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Automatic Horizonatal Welding Machine Developed for Girth Seam Welding of Blast
Furnace Shell Plates

(Itaru Yamashita) (Noboru Sakamoto) (Toshiaki
Waki) (Koshi Fujii)
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Girth Seam Welding of Blast Furnace Shell Plates
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Tashiaki Wake Koshi Fujii

Synopsis:
With a view to constructing a longer life blast furnace, studies have recently been made on measures for im-
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Table 1 Specifications of D). C. pulsating power source used for Weaving Pulsed
MIG welding process

General characterist
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Maximum welding current ! A00A Tavevage!

|
Dty eyele 100% at 300A {1h duty]
Background cireuit S
External characteristics l | Drooping characleristics
Open circuit voltage S0V
Welding current 0~T4A
Duty evele | 100% (1h dutyi
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Table 3 Specifications of welding machine, HW 2
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Main welding device { 1 set
Width = length % height 535mm < 1 700mm x 1 205mm
Welght Tuotal ab. 90kg *

']vl‘avellinj' ,i'iw(-ti 5.5~ 50emimin

' Dwell time ™" 1 0~25
Torch adjustor Adjustable stroke
100mm fup & down!
230mm ifront & back]
Oscillation plane angle @ 14"~ + 14"
Toreh angle
5~ 1 14" {against horizontal line}

70"~ 110" {agamnst welding direction)

Cross slide unit inclination Adjustable range "77 0 207~ 207
atdjuster

Seam follower Two dimentional follower
Welding power source “*** 1 set

& — - T o —

Water circulator fo1 sel

Tank capacity 100/

S — — T

* It can be devided into 4 units

" Dwell time at each edge
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Tahle 4 Welding conditions used fur test
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Welding process i Weaving Pulsed MIG welding®*™* tne side welding
- o I ) by manuval electrode**
l la {A) 250 250 200
S - I
Ih (A) 74 I 74 74

h,. - i\vrux, . [ X o







	★j12-356-366
	j12-356-366

