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Analysis of forming process parameters for repairing thermal
pipeline cracks by manual activating TIG welding

ZHANG Zhiguo,ZHANG Dandan
(Mechanical and Electrical Engineering, Longnan Teachers College,Longnan 742500, Gansu, China)

Abstract; In the process of repairing thermal pipeline cracks by manual active TIG welding, the process parameters
are the key factors that affect the repair effect and the applicability of the method. This paper analyzes the process
parameters of manual active TIG welding to repair the cracks of 6mm wall thickness thermal pipes, and studies the
influence of process parameters and operating skills on the quality of welding repair.It was found that the control of
the degree of indentation of the molten pool during the welding process is an important factor in determining the for-
mation of the inner and outer sides of the weld. The matching adjustment of welding speed and welding current de-
termines whether burn-through or impermeability occurs during crack repair. The adjustment of the tungsten
included angle and arc length affects the weld width and the size of the inner weld reinforcement. With the support of
reasonable process parameters, it can directly and efficiently repair the cracks of the 6mm wall thickness thermal
pipeline,
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