welding relatively thick parts. For thin sheetsdip transfer technique
isused with low arc voltage (16 - 22 V) and low current (60 - 180 amps). The low
arc voltage results in areduced arc length and the molten droplet gets transferred
into the weld pool by direct contact. With pure argon or amixture of argon + 20%
CO,, the metal transfer is globular at low current density, but changes to spray
typewhen the current density increases. In the spray typetransfer the metal travels
across the arc in the form of fine droplets which isinduced by the magnetic force
acting on the molten electrode tip.

100 per cent pure argon is used for almost all metals except steels. Helium has
higher thermal conductivity. So it gives higher arc voltage for agiven current and
higher heat input. However, helium being lighter (than argon and air) risesin a
tubulent manner and tendsto disperseinto air. So higher flow rate will berequired
in the case of helium shielding.

Addition of O,/CO, with argon or helium causesthe shielding gasto be oxidising
and may giveriseto porosity in someferrousmetals. CO, iswidely used for welding
of mild steel and it gives sound weld deposits. In these cases the electrode must
contain appropriate balance of deoxidisers such as Al, Ti, Si and Zr.
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MIG/CO, processisextensively used for welding steels of different kinds. Filler
wire specifications are given in standards AWS 5.18/79 and AWS 5.20/79.

Aluminium alloy can also be welded by MIG and TIG processes. The standard
filler rods are given in AWS A 5.10 and IS 5897. Aluminium aloys welding is
normally done with spray type arc using steady current or pulsed current. Deep
penetration with proper root fusion can be obtained. Plates of different thicknesses
can bewel ded easily with pulsed current welding technique. M1G can also be used
for copper and itsalloys. Thefiller rod specificationsare givenin AWS A 5.7 and
IS 5898.

Pulsed MIG welding

In MIG thereis atransition current below which the metal istransferred in afew
large drops by gravity and the penetration is shallow. Above the transition current
the metal is transferred in many small drops by electromagnetic forces and the
penetration is deep. The power can thus be supplied in a pulse mode which can
enable the current just high above the transition level and long enough time to
transfer small droplets accompanied by deep penetration. The metal deposition
takes place when the current is at peak level. During low level current inthe pulse
period, no transfer of metal will occur. This process is known as pulsed current
MIG welding. Pulsed MIG can be used for al positions, for root pass without
backing and for joining thin plates. Pulsed MIG is best suited for aluminium and
copper with high thermal conductivity where rapid solidification occurs, which
may cause lack of fusion in normal dip transfer MIG technique.

Hot wireMIG

Thefiller wire can be heated to increase the metal deposition rate. This processis
known as hot wire MIG welding.
The current passed through the filler wirein MIG hasto

(a) heat thefiller to the melting condition,

(b) set up an electromagnetic force which helpsin drop detachment, drop size
and rate of transfer of the drop to the work piece,

(c) maintain the plasma

(d) wett-in the weld bead and the work piece to have proper penetration.

PlasmaMIG

A non-consumable electrode with a suitable torch and a nozzle can be used to
produce the necessary plasma. With the help of a high voltage high frequency
spark, an arc can beinitiated between the non-consumabl e el ectrode and the work
piece. The filler metal can be fed from a different convenient position. The non-
consumable electrode and its constant current arc form the plasma MI1G process.
In addition there will be an anxiliary outer stream of a shielding gas, CO,, argon,
helium, nitrogen, or a mixture of these gases. The additional plasma sheath in
plasmaMIG process makesit possible to use large electrode extension increasing
thedeposition rate. Wetting-in of the base metal isimproved. Inauminiumwelding,
the quality of weld metal isimproved by the cleaning action of the plasmaarc on
the work piece. Table 1.4 gives the shielding gas for different base metals.
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Table 1.4 Shielding gases for MIG

Argon For most metals except steel

Helium Aluminium and copper alloys

A+He(50%) Aluminium and copper alloys

A+ 25%N, Copper and its alloys

A+12%0, Alloy steels and stainless steels

A+35%0, Carbon steels, alloy steels, requires deoxidised

electrodes

A +25% CO, Various steels, used with short circuiting arc

A+5%0,+15% CO, Various steels, requires deoxidised wire

CO, Steels, requires deoxidised electrodes.
TIG welding

A non-consumable tungsten rod is used as the el ectrode with inert gases shielding
both the molten metallic pool and thered hot filler wiretip. Argon or helium gasis
used for shielding purposes. Argon is preferred for awide range of materials, and
asno flux isused, corrosion dueto flux inclusions cannot occur. Almost al metals
can be welded using TIG process. Dissimilar metals can also be welded by TIG
choosing the appropriate combinations. These non-consumabl e tungsten electrodes
are alloyed with zirconium or thorium (around 1%). Zr alloyed tungstenisused in
alternating current applications and it has high resistance to contamination and has
got good arc starting characteristics. Typical TIG process is schematically shown
inFig. 1.10.

Thoriated Ti electrodes have high emissivity, better current carrying capacity
and longer lifeand normally preferredin DC welding. Pure Ti electrodes are usually
preferred for AC welding of aluminium and magnesium. The current carrying
capacity islower than that of alloyed electrodes.

The current carrying capacity of the electrode depends on the type of shielding
gas, the length of electrode, the cooling of the holders, position of the weld type
etc. If the electrode is large for specified current, the arc will become erratic and
welding will be difficult. However, selection of smaller diameter rods would
increase the chances of electrode melting.

Tungsten Electrode
(Non-consumable)

Fig. 1.10 Gas tungsten arc welding TIG
(Courtesy : Welding Hand Book @ WAS, 1970)
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TIG welding of stainless steel, nickel and its alloys may be carried out with
argon and 5 per cent hydrogen. The hydrogen helps to increase the arc heating
efficiency and reduce the amount of oxides formed with stainless steel. Inthe case
of aluminium alloys a mixture of argon and helium can be used.

TIG welding can be donein almost all positions. Metal thicknessranging 1to 6
mm isgeneraly joined by TIG process. TIG isoften used for root passin pressure
components and other critical applications, as it gives a clean and accurate
weldment. In aerospace work the welds are madetotally by multipass TIG welding,
owing to the high quality demanded there. Aluminium alloys are generally welded
by TIG welding. Argon is the main shielding gas with some amount of helium.
Preheating of aluminium alloysisnecessary when TIG process employs AC power
supply. High alloy steels, copper, magnesium, Ni, Ti and Zr alloys can be readily
welded by T1G with AC power source. Pureinert gas atmosphere must be ensured
as some of these alloys (Ti and Zr) are highly reactive.

Gastungsten arc welding produces the highest quality welds most consistently.
It can weld all metalsin any confirguration, but is not economically competitive
on heavy sections. It is most popular for welding aluminium and stainless steel
pipe for nearly all process uses and specially in cryogenics where fusion is very
necessary. GTAW lendsitself to more precise because the arc heat and filler metal
additions are controlled independently. But the process is slow and the arc travel
speed is 10cm/min and metal deposition rate 1 kg/hr. The concentrated heat input
of the TIG process helps to increase the welding speed, minimise distortion and
improve the metallurgical quality of the weld. In TIG the shielding gas (argon,
helium or their mixture) getsionised due to high frequency voltage superimposed
on the welding current. The electrons which become free during the process of
ionisation form a conducting path between the work piece and the tungsten
electrode. Thus the arc can be started without directly touching the tungsten
electrode to the work piece. In the case of DC power supply the high frequency
voltage superimposition can be cut off once the arc is struck. In AC power, the
high frequency voltage superimposition will be required continuously to improve
the arc stability in addition to the filter capacitor to be connected in series in the
output circuit.

The arc voltage may range from 10-15 V with current 50-350 amps for argon
and 15-25V with current 50-350 amps for helium shielding gas.

Tungsten has high resistance to heat and a high melting point (3410°C) andisa
strong emitter of electrons which provide the arc path, ionize it, facilitating the
maintenance of astable arc. Specificationsof tungsten electrode aregivenin AWS
A 5.12-1980.

TIG welding is better suited for metal thickness of 7 mm and below. DC from
aconstant current type power source is used with electrode negative to deposit a
narrow deep penetration weld. Whilewelding the electrodetip must not be allowed
to come in contact with the molten puddle. For initiating the arc high frequency
starting must be used.

Pulsed TIG welding

Pulsed TIG welding achieves a good control of heat input. The current from DC
power source is supplied in pulses having a predetermined duration for the peak
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and low values.When the current is maintained at high on-position, welding takes
placewith the required penetration. During the off-position, thetorch ismanipul ated
to correct the positioning. The electrode is kept sufficiently hot and the ionised
column is also retained so that the arc is not extinguished. In this process deep
penetration is obtained with less heat input to the joint. The pulsed arc agitatesthe
molten weld metal and so minimises the porosity. Pulsing produces arc stiffness
and hence avoids arc wander. Molten weld pool can be well manipulated and,
successive solidification of the nuggets avoids cracking and burn-through. Lesser
heat input improves the grain structure and the mechanical properties of the weld.
There is no need for weaving because the pulsed current is sufficient to melt the
required base metal area. Since the molten metal deposited in each pulse starts
solidifying from the periphery towardsthe centre, the centre portion becomes prone
to defects like segregation and shrinkage cracks. Pulsed TIG welding is suitable
for theroot run of thetube and pipewelding. Thin platesand foils can be effectively
welded by this process.

While joining precision parts by pulsed TIG, rapid current rise and current
decay with ahigh pulserepetition rate is used. In mechanised TIG, slower rates of
current rise and fall and slower current pulse rates are used.

The advantages of pulsed TIG are

(a) variationinjoint fit-up can be tolerated

(b) welding of sheets down to 1 mm thickness can be carried out

(c) distortionis minimised

(d) position welding made easy

(e) operator requires less skill

(f) mechanisation is possible

(g) ideal for critical applications like root passes of pipes, joining dissimilar

metals etc.

Hot wireTIG

Hot wire TIG welding issimilar to ordinary tungsten inert gas welding except that
thefiller wire is heated prior to the deposition, either by resistance heating or by
induction heating. A high quality weld is obtained at a high deposition rate which
is controlled by adjusting the heating current of thewire. Thedilution level islow
inthiswelding process. Sincethewireis heated before entering the welding zone,
thevolatile surface contaminants of thefiller wire get evaporated, thus eliminating
hydrogen, porosities, etc.

Spot TIG

Spot TIG is a process adopted to spot welding. Argon shielding is used in this
process. The current can be supplied in pulses and by proper timing spot welds
with defect free nuggets can be obtained.

Circumferential seam welding of pipes and tubesis carried out by orbital TIG
welding. Welding speed must be properly adjusted to suit variationsin weld position,
such as vertical-up, flat, vertical-down and overhead. Pulsed current is also used
for orbital TIG.
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In automatic TIG welding magnetic control is used sometimes to control
solidification. Thiscontrol iseffected by subjecting the arc and the weld puddie to
a determined level of magnetic field. The arc stability is increased, defects are
eliminated, penetration and dilution can be well controlled, grain refinement and
mechanical properties can be improved by this method.

Both MIG and TIG can be effectively used for narrow gap welding (NGW), in
which thick plates in the range of 50 mm to 350 mm thick can be welded to each
other with narrow U-type gap involving only 10 to 25 mm width and 2° to 4°
included angle. The grooveisfilled with successive layers of weld metal with one
or two passes per layer.

Edge preparation in narrow gap welding is rather simple and quantity of filler
material consumption is less. Due to low heat input and multipass retempering,
fine grained structure of weld is obtained. Residual stresses and distortion are
minimum in narrow gap welding. However, the MIG and TIG equipments meant
for narrow gap welding are more complex and costly. Repair of defects will be
difficult. Cleaning the weld surface after each layer islaid, is aso difficult. Side
wall fusion must be properly ensured. The processrequires high accuracy of power
supply characteristics and close tolerance for electrode tip to work distance. Slag
inclusion and lack of fusioninthe sidewall arethe most common defectsin NGW.
Weld quality is more sensitive to welding condition than in conventional welding
methods.

Different materials, particularly those sensitive to heat input, including HSLA
stedls, stainless steels, aluminium and titanium alloys can be welded by NGW.
Large structures, components like shells, drums, steam pipes, pressure vessels,
power plant components, penstocks etc., are among the variety of products
fabricated by narrow gap welding process.

1.2.3 Electrical method

1.2.3.1 Electric resistance welding

Heat is produced by the passage of electric current across the interface of the
joint. It may also be induced within the metal near the joint. Typical examples of
this type of joining are spot and seam welding where sheet metals are pressed
together at the joint by copper alloy electrodes and, projection welding where the
metal itself is shaped so that local contact at the joint concentrates the current
flow, thereby producing heat. Electro-slag welding which makes vertical joints, is
in effect a continuous casting process employing electric resistance heating of a
bath of molten slag carried above the weld pool.

Electric resistance welding is a nonfusion welding process. Heat is generated
when high electric current is passed through a small area of the two contacting
metal surfaces. The heat H generated is given by

H=1?xRxt
wherel iscurrent, R isresistance of theinterface and t isthe time of application of
current. When therisein temperatureissufficient, alarge pressureisapplied at the
heated interface to form aweld joint. The process variables are : current, time of
application of current, pressure, duration of pressure applications, materialsto be
welded and their thickness.
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There are five main types of resistance welding:

(a) spot welding

(b) seam welding,

(c) projection welding,
(d) upset butt welding and
(e) flash butt welding

In spot welding the platesto be welded are kept one over the other, after cleaning
the two surfaces in contact. Two stick electrodes are kept on both sides of the
plate, asshowninFig. 1.11. A pressureisapplied to the el ectrodes and maintained
for a particular interval known as sgeeze time before starting further operation.
Thenthe current is passed through the el ectrodes. Thetime of application of current
known as weld time is measured in terms of the number of cycles, each cycle
corresponds to 20 m.sec. (L/line frequency). The pressure is maintained during
this time also. After the current is cut off, the pressure is maintained for a brief
time known as hold time, so that the heated metal solidifies and forms a weld
nugget. After hold time, the pressure will be released and an off-time is given
before starting another spot welding operation.

Fig. 1.11 Schematic diagram of spot welding

Too high a current will cause weld expulsion, cavitation and weld cracking,
reduced mechanical properties and electrode embedment in the surface. On the
other hand, less current will result in unfused surface and poor weld. High pressure
will increase the contact and decrease the contact resistance and so less heat will
be generated. It may lead to distortion and reduced electrode life. More time of
application of current may lead to boiling, porosity, growth of nugget upto electrode
face.

When two plates of different thicknesses are welded, the weld nugget grows
towards the thicker side. So also, when two plates of different conductivity are
welded, the weld nugget grows towards the higher resistivity side. In these cases,
the upper and the lower electrodes are chosen to be of different diameters.
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In the case of plates with thickness “t”, the electrode diameter “de” istaken as
de=(0.1+2t) mm

Mild steel plates upto 10 mm can be easily spot welded. |nthe case of aluminium
the upper limit is 6 mm plates and for copper it is 1.5 mm thick. The conductivity
of the materials plays an important role in deciding the thickness of the plates that
could be easily welded by spot welding. Spot welding of high carbon steelsrequires
PWHT. Spot welding isextensively used in aircraft industries, auto and instrument
industries.

The main advantage of spot welding are

(a) its adaptability to mass production,

(b) high speed of operation,

(c) cleanliness,

(d) nowelding rods and less operational skill

Materials having high thermal and electrical conductivities will be difficult to
weld by spot welding and require special procedure.

In seam welding roller type of electrodes are used as shown in Fig. 1.12. The
rollers are rotated over the job as the welding proceeds. By controlling the power
supply it is possible to obtain a good heat control. The seam cools under pressure
at definiteintervals. The weld will have less surface disturbances.

Asthewelding proceedsthe applied current will try to passthrough the already
welded portion, thus reducing the heating in the portion to be welded. One way of
overcoming this difficulty is to increase the current as the welding progresses.
Sometimes external heating like high frequency heating to offset the effect of
reduced current due to shunting can also be adopted.

The applied pressure in seam welding may range from 3 MPa to 8.5 MPa
depending on the thickness of the work piece. The current density may be as high
as 775 amps/sg.mm. The heat generated during wel ding will be high and therollers
must be cooled by using water cooling arrangements, so that distortion of rollers
can be avoided. Current interruption can also be employed so that the current shall

Fig 1.12 Seam welding
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flow for aspecific timeto supply therequisite heat to the weld and then shall cease
for another predetermined length of time before the next spot weld is begun. In
this way the heating of the rollers can be controlled.

Seam welding can be carried out on steels, aluminium, magnesium and nickel
alloys. Seam welding of copper and itsalloysisnot recommended. High frequency
seam welding is suitable for finned tubes and other tubings.

Projection welding is similar to spot welding excepting that welding is carried
out at placesin the sheet or plateswhere there are projections made for this purpose.
Theprojectionsare created by pressing at the selected placesin the sheet. Resistance
to heat being confined to the projections, welding between the parts takes place by
the application of adequate pressure at the appropriate time at these point of contact.
Projection welding is particularly applicable to mass production work, and isquite
suitablewhere many spot weldsarerequired in arestricted area. Projection welding
method is used in welding brackets, heavy steel stampings, in the encapsulation of
thyristers etc.

Upset butt weld is obtained by bringing two pieces of metals to end-to-end
contact under pressure and then allowing current to flow from one piece to the
other. The contact surfaces should be as smooth as possible. In upset welding (as
also in flash butt welding) a forge structure results as against the cast structure
obtained in spot and projection welding. Welding of tools to the shank is carried
out by upset welding. Resistance butt welding is employed for joining tubes as
schematically shownin Fig. 1.13.

Fig. 1.13 Resistance butt welding.

In flash butt welding the two piecesto be welded are pressed against each other
by applying apressure so that contact will be at points due to surface roughness. A
high welding current is passed. The surfaces are heated upto molten condition,
and as one piece is slowly advanced towards the other the molten metal isflashed
out. After the faces attain plastic stage upsetting pressure is applied, leading to
bonding of the two faces. Flash butt welding is different from resistance pressure
welding in the sense that in flash butt weld contacts between the two surfaces are
made at some point only due to the roughness of the surface. In resistance butt
weld a smooth full contact surface is preferred.
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In flash butt welding surface contaminations are removed in the spatter during
flashing and molten metal is expelled in the final upset of forging operation. A
small finiscreated at the weld joint consisting of the remaining molten metal and
oxides. Thisfin can betrimmed off by grinding. The advantage of this processlies
in the fact that the molten metal and the arc afford an efficient protection to the
plastic metal which ultimately formsthe weld, so that the danger of oxidation can
be avoided.

The applied pressure in the cold (not preheated) condition may range from 70
MPafor low aloy and mild steels to 110 MPa for medium carbon steel and 177
MPa for stainless steel and tool steels. With preheating, the applied pressure can
be reduced to approximately half the above values.

Flash butt welding is easily applied to highly alloyed steels which cannot be
welded by other process satisfactorily. Flash butt welding is cheap and simple. It
can bereadily used for small sub-assembliesasin motor car industries. The cost of
current per weld is small and production rate will be high.

Fig. 1.14 Electro-slag welding process
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Flash feed rate must be properly controlled. Insufficient or intermittent flashing
will result in poor heating. Flash time and flashing current should a so be to the
optimum level. Plasticity induced due to heating should not be very high or too
low. Too high an upset force will result in too much of flashing leading to poor
weld. If upsetting force is less oxides, inclusions and voids can be found in the
weld.

Flash butt welding is used in solid and tubular structural assembly, gears and
rings, super heater tubes in boiler etc.

1.2.3.2 Electro-slag welding (ESW)

Electro-slag welding offers good productivity and quality in heavy structural
and pressure vessel fabrications. The weld metal in ESW process is obtained by
fusion of electrode wire under the blanket of flux layers. The heat for melting is
obtained as resistance heat by passage of current through slag pool covering the
complete surface of the weld metal. The schematic diagram of the ESW processis
showninFig. 1.14. A pool of molten slag isformed between the edges of the parts
to be welded and the travelling moulding shoes. The metal electrodeisdipped into
the molten slag. The current passing through the electrode and the molten slag
heats up the slag pool. The slag melting point is higher than those of the wire and
the parent metal. Hence the el ectrode wire melts and the molten metal settlesat the
bottom of the slag pool and solidifies to form the weld metal. To keep welding
stable, it is necessary for the slag pool to maintain its temperature.

In electro-dlag wel ding the slag pool is40-50 mm deep and it offersaconductive
path between the electrode and base metal. Thus the current flow is maintained
after the arc is extinguished. In contrast, in the case of submerged arc welding
which appearsto be similar to ESW, the arc remains stable under the molten slag,
asthe arc voltage is around 25-30 V, and the slag layer is rather shallow.

Both non-consumable and consumable guides areused in ESW. Thefirst method
has a contact tube which directs the wire electrode into the slag bath. The welding
head moves upwards steadily along with the shoes asthe weld is deposited. Inthe
consumable guide arrangement, a consumable tube is used. The welding head
remains fixed at the top of the joint. The axis of the weld is vertical. The welding
machine moves upwards consistant with the deposition rate. The amount of slag
remains constant. A small amount of flux has to be added to the slag. When the
weld is complete the welding machine can be withdrawn.

Thewelding wire chosen must match with the base material and the diameter is
generally of the order of 3-4 mm. The flux should have high boiling point to
enable melting of base metal and thewelding wires. It must have good conductivty
and viscosity so asto maintain the temperature of the slag pool and to prevent the
flow of the slag through gaps between work piece and the cooling shoes.

The ESW processis completely continuous and so productivity will be faster.
No edge preparation of the partsto be joined is necessary. Therewill be saving in
the quantity of filler metal and the flux. After the welding process, the welded
components require heat treatment. The process should be continuous and should
not be interrupted due to power failure etc. Otherwise the molten metal will shrink
forming acavity at the centre. Normally other defectslike dlaginclusions, porosity,
undercuts, notches etc., are not encountered in ESW process.
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Constant potential power source with 750-1000 amps at 100 per cent duty and
with aopen circuit voltage of 60 V minimum isused. The electrode could be solid
or flux-cored fed at arate of 20-150 mm/second.

The quality of weld in ESW depends on (a) the ratio of width of the weld pool
and its maximum depth, known as Form Factor, (b) weld current and voltage, (c)
electrode extension and oscillation, (d) slag depth, (€) number of electrodes and
their spacing etc. The weld will be more crack-resistant if the form factor is high.
Weld voltage controls the depth of fusion. Increasing voltage increases the depth
of fusion and the width of the weld. Increasing welding current will increase the
deposition rate and al so the depth of molten weld pool. However, too high acurrent
may result in deposits which will be crackprone.

Oscillation of electrode will ensure proper heat distribution and fusion. The
dlag bath depth should be sufficiently deep so that the wire entersinto it and melts
beneath the surface. With shallow bath the slag will split and arcing will occur at
the surface. For best results the bath depth should be around 40 mm.

The electrode can be solid and metal-cored. AWS 5.25-1978 gives the
specifications of flux wire combination for ESW of carbon and high strength low
aloy steels. In ESW, the dilution is to the extent of 30 - 50 per cent by the base
metal. Hence care should be taken to select the proper wire for a particular steel.
Many of the solid electrodes are the same as with SAW and MIG/CO, welding.

The flux used must be conductive and must have proper viscosity to permit a
good stirring action in the flux pool. The flux must have a melting range lower
than that of the weld metal and metallurgically compatible with the aloy being
welded. A basic flux is usually employed for carbon steel, low aloy steel and
stainless steel. Fluxes are classified on the basis of the mechanical properties of a
weld deposit made with a particular electrode.

Plates and other heavy sections upto 450 mm are commonly welded by €l ectro-
slag process. Heavy pressure vessels for chemical, petrochemical and power
generating industries are usually welded by ES process only.

In ESW, the weld metal stays molten for along time and permits slag-refining
action, namely, escape of dissolved gases and transfer of non-metallic inclusions
to the slag-bath. The prolonged high temperature and the slow cooling rate in
ESW result in awide coarse grained HAZ having relatively soft high temperature
transformation products. The weld itself will have columnar cast structure. As
such the toughness of the weld and HAZ will not be very high and if the service
condition does not require high toughness the weld as such can be made use of.
However, if the service condition requires high toughness of the weld, then proper
normalising heat treatment must be carried out, so that all traces of cast structure
are removed and toughness properties are improved.

1.2.3.3 Induction pressure welding

Thisisasolid phase welding, obtained by the use of high frequency induction
heating and by simultaneous application of pressure. Oxidation is avoided by
purging with hydrogen gas. The surfaces to be joined are heated by induction
current at 4kc/sec, produced by an inductor in serieswith two capacitors, powered
by atransformer with two high frequency alternators. A typical seam welding of a
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tubeisschematicaly shownin Fig. 1.15. Theinduced current flowsin alongitudinal
loop along the edges to be welded, heating them uniformly through their thickness
over a certain length. Forging rolls, then weld together the fused lips, leaving a
dlight external flash, which is removed afterwards. The normal speed of welding
which depends on the power supplied, is around 15 meters per minute.

Induction pressure welding is extensively used in joining boiler grade Cr-Mo
steel tubes. Figure 1.16 (a) shows the IPW process in welding of two tubes. 100
kVA, 10 kHz IPW machine is used in welding a 50 mm diameter and 5 mm wall
thicknesstubes of 2.25 Cr- 1 Mo steel inthe boiler industries. Onetubeis clamped
inafixed platen, whilethe other tubeisin amoving platen. These tubesare pressed
together by applying pressure through hydraulic system. The joint is induction
heated and hydrogen gas is purged around the weld joint to prevent formation of
oxides and to keep the induction housing cool. A typical weld cycle including the
soaking periods, is shown in Fig. 1.16(b) The peak temperature in the production
is1275°C with an upset of 2.5to 3 mm.

Fig. 1.15 Induction pressure welding process of a tube

1.2.4 Energy method

1.2.4.1 Electron beam welding (EBW)

Electron beam welding isaprocessin which the heat required to produce fusion
is obtained from the impact of ahigh velocity high density stream of electrons on
the work piece. Upon impact the kinetic energy of the electrons is converted to
thermal energy causing both vapourisation and melting. The vapourisation of the
material beneath the beam enables the beam to penetrate into the material to be
welded, with the beam and the vapour forming a hole. As the beam moves along
the joint, the molten metal flows round the hole leaving the welded joint in the
wake of the beam. A schematic diagram of the processis shownin Fig. 1.17.
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Fig. 1.16 IP welding of Cr-Mo boiler tube. (b) Variations in Weld parameters

Fig. 1.17 Electron beam welding process

The EB weldingshave depth to width ratio of morethan 10:1 dueto the extremely
high heat concentration. The beam is very narrow, less than 0.25 in diameter and
the welding speed is high. The net heat input is very low.

Theelectron emitter isacathode - anode system in avery high vacuum chamber.
The cathode is made of tantalum or tungsten and heated to about 2560°C. Electron
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cloud isthus created near its surface. A metallic shield, known asWehnelt, isfixed
near the cathode to make the electric field sharper and regulate the electron flow.

The electric field between cathode and anode accel erates the el ectrons and sets
them free with considerable energy. Thus an electron beam is created which is
made to impinge on the parts to be welded. Magnetic lenses are used to focus the
beam on the work piece. Magnetic coils are also used for beam deflection and
mani pulation of the beam spot on the work piece.

The speed of welding which depends on the width and depth of the weld must
be properly controlled as, otherwise, it will lead to either incompl ete penetration
or overheating. As the fusion zone in the weld joint is very narrow, there will be
very small disturbances in the base material. Shrinkage allowance to be givenin
thedesignissmall compared to other arc welding and theresidual stresses produced
inthe component are also small. Asthefocal length of the EB systemisquite high,
the EB gun can be placed at a distance, as farther as one meter from the work
pieces, unlike in electric arc or plasma jet welding. Thus welding narrow and
restricted areais possible with EBW. Welding can be done over a wide range of
thicknesses (0.1 mm to 100 mm) and dissimilar metals can be easily welded by the
process due to precise heat control. Welding speed in EB is much higher than
electric arc methods, thus reducing the welding time. Also the repeatability of EB
weldsis high compared to other processes.

In EB welding the weld zone narrows down from the upper bead to the lower
bead. The metal vapour generated at the centre of the molten column may not be
able to escape through the narrow slot at the bottom of the joint interface. Thus
when the molten metal solidifies, root porosity may form in EB welds.

In deep penetration welds, it will be difficult to achieve fusion of the whole
depth. To get heating lower beads, weld parameters selected should be greater
than those set for truly narrow weld. Backing support to the lower bead will help
in achieving afull penetration joint. The backing can be removed after welding.

The gun-to-work piece distance depends on the vacuum in the gun chamber. At
about avacuum of 10-*torr, asharp focusover agreater gun-to-work piecedistance
can be achieved. When the chamber pressureis 10-3torr, €l ectron scattering becomes
significant, resulting in wide bead with lower penetration. Thus welds madein a
high vacuum are narrower with narrow HAZ than those welds made in medium
vacuum (101 to 102 torr) or at atmospheric pressure. High vacuum welding, though
takeslonger time (to achieve therequired vacuum level) isgood for reactive material
welding.

Because of the narrow welds and HAZ, the residual stress and strain fields
produced are comparatively small and this reduces the cracking tendency of the
weld. High welding speed attainablein EBW helpsin achieving aweld with grain
boundary condition almost free from liquation in the HAZ. Thus cracking can be
avoided immediately after welding or on PWHT. When welding refractory alloys
of high melting point, EBW reduces the grain growth substantially leading to
improvement in tensile strength and ductility.

Thefusion zoneinthe EB weld iseffectively afinegrained cast structure, often
with directional solidification towards the centre line of the weld. The solution
treated areas are narrow and the overaged regions in the base metal is almost
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undetectable. A low temperature ageing treatment issufficient to recover the original
strength after welding. This property of EBW is very useful for welding of
aluminium alloys.

Non-ferrous metals such as aluminium and titanium alloys are welded at above
50 mm/second wel ding speed to suppress gas evol ution, and steels at lower speeds
to allow adequate time for vacuum degassing of the weld pool. Due to the faster
cooling rate of EBW, hardness in the weld zone will be high. This may not be
desirablein some steels, asit will lead to quench cracking. To avoid such cracking
PWHT has to be carried out.

In case EB weld does not penetrate fully, ablind weld results. In such situations,
the molten metal is unable to flow into the penetration cavity and wet the side
wallsof thework pieces. Thiswill result in cracking, known as“ Necklace Cracking”
and has been noticed in all meterials such as Ti alloys, stainless steels, nickel base
alloys and carbon steels. This defect can be eliminated by widening the weld,
which will enable the materia to flow into the cavity and reduce temperature
gradient and the cooling rates. Initial cost of EBW machineis very high. Further,
EBW can be used only in an automatic operation owing to high speed of welding.
However, significant machine time and material saving can be achieved by EBW.

1.2.4.2. Laser beamwelding

Laser beam welding is a high energy density welding process with low heat
input. A wide variety of metalsand alloys can be welded by this process. The heat
source is afocussed beam of high energy monochromatic and coherent stream of
photons and this process does not reguire vacuum chamber.

Fig. 1.18 Laser beam welding process
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Figure 1.18 shows the essentials of the laser beam welding unit. The welding unit
consists of

(a) Laser generator
(b) Power supply
(c) Capacitor bank
(d) Microscope

The important component is the ruby rod which is enclosed in a pump cavity.
The cavity encloses aflash tube installed parallel with the ruby rod and fired by a
high voltage applied to its ends. On the inside the cavity is polished to serve asa
light reflector. Theruby rod is cooled by compressed air fed into the pump cavity.
The light energy emitted by the ruby rod is approximately shaped and directed
onto the work by optical system, consisting of a prism, a lens and an additional
lens system which can include several accessory lensesto converge the beamto a
spot of 0.25 to 0.05 mm diameter.

In laser welding the pulse should have maximum duration and minimum
spacings—high pul se repetition frequency. Present day lasers have the PRF (pulse
repetition frequency) ranging from 1 to 100 per minute.

Ruby laser (solid state laser) is used for making extremely small spot welds
(0.8 mm dia) in dissimilar metals. Gas laser using CO, is also employed which
produces continuous or pulsed infra-red beam of around 10 microns. The density
of energy obtained at the focussing point of alens concentrating alaser beam, can
be as high as 5000 kw/sqg. cm.

When the high power laser beam impinges on the surface of the metal, the
energy that is absorbed, heats up the surface and melting occurs. The laser beam
sharp and well focussed asitis, meltsasmall cylindrical volume of material through
the thickness of the plate. A column of vapour is surrounded by a liquid pool and
asthe columnismoved aong thejoint of thetwo plates, the material onthe advacing
side of the holethroughout itsdepth ismelted. Asthe columnisnarrow, themolten
metal at the rear end of the hold solidifies, thus resulting in the welded joint. The
vapour column is stablized by the balance between the energy density of the laser
beam and the welding speed. It isimportant to choose proper energy density and
the corresponding wel ding speed. Too high energy density will resultin an unstable
hole which can cause drop through. Too low energy will not permit vapourisation
and the formation of liquid cylindrical volume. A welding speed too fast will
result in incomplete penetration and a slow speed will give rise to wide fusion
zones and possible drop-through. The depth to width ratio of the laser weld should
be greater than 4 to 1.

The hot fusion zone can absorb gases like hydrogen, oxygen and nitrogen.
Absorption of these gases is minimised by protecting the fusion zone by inert
gases asis donein gas meta arc welding.

Deep penetration welds produced with high power CO, laser are similar to
electron beam welds. However, laser beam welding offers several advantages:

(@) A vacuum is not required for the work piece since the laser beams can

easily be transmitted through the air.

(b) X-raysare not generated in the laser beam/work piece interaction.
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(c) The laser beam can be readily focused, aligned and redirected by optical
elements.

(d) Due to the dslightly lower energy density of the focused laser beam, the
tendency for spiking, underbead scatter, incomplete fusion and root porosity
is reduced.

(e) Simple geometry of weld joint.

(f) No necessity for preheat, post heat or any interpass temperature.

(g) Generally no filler material isrequired.

(h) Distortionisless.

(i) Autogeneous weld upto 15 mm thick can be made.

The process has to be automated.

Variety of metals and alloys including hot and cold rolled steels, HSLA and
stainless steels, aluminium aloys, titanium alloys, refractory and high temperature
alloy can be welded by laser beam welding process. The weldment is free from
porosity and generally ductile in nature. The cooling rates of the laser beam welds
are high as a consequence of low heat input. As aresult high hardness due to the
resulting microstructure corresponding to the cooling rate can be obtained. Figure
1.19 shows the relationship between power on work piece (kW) and the travel
speed for different thorough thicknesswel dments of steel. For joining thinner plates
large range of speed and power can be used. The high power density of the laser

Fig. 1.19 Relation between laser beam power and the welding speed for different through
thickness weldments (Courtesy: Welding Hand Book, AWS)
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beam welding process and the resulting rapid cooling rate have a strong influence
on the microstructure and in turn on the properties of the welded joint, specialy in
high strength low alloy steels. Hence the speed and the power combination must
be carefully chosen for agiven material to get the optimum mechanical properties.

Laser welding is widely used in automobile industries for parts such as
transmission gear cluster, box beams etc. In heavy industrial applications, pipe
line welding and welding in ship building, nuclear plant fabrication are typical
examples where laser welding process is used extensively.

1.2.4.3 Plasma welding

Plasma means a gas that has been heated to a sufficiently high temperature so
that it is transformed into an ionised condition and is able to conduct an electric
current. Plasma arc welding is an inert gas non-consumable electrode welding
method, uitilizing atransferred, constricted arc. Asthe orifice gas passes through
thetorch to the work piece, it is heated by the arc, getsionized and passes through
the arc constricting nozzle at an accelerated rate. Since too powerful ajet would
cause aturbulencein the molten puddle, the jet effect on thework pieceis softened
by limiting gas flow rates through the nozzle. Since this flow alone may not be
adequate to protect the molten puddle from atmospheric contamination, auxiliary
shielding gasis provided through an outer gas cup on thetorch. Fig. 1.20 showsa
typical plasma arc welding method.

Fig. 1.20 Plasma arc welding process (Courtesy: A.C. Davies, The Science and Practice
of Welding, Vol 2, Cambridge University Press, N.Y., 1989)
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Plasma arc welding gives rise to what is known as keyhole effect when
performing square butt joints in the thickness range of 2 to 6 mm. A keyhole is
formed at the leading edge of the weld metal, where the forces of the plasma jet
displace the molten metal to permit the arc to pass completely through the work
piece. This keyhole is an indication of complete penetration. In the key hole
technique, the molten pool is prevented from spilling by its surface tension. So no
backing is required for support. When afiller metal is required it is added to the
leading edge of the pool formed by the keyhole. The molten metal flowing around
the keyhole forms areinforced weld bead. Square butt joints upto 6 mm thick can
be welded in a single pass by this method.

For heavier plates which require multi-pass welding partial beveling is done
and theroot pass of thelargest sizeisdeposited with the keyhol e technique without
using filler wire. The rest of the passes are then carried out with normal melt-in
technique with filler wire addition. PAW processislimited to around 25 mm thick
plates. Continuously formed stainless steel tubesarewelded by plasmaarc welding
process without filler metal. This process has high rate of welding particularly for
thick tubes. The welding speed is approximately twice that of gas tungsten arc
welding for the same tube thickness.

Constricting orifice gives the stability of the plasma jet and increases its
effectiveness. Theplasmaarciscolumnar in nature dueto the constriction provided
by the nozzle. So thisarc isless sensitive to the arc length variation, as compared
to TIG. Theareaof heat input and intensity isalmost constant. There are two types
of plasma arc welding. (a) transferred arc and (b) non-transferred arc. The
transferred arc is formed between the electrode and the work piece. The non-
transferred arc isformed between the electrode and the nozzle. Thetransferred arc
impartsgreater energy to the work piece than the non-transferred arc and produces
heat both from the anode spot on thework piece and plasmastream. Thetransferred
arc generally is used for welding applications. The positive lead is connected to
work aswell asto the orifice body for pilot arcing. The main arc strikes between
the electrode and the work piece. Thistype of connection is used for welding and
cutting applications where more arc energy isto be transferred to the work piece.
Thenon-transferred arcis used for special applicationslike surfacing, where lower
energy concentration is desirable and, also used for joining of non-conductive
materials. The arc is confined between the electrode and the nozzle and the arc
energy is transferred to the work piece by the hot gas.

A mixture of argon-hydrogen (or pure argon in the case of reactive materials
such asZr and Ti) is used as the plasmaand the shielding gases for stainless steel.
For mild steel, CO, asthe auxiliary shielding gasis used. In multilayer welding for
second and subsequent passes, helium is used. For welding a plate of say, 6 mm
stainless steel, the current of 240 amps with voltage of 38 V may be required. The
welding speed will be around 350 mm/min and the plasma gas will be 0.6 cubic
meter/hr and the shielding gas 1.4 cubic meter per hour.

The salient features of plasma arc process are;

(@) narrow weld beads and HAZ

(b) greater penetration and less distortion

(c) less heating of surrounding parent metal and less current required than

TIG.
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(d) lessarc wandering.

PAW process as compared to TIG process has the following advantages:
(a) greater concentration of energy

(b) improved arc stability at low currents

(c) higher heat content

(d) higher velocity of plasma

(e) lesssensitivity to variations of arc length

() solid backing is avoided by adopting keyhole technique

(g) no tungsten contamination.

In normal TIG, the arc is of conical shape and so the area of heat input to the
work piecevaries asthe square of thearc length. Thusin TIG, adlight variation of
arc length will cause appreciable change in unit area heat transfer rate. But the
plasmajet iscylindrical and so changes of arc length have no effect on the area of
heat input and the arcintensity. Innormal TIG, thearc plasmaspreadsover alarge
area of the work piece and the arc is easily deflected by weak magnetic fields. In
plasma process, the arc is stiff and very little affected by magnetic fields. The
constriction of thearcin PAW resultsin higher plasmatemperature and arc power.

However, in PAW

(a) equipment cost is high

(b) life of constricting nozzle is short

(c) consumption of inert gasisincreased.

A comparison of the different energy processes is of welding with tungsten
inert gas welding is shown in Table 1.5.

1.2.5 Special methods

1.2.5.1 Explosive welding (EW)

Explosivewelding isaprocess based on the controlled application of enormous
power generated by detonating explosives. The surfaces of the parts to be joined
must be clean without contamination of oxidesetc. These clean surfaces are pressed
at pressure of the order of million kg/sgcm generated by the explosive. Combination
of dissimilar metals-aluminiumto steel or titanium to steel - can bereadily obtained
by this process.

Metals which are too brittle to withstand the impact of explosion cannot be
welded by thisprocess. EW isawell suited processfor cladding application.There
is no upper limit for the thickness of the backer plate. EW can also be used for
cladding the inner or outer surfaces of right cylinders.

Theprinciple of operation is schematically shownfor pipeweldinginFig. 1.21.
The prime metal (external pipe) is oriented to the backer plate (internal pipe) with
asmall air gap, maintained by support metallic inserts. The backer plate rests on
theanvil. Theexplosivein plastic liquid or granular formis placed uniformly over
the prime metal and a moderating layer of polythene, water or rubber may be
placed in between the explosive and the prime plate. This protects the surface of
the prime plate from the explosion effects. The explosion isinitiated by means of
adetonator attached to it. Once the detonator isignited, the wave front progresses
forward and welds the prime plate with the backer.
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Table 1.5 Comparison of different parameters of energy welding processes and TIG
welding (plate thickness 6 mm)

Parameter Laser TIG Plasma EB
Power absorbed 4 kW 2kW 4kW 5kw
by work piece.
Total power used 50kW 3kw 6kW 6kW
Traverse speed 16 mm/s 2 mm/s 5.7 mm/s 40 mm/s
Positional welding  yes; but requires  serious serious yes; but requires
optics to move penetration penetration mechanisms to
the beam move the gun
Distortion
axial minimum significant significant minimum
shrinkage small yes yes minimum
angular minimum yes, in yes, in parallel
V- V- sideness
shaped weld shaped
Surface profile very fine underside weld under ruffled
defects flow lines protrusion side swarf on
held in by protrusion back
surface held in by face
tension surface
tension
Special safety interlock normal light normal light vacuum
requirements against screening screening chambers, X-ray
for process misplaced beam screening
reflection
End defect slight surface smooth slight surface slight surface
Start protrusion protrustion protrusion
finish smooth -do- -do- -do-

Fig. 1.21 Explosive welding parameters
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The important variables of the process are

(a) collision velocity and angle
(b) mechanical properties of the metals tobe welded.

The detonating velocity of the explosive in combination with the preset angle
between the plates determines the collisional velocity. Below acertain collisional
velocity welding will not occur. For welding to occur, the collisiona velocity
should be nearly equal to the sonic velocity of the plates.

Thefollowing Tables 1.6 and 1.7 give the metal and the sonic velocity and the
detonating parameters of different explosives.

There is a maximum collision angle above which no welding will occur
regardlessof collision velocity. In parallel plates cladding, thisangleis established
by the distance between the plates called stand-off distance. In the case of angle
cladding the preset angle and the stand-off will give the collision angle.

Table 1.6 Sonic velocity of different metals

Metal Sonic velocity meter/sec
Aluminium 5370
Copper 3970
Magnesium 4493
Nickel 4667
Molybdenum 5173
Titanium 4786
Zirconium 3771
Steel 4600

Table 1.7 Detonating parameters of different explosives

Explosive Detonating Detonating Detonating
temperature velocity pressure
°C m/sec kg/sq.cm.
BDX 5450 8400 263,500
Nitropenta 5400 8300 232,000
Tetryl 4440 7800 204,000
Pertit 3900 7300 186,000
TNT Dynamite 3900 6900 158,000
Dynamite 3900 6000 107,000

When the expl osion occurs and the pressure on the prime plate builds up, jetting
takes place at the collision point and brings together the two materials under high
pressure and extreme plastic deformation. The original surfacelayer will be swept
inthejet. Thus adirect metal to metal contact is achieved and aweld resullts.

The bond obtained can be

(a) straight direct metal to metal bond

(b) wavy bond

(c) straight but with a continuous layer between the plates.

The type of bond depends on the collision velocity. Normally a wavy type of
bond represents a good defect free welding. EW is used in chemical process
equipmentsto clad corrosion and erosion resistant thin material sto theinner surface
of the pressure vesselsIn the coin industry, cupro-nickel iscladded on thick copper
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and thethehilletsarerolled. The cladding isdone by explosivewelding. Dissimilar
metal welds can be easily made by explosive welding method. Such welding process
iscommonly used is electrical and cryogenic applications.

Pipes can be welded by explosive welding process with lapped joint through
the simultaneousinitiation of external and internal explosive charges as indicated
in Fig. 1.21. The process can be easily applied under pipe line construction
conditions. The charges progressively denote from the apex outwards to the open
end of the angular gap established by the overlapping or bell and spigot
configuration. The intense pressure generated at the point of collision, in
combination with the angular collision geometry, causes severeflow of the surface
layer of the pipes and the formation of ajet. The jet—a mixture of the two surface
layers and their contaminants—is expelled from the collision zone leaving
uncontaminated metal surfacein intimate contact for the formation of ametallurgical
or solid phase bond.

Another method of joining two pipes by explosive method is based on an inner
ring welding. A backing outer ring is placed outside the joint to take up the
detonating

Fig. 1.22 Explosive welding of two pipes with inner ring.

force. Theinner ring along with the explosive is placed at the junction of the two
pipesasindicated in Fig. 1.22. When the expl osive detonates, theinner ring expands
and gets welded on to the inner surfaces of the two pipes. The entireforceistaken
care of by theback outer ring. By suitable dimensioning and controlled deformation,
the inner bore diameter can be properly adjusted to suit the pipes. As al the
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explosions areinside the pipe, the noise and environmental problemswill be easier
to solve.

Fig. 1.23 Friction welding process

1.2.5.2 Friction welding

Friction between the two welding faces is used to create heat to the extent that
the material at the two surfaces become plastic. Welding is effected by applying
axial force. A schematic diagram of the friction welding processis shown in Fig.
1.23.

The friction welding process is divided into two distinct modes:

(a) conventiona drive friction welding, and

(b) inertiawelding

In the conventional drive friction welding, the pieces are axially aligned. One
component isrotated at a constant speed by adirect drive while the other ismoved
into contact with the former under axial pressure. Sufficient time is allowed for
heat generation, so that the interfacial temperature will make the material plastic
and permit the components to be forged together. At this stage the rotation is
rapidly stopped while the pressureis still maintained to consolidate the joint.

Though the basic principle is the same, in the inertia welding kinetic energy
from a rotating flywheel system is used to heat the faces of components to be
welded. One component will be attached to the flywheel rotating at high speed.
The other component will be brought to face the first, so that friction between the
two will generate heat. The flywheel energy will be utilized to obtain agood bond
between the components.

The principal variables in this process are the relative velocity, heating and
forging pressure and the duration of heating. The secondary factors are pressure
build up during heating and forging, decel eration during braking and the properties
of the material being welded. Peripheral speeds in the range of 75 to 105 meters
per minute appear to give satisfactory welds. Too high a speed may result in a
wide HAZ. Lower speedswill not be able to generate sufficient heat and raise the
temperature upto the required level. The forging pressure depends on the hot
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strength of the alloy being welded. The pressure chosen must be sufficient toweld
the surfaces.

Duration of the heating time depends on rotational speed, friction and the
pressure. Heating time determines the heat input. Steels of all varieties, stainless
steels, copper and its alloy can be easily welded by friction welding process.

In inertia welding the initial peripheral velocity of the rotating work piece,
axial pressure and the flywheel size are the main factorsto be considered for good
welding. The peripheral velocity must be aboveaminimume.g., for mild stel itis
1.5 meter/sec. Theaxial pressureinfluencesthe heating. Asathumbrule, thevalue
of the thrust pressure can be chosen as about 25 per cent of the room temperature
yield strength of the material being welded. The flywheel size and the surface
speed of the material control the energy required for the inertiawelding process.
The power capability of the flywheel islimited only by the rate at which it can be
retarded.

The peak power demand is met by the flywheel by stopping in about 0.5 sec for
steel, 0.2 sec for copper and 0.1 sec for tungsten. In addition the flywheel supplies
thetorsional forging forcetowardsthe end of thewelding cycle. To keep thethermal
disturbancesto aminimum, and to avoid over upsetting, welding times are usually
reduced to a few seconds. However, the time is dependent on the material to be
welded and the size of the weldments and hence the maximum time may be up to
ahalf aminute.

Thetype and shape of thejoint made by friction welding arelimited by thevery
nature of the welding process. Round-bar butt joints, tube butt joints, bar or tube
tee-joints can be made in a wide range of materials. Joints between dissimilar
metals can also be made: for example, copper to steel, copper to aluminium,
aluminium to steel or brass and bronze to aluminium or steel. Special steel aloy
with differing properties can also be successfully wel ded. Welding of certain plastics
isalso possible.

Special friction welding machines which provide a high degree of control over
thevariablesin thewelding process, namely, time, surface speed and axial pressure
to suit a wide range of materials are available and the welding of parts can be
repeated without any defect or difficulty.

Tables 1.8 and 1.9 give the typical parametric valuesfor frictional welding and
inertiawelding.

Table 1.8 Typical parameter of frictional welding

Material Diameter of Rotational Axial pressure Upset
surface mm speed rpm kg/sqmm mm

Low carbon steel 20 1500 5-12 5

Medium carbon steeel 10 3000 4-10 3

Stainless steel 10 1500 12-30 3

Dissimilar weld

High speed steel + 15 1500 12-30 6

carbon steel
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Table 1.9 Typical parameters for inertia welding

Base material Peripheral Minimum Axial pressure
speed weld energy for 15 mm
meter/s kg.m./sqmm kg/sgqmm

LC steel 25-5 6.6 11.2

MC steel 25-5 7.7 12.0

S.S. 3.0-45 8.2 13.8

S.S. to carbon steel 3.0-4.0 3.2 13.8

Radial friction welding of pipes

Radial friction welding is a one-shot welding process with great potential for the
joining of pipe lines. It operates on the principle of rotating and compressing a
solid ring on two stationary pipe ends producing asolid state bond. Radial friction
welding is essentially aforge welding process where heat is provided by relative
rotary motion of thering and the pipe. The pipesto bejoined are clamped stationary
and the welding action is provided by the rotating solid ring located around the
pipe ends. A simple form of the processisshown in Fig. 1.24. Therotating ring is
compressed radially and welding of the pipe endsisinitiated by the heat produced
due to friction and the plastic flow of the material. After a predetermined heating
period, ring rotation is stopped and an increased level of compressive force is
applied to consolidate the weld. Throughout the weld sequence, the two pipesare
securely clamped to prevent axial and rotational movement. A support mandrel
can be inserted in the bore of the pipes to prevent pipe collapse and flash metal
penetration. Experience has shown that defect free welds are readily produced in
carbon-manganese steel and duplex stainless steel.

Fig. 1.24 Radial friction welding of pipes

1.2.5.3 Diffusion bonding

Diffusion bonding is a joining process which requires high temperature to
enhance diffusion, but involves very little macroscopic deformation; the joint is
formed without any filler metal and the microstructure and composition at the
interface are the same as those of the base metals. Pressure is applied which will
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causelocal plastic and creep deformation at the temperature of operation. Bonding
will take place due to diffusion and will depend on temperature, time and the
pressure applied. Aninterlayer foil or coating may be used to improve the bonding
characteristics. Recrystallization and grain boundary migration at the interface
will occur at the final stages of bonding and these processes are essential for
obtaining high strength joints and to eliminate the planar boundary interface.

The pressure can be applied on the surfaces to be joined through a platten. Gas
pressure can also be used to achieve the same. To preserve the clean surface the
bonding can be carried out in vacuum. If gas pressureisemployed for the application
of load, then an argon gas chamber can be used. The mgjor advantages of diffusion
bonding are:

(a) Joint strength can approach that of the base metal.

(b) Sintered products, dissimilar materials including metal and ceramics can
be joined by this process.

(c) Bonding involves minimum deformation and distortion and hence close
dimensional control is possible.

(d) In metal ceramics joints residual stresses can be reduced by multiple
interpayers.

(e) Thin sheets of fine grained superplastic materials can be easily joined and
formed to any desired shape and contour by diffusion bonding.

(f) Large area bonding is possible and thick and thin sections can be easily
joined. Process time is independent of area or number of components.

(g) Machining cost is reduced and no flux or electrode is necessary.

Theimportant variablesthat will affect thebond quality are (i) surfaceroughness,
and (i) surface oxide films. Stable oxide films such as Al,O, or Cr,O,, nitride or
carbide films make solid state bonding difficult and need to be removed by spatter
cleaning. However, unstable oxides such as Ag,0 or oxides soluble in the base
metal such as TiO,, allow good bonds to be made if the operating temperature is
above the oxides' instability temperature.

Some typical examples of diffusion bonding are presented in the following:

Titanium alloys: The operating temperature is kept above 850°C so that the
surface oxide film TiO, will dissolve in the parent metal. The environment must
be free from oxygen and moisture. For thick sheet a pressure of 14 MPamay be
applied for bonding. Void defects in diffusion bonding joints usually originate
from grinding or machining grooves on the surface. Ininert gas environment voids
can be caused by entrapped gas. Good surface finish of the base materials and
bonding in vacuum will reduce the chance of void formation. Typical joint shear
strength for Ti-6Al-4V sheet will be 575 M Pa (almost the same asthe parent metal
strength), for diffusion bonded joint, as compared to 10 MPa for rivetted joints
and 40 MPafor adhesive bonded joints.

Aluminium alloys : The presence of tenacious surface oxide film makes
diffusion bonding of aluminium aloysvery difficult. Introduction of soft interlayers
inthe form of cladding coating or foil inserts enabl es bonds to be made with small
overall deformation. 7475 aluminium alloy sheets can be successfully welded using
5052-Al-Mg alloy as an interlayer and the operating temperature and applied
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pressure as 500°C and 2.75 MPa respectively. The maximum shear strength is
obtained with the bonding time of around 4 hours. The production of oxide free
surfaces on aluminium alloy can be possible by using argon-ion spatter cleaning,
followed by coating by silver. Such surfaces are readily bonded above the
dissociation temperature of Ag,0 (=200°C).

Dissimilar metals: The need to have physical and chemical compatibility
between the two material to be joined, makes it necessary to have interlayersin
diffusion bonding of dissimilar metals. Use of multiple layer is more common to
obtain good and sound bonding. The interlayers must exhibit mutual solubility
without the formation of intermetallic compounds, wide temperature range for
bonding (0.5 to 0.7 Tm), compatible thermal expansion, and Y oung's moduli.
Joining of Ti aloy with stainless steel can be achieved by having interlayers made
of Ni/Cu/V combination. Thus the joint will have stainless steel/Ni/Cu/V/Ti-Al-
4V interface. Such a bond made at 850°C under a pressure of 10 MPa gives a
tensile strength of around 400 M Pa (70% of the UTS of stainless steel).

Metal matrix composites (e.g. Ti aloy with SIC fibres) are also produced by
diffusion bonding methods, similar to the dissimilar metal joining. Titanium alloy
componentsjoined by diffusion bonding arewidely used in aerospace applications.
Dissimilar metal (Ti/S.S., Ti/Al) diffusion bonded componentsfind their application
in cryogenic tube constructions. Al/Zr joints are used in nuclear fuel element
constructions. Metal/ceramics joints are used in high temperature applications as
in engine valves and fuel nozzles.

1.2.6 Selection of welding process

There are anumber of welding processes available; however, their application is

dictated by the material properties, type of weld joints, their quality required in the

service condition, cost and availability of the machine and operator's skill. The
following gives acomparative study of the different processes discussed and their
applicabliity to different materials.

(a) Oxy-acetylene gaswelding: This process can be used for carbon steel, copper,
aluminium, bronze welding. Sheet metal welding and small diameter pipe
welding can be effectively carried out. Control of the flame is important.
Plates of thickness upto 8 mm - 10 mm can be welded.

Red brassand yellow brassare preferably welded by oxy-acetylene process
to minimize vapourization of zinc.

(b) Shielded metal arc welding: This process is widely used. All engineering

materials can be welded. However, low melting and high reactive metals
will be difficult to weld. This process is easy to operate and plates of
thickness ranging from 1 mm to 25 mm can be easily welded. Preheating
will berequired in somealloy steels. Welding can bedoneinflat, inclined,
vertical and overhead position. Edge preparations are essential in welding
thick plates.
Manual metal arc welding is commonly used in the erection of structural
works like storage tanks, bridge etc. In open breezy conditions flux cored
self shielded welding is better suited. Heavier plates are usually groove
welded.
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MMA and MIG/CO, processes are used for welding nozzles and other
attachments in pressure vessels. MMA and TIG are extensively used for
welding cupronickel (70:30 alloy) for water pipe and condenser tubes.
Whilewelding carbon and low alloy steel pipesby MMA processfor steam
power plants, backing rings are commonly used. However, backing rings
arerarely used for piping in oil refineries and chemical plants.

(c) Submerged arc welding: Carbon and alloy steelsand copper alloys can bewel ded
by this process; generaly applied for plate thickness above 10 mm. Best
suited for automatic welding in boilers, pressure vessels, ship buildingwhere
high quality welds for larger thickness plates are required. This processis
generally used for flat and horizontal positions. Not suitable for cast iron.
With U-type of grooves, narrow gap welding can be carried out by this
process and, plates as thick as 300 - 400 mm can be welded. In such cases
of pressurevessd cylindersand pipes made of largethick plates, automatic
submerged arc processis preferred.

(d) Gas metal arc welding (TIG and MIG): All engineering materials except Zn
can be welded. The thickness of the plates ranges from 1mm to 6mm. TIG
isapplied to al non-ferrous and alloy steel welding and also for root pass
in pipe welding. Welding equipment is more complex and costly. Difficult
to weld small corners and, out-door applications are limited. MIG process
in semi-automatic or fully automatic form is used for non-ferrous and
stainless steel pressure vessel parts.

In the manufacture of boiler units, large number of tube butt welds have to
be made with the tubes positioned at any angle from horizontal to vertical,
with restricted access. In such cases automated oribital TIG welding with
automatic cold wire feed is used.

Titanium alloy tubes with wall thickness 1.6 mm and below are normally
welded by TIG process without filler wire. For heavier pipes, filler metals
are used.

(e) Plasma arc welding: This process is used mainly for reactive metals. The
thickness of platesisusually upto 1.5 mm
Plasma arc welding equipments are costly and, mechanised PAW is
restricted to flat and horizontal positions. Operating conditions are quite
difficult. Large amount of ultraviolet and infra-red rays are emitted. Thus
PAW is used for welding Ni-alloys and refractory metals for special
applications. It is also used for refractory metal coating, alumina (Al,O,)
and titania (T10,) on graphite nozzle for rockets.

(f) Spot, Projection and Scamwel ding: These processes meant for sheet metalsare
widely applied in automobile parts, tube manufacturing and sheet metal
industries. All engineering metals can be welded. Precautions are necessary
in the case of copper and alunium alloys which are good thermal and
electrical conductors.

Flash or induction welding is used for tubular jointsin boiler construction.
At site, such welds are made by TIG for the root pass and MMAW for
subsequent passes.
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In automotive industries, radiators are either brazed or resistance seam
welded. Upset seam welding is used for exhaust and tail pipes. The side
seams are usually spot or seam welded. Seam welding is normally limited
to sheets upto 5 mm thick.

Bafflesand other interior partsare spot welded in place. A typical application
of projection welding isin the manufacture of honey comb panels.
Propeller and drive shafts are commonly made from resistance welded
tubing with the end forgings arc welded by submerged arc or MIG/CO,
process.

(9) Electro-slag welding: This process is for thick section welding, 50 mm and
above, of alloy steels. Thisis mainly used for pressure vessel parts, steel
plant equipments, large shafts etc. Both ESW and SAW are best suited for
thick plates; however, ESW is more specialized in its application and less
flexible compared to SAW.

(h) Electron and laser beamwelding: Stainless steel, nickel basealoys, Ti and Zr
and other reactive metals upto 10 to 25 mm can be welded. Special
applications are in electronic industries, nuclear and aerospace industries.
The process is rather costly.

Laser welding has the ability to make tiny spot welds. So it is applied in
microelectronic circuits. Laser beam can weld metals on silicon and
germanium.

(j) Diffusion bonding: Thisiswidely used inthe manufacture of metallic components
for electronic tubes.

1.3CLASSIFICATION OF ELECTRODES

1.3.1 Electrode coating

Electrode covering has a large effect on its performance. The functions of the
electrode include the following; it

(a) providesavapour shield to protect the molten metal from reaction with the
oxygen and nitrogen of the air.

(b) provides an ionised path for conducting current from the electrode tip to
the work and for maintenance of an arc.

(c) provides flux for cleansing the metal surface of oxides and tying up any
oxides as slags that float to the top and may be removed from the finish
weld.

(d) controlstheweld profile, especially on fillet welds.

(e) controlsthe melt-off rate of the electrodes

(f) controls the penetration properties of the arc.

(g) providesfiller metal in addition to that supplied by the core wire.

(h) adds alloy materials to the weld deposits where a particular chemical
composition is required.

Materials used in the electrode covering for fluxing and slag formation, vary in
their abilitiesto clean dirty or rusty plate and provide the thickness of the resultant
dlag covering. These materials remove undesirable elements, and form slags that
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riseto the surface of the pool, freeze before the metal below freezesand thusaidin
the protection of the molten metal from reaction with the atmosphere. Deoxidizers
inthe covering serve to reduce oxides that might have been present on the work or
inadventently formed by oxidation of the molten metal through imperfect shielding
or slagging. Oxideswould tend to make theweld metal brittle. The most commonly
used deoxidizing agents are silicon, aluminium and manganese.

Arc stabilization is another important function of the electrode covering. With
AC current, which reversesits direction, there istendency for the arc to “ cut-off”
every timethe current flow isreversed. Thisproblemissolved inthe AC electrode
by incorporating potassium compounds, such as potassium titanatein the covering.
Thus DC electrodes are not useable with AC currents, but AC electrodes can be
used with DC current.

The electrode covering is also used for adding filler metal ingradients to the
weld deposits. Thusiron powder is extensively used in electrode covering-adding
irontotheweld, in addition to theiron supplied by the corewire. A small percentage
of iron powder, in some E6010 electrodes, stabilizes and quiets the arc without
loss of penetration characteristics. Iron powder added in large amount increases
the deposition rate, increases the optimum current and, with thick covering,
facilitates the use of the drag technique in welding. The electrode covering can
also be a source of alloying metals, such as manganese, nickel, chromium, and
molybdenum. When mixed with iron from the steel wire core, an aloy weld is
created during the welding process.

Thereare four main types of electrode coatingson which all mild and low alloy
steel electrodes are based.

(a) Gas shielded (cellulosic) electrodes : These coatings developed originally
nearly 60 years ago contain over 30 per cent of organic material such as
alpha flock, wood flour or other cellulose. In the arc the coating breaks
down to give avoluminous gas shield of H,, CO and CO, which give good
protection of the molten weld metal with consequent good weld metal
properties. These electrodes develop a strong plasma jet which gives
excellent penetration. Burning off rate of the el ectrodeislow and the coating
constitution leadsto only asmall amount of thin friable slag being formed,
which makes the el ectrode very suitable for positional welding, including
vertical position. Direct current is necessary.

(b) Rutileelectrodes:: Thiscoating contains 50 per cent titania(TiO,) astheminerals
rutileor ilmenite. Thiscompound givesgood arc stability and low operating
voltage so that it can readily be used with aternating current. Protection
against contamination is effected by a gaseous atmosphere containing
hydrogen, oxides of carbon nitrogen together with an acidic slag, whose
viscosity can be varied by minor mineral additions. The easily controllable
dag, low spatter, medium penetration and high depostion rate make this
electrodetypeideal for general engineering. Weld appearanceisalso good
and uniform and mechanical properties are generally sound. However,
ductility islower than that with other coatings.
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(c) Iron oxide/silicate electrodes: The coating isbased oniron oxide and manganese
oxide and associated silicates. This gives very little gas shielding but a
voluminous acidic slag which can result in intense slag metal reactions.
Depending on other constituents of the coating, the high oxygen content
can lead to a very low carbon weld deposit of low strength or a well
deoxidised deposit with good strength and ductility. A low operating voltage
makes the electrode suitable for a.c or d.c. The slag makes control, and
therefore position welding difficult, but gives good weld appearance with
a slightly concave profile which is excellent for fillet welds and deep
grooves. Deposition rates are high, penetration good and spatter low.
Although mechanical properties (strength and ductility) and soundness are
good, the high oxygen content of the weld metal giveslow notch ductility.
Additionally, the acid slags cannot cope with high sulphur contents which
lead to weld metal cracking.

(d) Basic electrodes : This type, aso known as low hydrogen, lime-ferritic or
lime-fluorspar electrodes, has a complex coating containing a high
proportion of limestone (CaCo,) and Fluorspar (CaF,). Clays, asbestos and
other mineral s with combined water are kept to a minimum to ensure very
low hydrogen contentsin the weld deposit. For thisreason basic el ectrodes
are also baked at a higher temperature than other types and are stored under
dry conditions.

Protection against contamination is by CO,-CO gasyield (with no H,) and
a fluid basic (or semi basic) slag which allows good deoxidation of the
metal which has low oxygen content. Mechanical properties including
ductility and notch toughness are superior to other types, soundness is
excellent and the deposit has a high resistance to hot and cold cracking
whichisvery good for welding higher strength steels (most alloy electrodes
have basic coatings). Basic electrodes are also less sensitive to plate quality
than other typesand they areused for high carbon or high sulphur containing
Steels.
Thearcvoltage of basic electrodesisfairly high, and most electrodesrequire
direct current electrode positive. But the addition of potassium saltsto the
coating leads to potassium ionsin the arc atmosphere and allows the use of
alternating current. It is necessary to maintain a short arc length. The slag
isfluid and gives the weld bead a convex to flat profile which can lead to
deslagging problems. These electrodes give medium speed of deposition,
moderate penetration and good bead appearance. They are generally more
difficult to use than rutile electrode and require short arc lengths and care
in weaving, stopping and starting, if porosity and slag inclusions are to be
avoided. Dampness in the coating must be avoided.

Table 1.10 gives the comparision of the four electrodes. The differences are

only marginal.
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Table 1.10 Comparison of four types of electrodes

Electrode class Rutile Gas shielded iron oxide silicate  Basic
Ductility 4 2 3 1
Penetration 4 1 2 3
Absence of undercut 1 4 3 2
Absence of spatter 2 4 1 3
Deposition efficiency 1 4 3 2
Deposition rate 2 4 1 3
Soundness 3 4 1 2
Ease of handling 1 3 4 2
Ease of re-striking 1 2 3 4
Resistance to cracking 2 3 4 1

Note : 1 indicates the best results; 4 the worst.

The division of electrode coatings into four main types gives only a general
picture of coatings and it is worthwhile considering further subdivisions or
combinations of these types:

(a) Cellulosic electrodes : Little variation is possible with this major type of
electrode. Theorigina coatingsrestrict useto direct current; however, minor
additionsor arc stabilisersallow the use of a.c. with some el ectrodes. Spatter
losses remain high and the weld bead is coarse with uneven ripples.
Mechanical properties of the weld are good.

(b) Mediumrutileelectrodes: With an average coating thicknessi.e., outer diameter
lessthan one and ahalf timesthe core wire diameter, it isbased on titanium
dioxide, with around 15 per cent of cellulosic material present in the covering
to give some gas shielding. These electrodes are suitable for positional
welding. Hot cracking can occur with small throat thicknesses although
the weld metal is not so susceptible as iron oxide/silicate deposits.

(c) Heavy rutileelectrodes: Thicker coveringswith less, below 5 per cent, cellulosic
additionsresultin aheavy compact self detaching slag. Theweld appearance
is smooth and mechanical properties are quite good.

(d) Iron oxide acid electrodes : These el ectrodes have amedium to heavy covering
that produces an iron oxide, manganese oxide-silica acidic slag. Further,
the covering contains deoxidizers (generally ferromanganese) to give sound
weld deposits with good mechanical properties. The solid slag has a
characteristic honey comb structure and is readily detached. Deposition
rates are high and deep penetration can be achieved with thick coverings.
Though the welds can be made in al positions, the nature of the molten
dlag (voluminous and often fluid) makes these el ectrodes best suited in the
flat position.

Weld deposits from these electrodes are more susceptible to hot cracking
than from other types and care must be taken with the parent material.
Carbon content should not exceed 0.24 per cent nor sulphur content exceed
0.05 per cent for killed steels or 0.06 per cent for rimmed steels. Crack
susceptibility is most marked in horizontal-vertical or vertical fillet welds.

(e) Rutile acid electrodes : With replacement of iron and/or manganese oxide by

titania upto amaximum of 30 per cent, asomewhat more fluid acid slag is
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produced. Mechanical properties and weld soundness are similar to iron
acid electrodes.

(f) Oxidising electrodes : A thick covering based on iron oxide and possible
manganese oxide without deoxidants produces an oxidising slag which
gives a weld deposit with very low carbon and manganese contents and
low strength. Penetration is low and molten weld metal fluid, restricting
use to horizontal/vertical or flat fillet welds. The slag is heavy, compact
and self detaching and gives excellent weld appearance.

(g) Basiceectrodes: Theseelectrodes havethick coverings containing considerable
amount of basic carbonates (generally cal cium or magnesium) and calcium
fluoride, which give CO, gas shielding and an active basic or semi-basic
dag. Deoxidationisgenerally effected by ferro-silicon and ferro manganese.
The deposited weld metal islow in oxygen, hydrogen and nitrogen, retains
alloying additions and has excellent mechanical properties, particularly
ductility and toughness. A medium quantity of dense slag forms on the
weld giving areasonably good appearance. Slag inclusions are rare.

The coatings are often hydroscopic and must be stored under warm dry
conditionsto prevent moisture. Otherwise hydrogen in the weld metal can
lead to porosity, fissuring and underbead cracking in susceptible steels.
Moisture content should not exceed 0.6 per cent.

The high ductility and low hydrogen content of the weld deposits lead to
excellent resistance to hot and cold cracking and basic electrodes are
particularly suitable for welding heavy or highly restrained structures.

(h) lron powder electrodes : Iron powder can be added to all types of electrode
coverings; so it isnot strictly asingle type.

The main advantages of the addition of iron powder are:
* it allows nearly twice the deposition rate;
* the iron powder is recovered in the weld deposit so that a specified
electrode length will give alonger arcing time and alarge bead.

Iron powder also reduces the operating voltage; this can be an advantage,
and for example, it allows cellulosic electrodes to be used with alternating
current; however, 50 per cent iron powder in the coating reduces operation.
Iron powder also increases slag fluidity which leads to manipulation
difficultiesfor positional welding. However, el ectrode coverings are often
dlightly conducting and thisallows ‘touch’ welding in theflat position. To
get high deposition rates, particularly at the lower operating voltages. these
electrodes use high current which can lead to a decrease in weld metal
ductility. Ductility improves after apost weld tempering or stressrelieving
heat treatment.

A recent development has been the introduction of low hydrogen rutile
iron powder electrodes which offer an electrode that is easy to use in the
flat position and givesalow hydrogen content in theweld deposit. Thereis
some indication that certain of these electrodes can give porosity in
positional welds and require a high level of operator skill for position
welding.
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1.3.2 Classification of electrodes

The American classification system (AWS Designation A.5.1. ASTM A 2233 for
mild steel and A5.5 ASTM 316 for low aloy steel) is different from the British
system. Classification consists of aprefix letter E specifying an electrode, agroup
of two or three digits specifying weld metal strength in ksi in the ‘asweld’ or
stress relieved condition, and afinal two digits specifying type of covering, weld
position and current characteristics. Typical examples are givenin Table 1.11

Table 1.11 Nomenclature of electrode specification

E60xx 60ksi (420MPa)
E70xx 70ksi (490 MPa)
E80xx 80ksi (560 MPa)
E90xx 90ksi (630 MPa)
E100xx 100 ksi (700 MPa)

Typical electrodes (those in brackets are widely used) are given in the
following:

Exx10 Cellulosic covering for the use with DC reversed polarity

(E6010)  only. Deep penetration and all positions electrode for general purpose.
Exx11 Cellulosic covering for AC or DC., al position.

(E6011) Deep Penetration and thin slag, X-ray quality weld.

Exx12 Rutile covering AC or DC, al positions.

(E6012) Medium penetration, good choice for fit-up work.

Exx13 Rutile electrode, AC or DC, all position.

(E6013)  Good performance in sheet metal welding.

Exx14 Iron powder rutile covering giving same characteristic as Exx 13, but
with a higher welding speed.

Exx15 Basic low hydrogen covering requiring use of DC only, all positions
for steel welds.

(E7015) Good for high sulfur steels.

Exx16 Basic low hydrogen covering as Exx15 but with addition of potassium

(E7016) sdltsto allow operation with AC.

Exx18 Low hydrogen electrode as Exx 16, but with 30% iron powder to give

(E7018)  better welding speedsand recovery. All positionuse, AC or DC reverse
polarity.

Exx20 Typica minera (iron oxide/silicate) covering for usein flat and

(E6020)  horizonatal positions. AC or DC, producesaspray typearc and aheavy
dlag that can be easily removed.

Exx24 Rutile and 50 per cent iron powder covering similar to Exx12, with

(E7024)  better recovery and suitable for touch welding. F and Hz positions
only. High deposit rate, AC or DC straight polarity.

Exx27 Minera plus 50 iron powder covering with similar

(E6027)  characteristics to Exx20. Very high deposition rate, Spray type of arc
and AC or DC straight polarity.

Exx28 Low hydrogen basic plus 50 per cent iron powder covering with high

(E7028)  deposition rate. F and Hz positions only. AC or DC reverse polarity.
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Exx30 Mineral covering similar to Exx20 but high deposition rates. F position
only.
Note: Theuseof mineral or iron oxide/silicate covered electrodesisdecreasing in
the USA and UK.

Several high tensile low hydrogen electrodes are classified with extra suffixes
e.g., BExxxx-A1-B2 etc., which indicate the chemical composition of the deposit,
and gas content of manual metal arc weld deposits.

AWS-specification A5.5-69 prescribesthe chemical requirementsfor low alloy
shielded metal arc weld metal. Classificationissimilar to that themild steelscovered
electrodes with the addition of a suffix to indicate the alloy constituents of the
deposited weld metal. e.g., E7010-A1 or E 8016-B1. A1 for carbon molybdenum
steel and B1 for chromium-molybdenum steels.

Electrodes - IS and AWS classifications and codes.

Inthefollowing are given some of thel Sand AWS specificationsfor electrodes.
For details the reader is advised to consult the specifications which cover the
chemical compositions, mechanical properties, impact strength and other
requirements.

IS 814 - 1991 Covered electrodes for manual metal arc welding of carbon and
carbon manganese steels.

Thisstandard is primarily concerned with the mechanical propertiesof theweld
metal and no limits have been specified on the chemical composition of the weld
metal.

For weld metals with tensile strength higher than 610 MPa reference can be
made to IS 1395-1982 “Low and medium alloy steel covered electrodes for
MMAW".

The classification of electrodeis given by letter and numericalsasgive below :

EX XXxx
ER 4211

Thefirst letter “E” indicates acovered electrode for MMAW, manufactured by
extrusion process,

The second letter “R” indicates type of covering e.g., R=Rutile, A =Acid, B =
Basic, C = Cellulosic, RR = Rutile heavy coated, S = any other type not mentioned
here.

Thefirst numerical “4” indicates strength (UTS = 410-510 MPa) in combination
with the yield strength of the weld metal deposit YS = 330 MPa.

The second numerical digit indicates percentage elongation in combination with
theimpact value of theweld metal deposited. Thus* 2" means 22 per cent minimum
elongation with impact 47 J at zero °C.

Thethird digit“1” showswelding position in which the electrode may be used.
“1” means all positions.

2 = al position except vertical

3 = flat butt weld horizontal /vertical fillet weld

4 = flat butt and fillet weld

5 = vertical down and flat butt

6 = any position not mentioned here.
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The fourth digit indicates the current condition in which the electrode it to be
used. Other IS and AWS standards are:

IS 815

IS 1387

IS 1395

IS 5206

IS 5511
IS 5898

IS 6419

IS 7280

IS 8666

IS 9595

AWSA 51

AWSA 53
AWSA 54

AWSA 55
AWSA 5.6
AWSA 5.7

AWSA 59

AWSA 5.10

AWSA 5.11
AWSA 512
AWSA 513
AWSA 514
AWSA 5.15
AWSA 5.17

AWSA 516
AWSA 518

AWSA 519
AWSA 5.20

1967

1967

1982

1969

1969

1971

1974

1977

1981

1988
1981

1981
1984
1984

1981

1988

1990
1980
1980
1989
1990
1980

1990
1979

1980
1979

Classification and coding of covered electrodes for metal
arc welding of structural steel.

General requirement relating to supply of covered
electrodes for metal arc welding.

Low and medium alloy steel covered electrodes for
MMAW.

Specification for corrosion resisting chromium nickel steel
covered electrodes.

Covered electrodes for MMAW of cast iron

Copper and copper aloy bare solid welding rods and
electrodes.

Welding rods and bare electrodes for gas shielded arc
welding of structural steels.

Specification for bare wire electrodes for SAW of
structural steels.

Specification for copper and copper alloy covered
electrodesfor MMAW.

Recommendations for metal arc welding of carbon and
carbon -Mn steels.

Specification for carbon steel covered arc welding
electrodes.

Aluminium and aluminium aloy electrodes

Corrosion resistant chromium and Cr-Ni steel covered
welding electrodes.

Low alloy steel covered arc welding electrodes

Covered copper and aloy arc welding electrodes.
Copper and copper alloy filler rods suitable for TIG,
Plasma, and MIG welding process

Corrosionresisting Cr and Ni-Cr steel filler wiressuitable
for TIG, MIG, and SAW processes.

Aluminium and aluminium filler wires suitable for
oxyacetylene, TIG, Plasma arc and MIG processes.
Nickel and nickel aloy covered welding electrodes.
Tungsten arc welding electrodes.

Solid surfacing welding rods and el ectrodes.

Nickel and nickel alloy bare welding rods and el ectrodes.
Welding rods and covered electrodes for cast iron.
Carbon steel electrodes and fluxes for submerged arc
welding.

Titanium and Titanium alloy filler wires.

Carbon stedl filler metals for TIG, Plasma arc and MIG/
CO, processes.

Magnesium aloy filler wires.

Carbon steel electrodes for flux-cored arc welding.
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AWSA 521 1980 Composite surfacing welding rods and electrodes

AWSA5.22 1980 Flux cored Cr and Cr-Ni steel electrodes

AWSA 523 1990 Low aloy steel electrodes and fluxes for submerged arc
welding.

AWSA 524 1990 ZrandZrdloy filler metal.

AWSA 525 1991 Flux wire combinations used for electroslag welding of
carbon and high strength low alloy steels.

AWSA 526 1978 Consumablesused for electro-slag welding of carbon and
high strength aloy steels.

AWSA 528 1979 Baresolidwireof low alloy steel for use with TIG, MIG
and PAW processes.

AWSA 29 1980 Low aloy steel electrodes for flux covered arc welding.

Matching electrodes must be used for alloy steels and stainless steels. For
corrosion resistant base metals the electrode must also be corrosion resistant.
Chromium-nickel steel electrodes are classified on the basis of chemical
composition of thefiller metal. AWS - A5.5--69 and AWS A5.5-69 specifications
give the composition for stainless steel electrodes.

Hydrogen, oxygen and nitrogen can be present in mild and low alloy steel weld
deposits; al are detrimental even in small amounts.

Hydrogen lowerstheductility and notch ductility of weld deposits. Itisbelieved
to cause fissuring (Micro-cracking) in non-hardenable weld deposits and cold
(underbead) cracking in the heat affected zones of hardenable steels. It can also
cause porosity. Hydrogen is considered to affect notch ductility and cracking in
amounts above 0.0087 per cent.

Oxygen can lead to poor notch impact performance possibly by acting as a
catalyst for precipitation reactions such as strain ageing. In larger amounts it can
react with carbon to give carbon-monoxide and hence porosity.

Nitrogen isbelieved to contribute to weld metal fissuring and in larger amounts
it leadsto reduced ductility and the formation of hard needles of iron nitride. It can
have a deleterious influence of creep behaviour, and in larger amounts cause
porosity.

Basic covered electrodes give weld deposits low in hydrogen, oxygen and
nitrogen. Cellulosic el ectrodes al so give deposits with good mechanical properties
and weld metal low in oxygen and nitrogen.

Some electrodes are compounded to deposit weld metal that solidifies rapidly
after being melted by the arc, and are thus used specifically for welding in the
vertical and overhead positions. They are known as Fast Freeze Electrodes.
Commonly used Fast Freeze Electrodesin thewelding of steel are E 6010, E 6011,
E 7010-A and E 7010-G. The deposition rates are not very high with these
electrodes. These el ectrodes provide deep penetration and maxium admixture. Slag
formation islight and the arc is easy to control.

There are electrodes which are compounded to deposit metal rapidly in the heat
of the arc, and are thus well suited to high speed welding on horizontal surface.
These electrodes are known as Fast-Fill Electrodes. The weld metal solidifies
somewhat slowly and so these electrodes are not suitable for out-of-position
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welding. The arc penetration is shallow with minimum admixture. The bead is
smooth, free of ripples. Spatter is negligible and slag formation is heavy; but it
peels off easily. The commonly used Fast-Fill Electrodes in the welding of steel
are E 7024, E 6027, and E 7020-A1.

Some electrodes known as Fill-Freeze Electrodes, provide a compromise
between Fast Freeze and Fast-Fill characteristicsand thus give amedium deposition
rate and penetration. The commonly used Fill-Freeze electrodes are E 6012, E
6013 and E 7014.

Conventional electrodes may not be suitable for high quality weldswhich should
not have any defects. In such cases low hydrogen electrodes are used. Typical
examples are E 7018 and E 7028. These electrodes give :

(a) X-ray quality welds requiring high mechanical properties.

(b) Crack resistant welds in medium or high carbon steels; welds that resist
hot-short cracking in phosphorus steels and welds that minimise porosity
in sulfur bearing steels.

(c) Weldsinthick sectionsor inrestrainedjointsin mild and alloy steelswhere
shrinkage stresses may promote weld cracking.

(d) Weldsin aloy steelswith strength of 500 M Pa.

(e) Multipass, vertical and overhead welds in mild steels.

Low hydrogen electrodes must be used in dry condition, if they are to give
good result.

Fluxes : Fluxes are classified on the basis of the mechanical property of the weld
deposit made with a particular electrode. The classification designation given to
flux consists of a prefix “F”, indicating a flux, followed by two digit numbers
representative of tensile strength and impact requirements for test welds made in
accordance with the specification. This is followed by a set of numbers
corresponding to the classification of the electrode used with the flux.

Flux cored electrodes are tubular wire containing within it the flux with all the
ingradients for shielding the arc and weld pool, fluxing, deoxidizing and
conditioning the molten metal . Specificationsfor flux cored arc welding el ectrodes
are given in AWS A5.20-69 code.

1.3.3 Selection of electrodes

The selection of electrodes for any particular job has always been a compromise
between the requirements of weld quality and the overall cost of fabrication.
Where quality isimportant it is necessary to select an electrode type which will
givethe appropriate weld metal properties. However, the skill of the operatorsand
conditions of electrode storage and usage must also be considered. In many cases
it may be preferable to sacrifice the maximum quality to ensure that sound defect-
free welds can be obtained under prevailing conditions of fabrication. Once the
required quality has been defined it is possible to select the electrode type and
make which will give the lowest fabrication cost or highest production rate.
Trendsin electrode selections have been apparent for many years. For the highest
quality in mild and low alloy steel deposits, basic electrodes are selected. If the
parent plate quality is dubious or unknown, basic electrodes are again used. The
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use of iron powder basic coatings can help the ease of the use and deposition rate
although it may prevent positional weldings.

Aluminium and aluminium alloy welding rods and bare electrodes are madein
accordance with AWS A5.10.69 specifications. The filler metals are classified on
the basisof their chemical composition as manufactured and their useability. Types
ER 5356, ER 4043 and ER 5183 can be used for large variety of welding
applications.

Some typical metal arc welding electrodesfor welding aloy steelsaregivenin
Table 1.12.

Table 1.12 Electrodes and their uses

1. Mild steel heavy dury electrodes
Rutile or basic coated for medium and heavy duty fabrications. The latter is suitable for
carbon and alloy steels, mild steel, high strength steels under restraint and for root runs.
2. High tensile alloy steel electrodes
Austenite rutile or basic coated; used for high strength steels including armour plates,
joints between low alloy and stainless steels.
3. Structural steel electrodes
Basic coated: used for high strength structural steel and copper bearing weathering
quality steels.
4. Ductile steel electrodes for low temperature
Basic coated: used for Ni base steels, 2.5% Ni-C-Mn steels.
5. Creep resistant steel electrodes
Ferritic and basic coating: can be used Cr-Mo boiler steels with pre-and post-heating.
6. Heat and corrosion resistant steel electrodes
Rutile or basic coating : for 19%Cr9% Ni extra low carbon stainless steels.
Basic coated for Nb or Ti stabilised 18/8 stainless steels.
Rutile or basic coated for Mo bearing 18/10 Mo steels.
Rutile or basic coated low carbon stainless steels electrodes for low carbon Mo bearing
steels.
Basic coated austenitic electrodes for 25% Cr-11% Ni steels and for joints in stainless
steel cladded to mild steel.
Rutile coating austenitic for 23%Cr-11% Ni heat resistant steel containing tungsten.
Basic coated 25% Cr-20% Ni (non-magnetic) for welding austenitic 20/20 steels.
7. 12-14% Mn steel electrodes
Basic coating for Mn steel parts-steel excavators and mining equipments.

Tubular type electrodes for hardfacing Mn steel parts.

1.4WELD JOINT CONSIDERATIONS

1.4.1 General procedure

For every welding job there is one procedure which will give the best including
the cost considerations. The main factors that must be considered are :
(a) typeof joint to be made, included angle, root opening and land (root face).
(b) type and size of electrode.
(c) typeof current, polarity and amperage.
(d) arc length and speed.
(e) position of welds (flat, horizontal, vertical and overhead).

The designer must consider problems and include them in his analysis of the
joint design.
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A root opening is used for electrode accessibility to the base of the joint. The
smaller the angle of the bevel, the larger will be root opening to obtain good fusion
at the root. Back up strips are used on larger root opening, specialy when all
weldings haveto be carried out from one side. Spacer strips may be used specially
in the case of double -Veejointsto prevent burn-through.

A land is provided to have additional thickness of the metal. A sharp feather
edge preparation is more prone to burn through than ajob with aland, especially
if thegapisabhit toolarge. A land usually requires back gouging, if a perfect weld
isrequired. A land is not recommended when welding into aback up strip, since a
gas pocket will be formed.

Fig. 1.25 Basic type of welded joints and welds (Courtesy: American Welding
Society, Standard Welding Symbols: A2.0-68)
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1.4.2 Type of welded joints

1.4.2.1 General

The important consideration of designing a weldment is the selection of the
best type of edge preparation for the given application. During the selection the
following main factors must be considered.

1. Magnitude and type of loading i.e., static compression or tension, fatigue,

bending, impact etc.

2. The effect of warping on cooling.

3. Thethickness of the materia to be welded.

The basic type of welded joints are: butt, tee, corner, lap and edge, as shownin
Fig. 1.25. The basic types of welds are: fillet, square, bevelgroove, J-groove and
U-groove. The type of joints does not affect the weld. The definition of awelded
joint must include description of both the joint and the weld.

1.4.2.2 Groove-welds

The commonly used groove welds have a number of typical properties:

(a) Single groove welds welded from one side only should not be used for
bending or fatigue loading. It may fail due to stress concentration at the
weld root.

(b) Single or double groove welds which are welded from both sides can
develop full strength.

(c) If welds do not extend completely through the thickness of the members
jointed, the joint should not be used for fatigue loading.

(d) With single or double bevel type of groove, it may be more difficult to
obtain sound weld.

(e) If backing strip is used during welding, it must be removed if the joint is
subjected to fatigue type of loading.

1.4.2.3 Various types of groove welds

(a) Squaregroovesmay be used with butt, corner Teeand edgejoints. Complete
penetration of square groove weld is obtained by welding from both sides
on material upto 3 mm thick without any root opening and on materials
upto 6 mm with adequate root opening.

(b) SingleVeegroovejointsare suitable for materials of 6 mm to 19 mm thick
with a minimum root opening of 60 deg. Single Vee groove joints are
suitable for most loading conditions.

(c) Double Vee groove joints are applicable to butt joint for materials with
thickness ranging from 12 mm to 38 mm. Control of distortion is also
achieved by using double Vee groove joint and welding on alternate sides
of the joint and so balancing the heat input.

(d) Single Bevel groove joints include butt, Tee and corner joints. Thisjoint
may be used for thickness between 6 mm to 19 mm. However, the narrow
included angle (35 to 45 deg.) of the bevel groovejoint makesit one of the
least desirable types of joint.

(e) Double Bevel groove joint may be used for thickness upto 38 mm.
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Fig. 1.26. Different types of edge preparation
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(f)

(9)

(h)

(i)

Single U-groove appliesto butt and corner joints. U-groovejoint consumes
lessweld metal and gives reduced distortion. U-groove can be successfully
applied to thickness range of 19 mm. The weld metal width is uniform.
Because of rounded bottom at the root, it is easier to achieve a better side
wall fusion at the root than in the V-groove type of weld.

Double U-groove joint is suitable only for butt joint. It is economical for
plate thicknesses greater than 38 mm and has all the advantages of single
U-groovejoaint.

Single J-groove joint may be used for butt, Tee and corner joints. It is
applicable particularly when the thickness exceeds 19 mm. The common
root opening angleis 15 to 25 deg.

Double J.groovejoint iscapable of withstanding loads of all typesin heavy
plates. Thisjoint isrecommended when the thickness is more than 38 mm.

Figure 1.26 gives summary of different types of edge preparation for various
welding processes.

1.4.2.4 Fillet welded joint

Though fillet weld may require more filler metal than groove welds the edges for
the fillet welded joints are very simple to prepare and to fit up. Figure 1.27 shows
the different fillet weld joints. Thefollowing are considered infillet welded joint.

Fig. 1.27 Combined groove and fillet joint
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(a) Singlefillet welded joint is employed in Lap, Tee and Corner joints. The
strength of these joint depends on the size of the fillet. If loading is not
severe, these joints are suitable upto 12 mm of plate thickness. In fatigue
or bending the joint will be weak.

(b) Doublefillet welded joint isused for Tee, lap and corner joints. It develops
full strength of the base metal and hence can be used for fatigue type of
loading also.

(c) Combined groove and fillet joint may be used in certain applications to
improve the stress distribution within the joint, specially in Tee and corner
joints.

1.4.2.5 Comparison of joints

In general butt joint is preferable to the single and double fillet or lap joint
when

(a) the joint undergoes appreciable tension, bending and shock or fatigue
stresses.

(b) overlapping partswould decrease thermal conductivity wherethisisamost
important factor.

(c) thereisapossibility of corrosion between the overlapping structures.

(d) amaximum saving in weight is desired.

The main disadvantages of the butt joint are:

(a) Greater cost of preparation.

(b) Higher assembly cost in some of the products.

(c) Lack of design flexibility in weld size.

(d) Greater skill required.

(e) Useof smaller electrodesor filler rodsand lower currentsfor theroot layers.
(f) Greater shrinkage and higher residual stresses.

1.4.3 Welding symbols

Thewelding symbolsdenotethetype of weld to be applied to aparticular weldment.
These symbols will indicate to the designer, draftsman and the welder the exact
welding detail s established for each joint or connection to satisfy all conditions of
material strength and service required.

Figure 1.28 (a) showsthe different weld jointsand the symbol s used to represent
them.

Figure 1.28 (b) shows the practical application of these symbols to various
typical joints.

The welding symbols are indicated in conjunction with an arrow connected at
an angle to areference line. This reference line is usually drawn parallel to the
bottom base plate. If the weld symbol is placed bel ow the reference line, the weld
faceis on the other side of the joint. If the symboal is above the reference line, the
weld face is on the other side of the joint. A circle where the arrow line meets the
reference line indicates that it should be a peripheral (around) weld. A numerical
figure before the symbol for afillet weld indicatestheleg length. A fork at theend
of the reference line with a number in it, indicates the welding process to be
employed. For example 111 is metal arc welding with covered electrode; 121 for
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Fig. 1.28 (a) Welding sysmbols
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Fig. 1.28 (b) Welding Symbols

SAW; 131 for MIG; and 141 for TIG and so on. These numerical indicators for
different types of welding processes have been standardized and are given in
welding societies publications.



