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Effect of coating quantity of fluxes on weld
penetration depth in A — TIG welding

LIU Feng-yao, LIN San-bao, YANG Chun-li, WU Lin
( Naticnal Key Laboratory of Advanced Welding Production Technology, Harbin Institute of Technology, Harbin 150001, China)

Abstract: Conventional TIG welding is known as its low productivity and limited weld depth in a single pass.
Activating TIG welding (A — TIG) can greatly improve the weld penetration and thus enhance the process effi-
ciency in comparison with the conventional TIG welding. The effect of fluxes with single component (SiO,
CaF, 'Ti0, .Cr,0; and NaF) on weld penetration by method of macro — section analysis during TIG welding of
stainless steel has been investigated. The results show that compared with conventional TIG welding activating
flux causes an enhancement in weld penetration and the enhancement increases with increasing coating quanti-
ty when the later is small. The increased weld penetration with oxide flux is the biggest, while the increased
depth with fluoride flux is the smallest. However, each of these five types of flux has its saturation point in
penetration increment. The arc constricting and the changing of weld pool surface tension gradient are the main
reasons for the activating flux to increase the weld penetration.
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Fig.1 Effect of coating quantity of flux on weld penetration depth
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