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Automatic Girth Welding for Pipeline

Kozuhiko Kamakura Noboru Fukuhara
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Photo 1

Automatic girth welding
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(2) Welding head

(&) Inner clamp control box

(9) Off line computer
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Fig. 1 Welding system
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Table 1

(1 m mgﬁNew pipe
7

Inner clamp

Fig. 2 Welding procedure
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Arc time comparison among different build-up methods®

All layers | MAG

Stringer © TIG

. - Shielded
Build-up Both side Oneway Alternate Both side Alternate metal arc
methods upward continuous reverse upward reverse welding

welding welding welding weling welding
Arc time  {min) 85 70 70 30470 30+55 1650

[Pass sequence”

¢ Pipe dimension :

H00A-12t

" Lagend :

— MAG,  TIG
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Table 2 Comparison between inside/outside simultanecus
welding and outside welding

Welding [nside and outside . .
. . Outside welding
methed simultaneous welding
Heat source MAG MAG

Number of

2 {inside |, outside 1} 1 {outside 1}

electrode

Gr 8y’ 63"
c;r(l)gviration zzx groove 4 5 E V groove

¢ 0 Copper backing

Groove area 95 mim* 190 mm?

Build-up

method
Alternate reverse

welding at inside
and outside

Alterngte reverse
welding
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