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Abstract:K-TIG welding method has the advantages of deep weld penetration, low cost and high efficiency, which is

X E S : 1001-3814(2026)15-0014-07

used in the welding of medium plate. However, in the welding process, it is difficult to control the arc energy and keyhole
stability, which is easy to cause defects such as insufficient penetration, collapse of molten pool. The latest research progress
in K-TIG welding field in China and foreign countries was summarized. The technological methods for improving arc shape
and energy such as applying magnetic field, laser, changing gas composition. The methods for enhancing keyhole stability
such as applying flux and protective gas to the back and changing the current waveform were summarized. The future

development of K-TIG welding was prospected.

Key words:K-TIG welding; magnetic field; laser; electric arc; keyhole; current waveform

rh AR B Tz N T SRR AR
KL BRSSO A = RO IR AT R, T R
HE KA, e B N R, 2T TR AL
WARE, HE, hERZ R Z R ZE RN ITED,
THORAETE TF BB RORANT 1y 8 nmt 75 20
R, Bl A I (kdyhole tungsten inert gas,
K-TIG) B f th , H T 2005 pe a5 w5 48 A, B
A R AN A

K-TIG 112 R B2 L SIAT A S B v JEEAR A 1
T A AT J A, R PR AR AL 48 TIG A4 Ail E

Y75 B #9:2023-09-11 1% 8] H #9:2026-03-07

E£T B HFKE A0 LRI H (2022Y FB4602202)

VeI AT W, F B R O R R

BIEE W =0, B B0, RS A Bk RS R AR S
%2 5FF T4E;E-mail:sychyl @126.com

R, 7= A m S KU ) TR R B 28
AR RAL, e RS AR . SIS
TIG(activated TIG,A-TIG) A Lt , K-TIG Joi 76 45 44
FMENRBEIEEN, B 5 T #Em A 3h 4k,
kb TIG(P-TIG) Htt ,K-TIG #uki A F4E R T
K, EEEHEETR 6, 522 TIG(H-TIG) #lt,
K-TIG AT Z ISR 22 S Tr i 5 E A
Tl =0, FeF R 2O IR BT R,
{BAFFE AN T ZL R8T, —J& K-TIG B RE AN
R, TOIR S AR A ) R Ak A, R R AL
FETERZE M K-TIG MR i, 247 R Sk &
W, LRGSR R TR R R R A IS R
;. ASCKE RS K-TIG R 1454 Fhig
RS, WHLIIURRAE it 8 3 55 A B 1R & TR A
Itz T2 L,

+14- http:/mwww.riggy.net  riggy@vip.163.com



mailto:;E-mail:sychyl@126.com
https://iffybd81d89a07a2d497bhnbpqon9655n96ufpfffb.res.gxlib.org.cn
mailto:rjggy@vip.163.com

#INTTZ
Hot Working Technology

1 BIMTARMERE
1.1 BIlES

K-TIG J& 4% 1 FLIA T R S B2 2% 1) ) AL A ok
T2 PR E ISR 2 B S RN X 3 i L b G310, X
LA TSI W RN A B i AR A5 RN, Bl b2
AR, IR IEE T Bt @k 2 AL =
BN — R B T U S R4, 8 12 W H
JE R A A3 1 = R ORI T AR TS
BT K-TIG AN BRIV, E 1FR,
2 H i A 300A 14K 3 500A B, HLHKHH e PR AR
R ER A B R4 . (H K-TIG 3 KL A
AT DA AR LI, 40 ] 38 2ok F R K R U
BEAR, HL G S SR I s A B B K-TIG 2
KK WX L STGE R 48 VR, 7KV B L IR
FEIRLIE , (o R I A 0

1 REIHGE T B K-TIG HBUESRM
Fig.1 K-TIG arc shape under different currentst

ARHEAFIA R AR 5 R AR K-TIG SR
SSRGS TG, PR T —FiEMT K-TIG
RIS i BUREEG J7 1%, AT DLRIBUA i 7L
fL. I AREEE RS s S IR . BR E AT L
A, AR ARSI T 1o R IR (5 SRR AT R
MEAIFLI, AP {55 55 14 L i o0 ol A Gl A5 42 o)
AR, SEIT K-TIG A5 R AR 2 11 s 25 1) 52 )
eE

BREEE B A, R T RGBT &R 5k
SLAFMPL LabView JF& Gy BLAl T &t d ok &l
BRI S RES I RS, 5L T 2 A ilE
85 ZEA5  HREE 5 00T o R I 77T LLx ok
TEASHATIFE TCTE h H DI AE 2 [ AR TF AR ST
Ff RGO e R RE 3 0 AR SR AU e ixX —
R, THE TEET G2 M MR B U R 5L
ARG S PR S HL AR B At
B A RRE B A 5 HAME RS R LR

BEE T A B & J& , AnsysFluent S5A5E451 4K

PSRN Z A, b i B AE ST T TIG FLA B8
TAREA R 193] T TIG B REB FR R |
ARG, B T4 8RR A A A
TKEHEEFLL K-TIG KA MRS XS, FILH Fluent %k
XS K-TIG HLORHEA TR, RIS S A (1 I
SaRiTINGER 0 TN EK WA S D & A R N Y- 578

AR AHOCEMR R G SR 4 A Lk
S AR AR X HLSTOR A T f DU LSS (B
& B 53T HLICHR T F I B B A A TR AT A Ay
Mo TPBCEARALUA B T LATRAD T et s, 5 ELAL—
B R A DGRk B i, RIE, #E K-TIG
LIRS 7 THT , e R A SR B G AL B R S
BN ARES B W T R o 4 e 2 R ST Tl
12 REHEIMEE
1.2.1 SMntEs

K-TIG/EA—FhRFLAUE S T2, EELE K
FEL O 7 A ) LA 2 a7 M ) R TR S B 2 LA e
HiE RH S r R Re R v A R & R el i
B H R TP TR R % R, o
SMItE:, REAE O AT AR SR B A
iz 3, 7622 W B B R 4 B sk i a3, LU
IR kAR FIRRE £ ARG 37 = 2L S M 4 N
Wl D FAE e REA A,

P4 o SE UG 1 i 5 | A B R &
ME RN TRIZ R T s, FRMRHE
W7 FE R ks T W MRS R | w0
JE ey, F IO 200 B G O 5 AR g, P RS
T, Cui SFPUR FHYN I g7 %6 B A TS0 00 N TR
P HARRAL 30 T 9GS T B IIOR IR, A3
FEROW T I AT AR, SO BeAE 2 0022 1 B 3K
EVIESE Siipalio: i

I A G B UE I AT DR R BT 25 -4 v v
INZEEHE 71 . Nomura ZF 2 IR ARG AL TIG 154
AR FE S . Baskoro SEP% ILTE TIG K 4% Hhjita i
IRFAME T LAREARBEAET T4 S E I Liu S5 BF58 T
RGN K-TIG BYSZNR 38 18 i o #1437 v] LA
AR IO AR, IF BRI 58 KB I A L 3, Liu
LWL MRS K-TIG HUIIR , s sii550, &
YA SR 07 3 J, ARSCR KT 5 HAE
Ty AR 5 AR B N G 0, e A TR B vy L PR
JE (B ROK Xt e SRR A Stk AR T
FLIBE & S 2B AR

http:/Amwww.rjggy.net  riggy@vip.163.com -15-



https://iffybd81d89a07a2d497bhnbpqon9655n96ufpfffb.res.gxlib.org.cn
mailto:rjggy@vip.163.com

HINT.TZ
Hot Working Technology

B /D S TE e R T 1 K-TIG FIIUE &S
PEFTAMHT . R NG A E A TR — I 4 e A2
(8 Foe K AH e/ IME B I 35 B 2508 A 2R | 76 0~
50Hz Z [1], HL A 1 A28 A e KA B R 37 A R 348
TG

SNBSS RG22 ARRRAS AR AR 3
S R, T AR ERSCRE , (PERY
TG R | R 37580 B B T A B e s
TSRS AR, LR B AR R A 13 4
AN, R e — 28 1 32 31 T — 5 BR A
1.2.2 ANt

MO R — MR K-TIG iR BER 9 T2
FB, BO% -TIG A FEH2h Steen™7E 1970 415 56
PR, SRR R I AR AL R L 5 A AN [R] A A
EAVERTER —07 &, 2k R T R R AL
PO T TIG KSR A B, 2 —Fh s AR e 1Y
PR AR 22 LA T T 5T, Horp S
C.E. Albright & 3L 45 f 5 A J5E A1 2 F I S0 R
TE R A8 3 s, BRI T A ICRE B A A | 2
T REREAD,

USROS AR R, R IR
I LR R A SR, 2 IR 3 (S O e
e, HEOk K-TIG B 4 #k H BEAE 0~3mm,
B Oomm i AT LA B0 AR e 1 B, 2R AR 2 1o
PG R R G EUG AL BT B, 5T e i 1
PORTFYEEESECT 0L K-TIG B 4etE A3 T
5 ARSI, dE—El T RO R
i, Zhang 2% I7E K-TIG #77 A /IMLIG , ARk
SEHAEHITE/INFLIE S, AT AR IR TR B 5 SR ) B
RS IAROG- B S RS R FZE R R, (H 34
TR 2Z R A9 HE 2 <3mm 5 >5mm i}, ot Iie
fif, REUR T RN E

Ot K-TIG HBA7E K-TIG HL K i A 1k 1 KL fil
b TR R, f K-TIG #4452k
K, —Fp R & E LY AR KR RO
B AR By 5 FLAEAE P S S e A s e gy, DT
S A = 3 H RO -TIG #v & A =ikt
WEBE AT A S vt Al BAT R R i, e Al A=
FEH AR
1.2.3 WA

FXHEOE TIG #A B vt ay sl K-TIG tur] L
SR FH SR AN AR B 53 R T BERE AT AR -4 55

HLRAE R, H BRI 7 IS AR A S ImA A
RAEMEH RS A SIS AR, 5 & <
b, &R VB VAR S R A E R LA R
SR P SR 7 PR TR B 5 v AR A 2 4R v, A
Tl By, 42 e L N BE @ Traidia 251 44
ALOEAAFEIEC T RO S AL, 45 %
W SRR F A R AR B, A S ST B
JEFRIAR , REIRA RS B AR R
JEEHRZ A | LN BE LA R T

X BLFAEBIIFSE Ar 5 H, RS SRR T &R
TR VR, IS — B T U T L
WA 2 s, ZIINA 10065/ <Un iR B L 5 @
I R R, B R 1 A AR e R P A FLFA
T R SR T S ok, — e R
HR R TR B TR

g f{%o‘l'oloc A v/(m-s™)
= 217.726
1‘:@ g ig%g 2 163.295
= 0004 i %3‘888 i 108.863
% g ﬁ%é) e, J 54.4315
0.008L

-0.008 -0.004 0 0.004 0.008
ZmEE d/m
(a) 2k Ar

-0.008 -0.004 0 0.004 0.008
I HEES d/m
(b) Ar+10%H,
P 2 10%%2 MRS HU IG5 i 1540 2 [ =
Fig.2 Simulation nephogram of arc temperature and flow field
before and after addition of 10% hydrogen®!

WU R SR B 1 A AR AL T O -TIG #
AR I H A AE A B &, (R IR A Sk
T2 R 2 Rl A BN IR R
WS Gy 1 RN S 2 G Il SR L R AR AL Ay
MRIH 2 AE FL B f A A T B
2 REFLITAR FERLFLMIZ
21 REFLITA

SRS, iU S 4R B R
J U BURLIY A5 B XA K-TIG RUAL 24K
FA L LA A e LIRS R LS 7 KL A 55
PR AR AR B S 4B, IR I s R A2

+16- http:/mwww.riggy.net  riggy@vip.163.com



https://iffybd81d89a07a2d497bhnbpqon9655n96ufpfffb.res.gxlib.org.cn
mailto:rjggy@vip.163.com

#INTTZ
Hot Working Technology

P LI 5 E T A9 1) IR ISR AL, Thi g R A
BT K RN = TR, R e RRLAL,
TEXHEE R, REFLER AR R O R RE™, A
FKtFFERM , K-TIG REALAERE MR R ARl T O E
F PR5ah 2 HRIRAS™ B o B R S rk A
B B ST RALEOR B A R AL i in 2

0.008s 0.016s 0.024s 0.032s

k.

R MR AL S — N EZE T H 1R
R AFPUR H R s AR 5O HL Ui R 520A 1 K-TIG #4%
TRYRLALAT AT T4 i 3 R | RLFLAESR 4%
AR — B R R KR -8 - K
Wil fe,

0.040s
& 3 520 A B} K-TIG %24 Q235 {Hi¥

0.048s 0.056s 0.064s

AL LR A [

0.072s 0.080s  0.088s
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