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Water Vapor Arc Welding Technology and Quality Control of Surfacing Layer
AN Daiming
(Lanzhou Petrochemical Equipment Repair Company, Lanzhou 730060, China)

Abstract: The effects of water vapor shielded surfacing on the arc and metal transfer characteristics were analyzed.If
the wire feed speed, welding current, welding voltage three parameters match very well, the welding process was "arc-
extinguishing arc-short" form, arc extinguishing time is short, short circuit transition frequency is highest, in this case, small
spatter, the good weld forming and stable welding process can be obtained. Combining with the actual production, the

welding process parameters are presented in water vapor protection, as well as the welding surfacing quality control

methods in the welding process.
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Fig.1 Water vapor build-up welding principle image
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Fig.2 Current and voltage waveform under water vapor
arc surfacing process
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Tab.1 Water vapor arc welding commonl used
process parameters
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Tab.3 Angle diagram of wire contacts workpiece
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Tab.4 Swing axle welding tractor and hardness change curve
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Tab.2 Wear resistance of repaired engine crankshaft
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Tab.3 The bonding strength of samples under different
repairing methods
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