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Simulated image of vessel head
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Fig. 2 3D simulation figure of No.56 ~65 workpiece
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Table 1 Welding process region of No. 58 ~65 workpiece
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Fig. 3 0° ~180°cross-sectional view of No.56 ~65 work-
piece
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Fig. 4 Distribution of multi-pass 0° ~180°cross section
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Table 2 Welding parameters
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Fig. 5 Relationship between area of filler metal, welding
speed and wire feeding speed
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Table 3 Rrelationship between independent variables and
physical quantity
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Table 4 Regression parameters
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Table 5 Welding parameter of 3 layer and 2 pass

FETZ u:;i JEEHL R %Qf‘%g ﬁ;ﬁ%;&
X 3 31 [ 1,/ A Jf/Hz
I,/A (ememin~™') (cmemin~")

0° ~17° 200 100 22 90 16
17° ~37° 210 105 212 100 16
37° ~58° 215 107 1.9 110 14
58° ~122° 220 110 1.7 115 12
122° ~143° 230 115 1.4 120 10
143° ~163° 240 120 1325 130 9
163° ~180° 250 125 11 140 8
180° ~197° 240 120 1.1 140
197° ~217° 230 115 1.25 130 9
217° ~238° 220 110 1.4 120 10
238° ~302° 210 105 17 115 12
302° ~323° 205 102 119 110 14
323° ~353° 200 100 2:2 100 16
353° ~360° 190 95 202 90 16
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Fig. 6 Weld appearance of 3 layer and 2 pass
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