Automatic Welding Process for Ship’s Shell Plates

Yasuhiko Nishi
Takanobu Sano
Kazutoki Mizutani
Atsuyoshi Ueno

Quite new automatic arc welding process and equipment have been developed that can weld ship’s shell plates,
upwards from the ground. The welding equipment can complete a butt joint of ship’s shell plates with one
running process. In order to keep the welding process under control, it is important to know formation
mechanism of the weld bead in this process. A control system based on a weld bead formation model has
achieved a smooth running process and a quality weld deposit.
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Fig.1 Automatic welding equipment for ship’s shell plate
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Fig.2 Outline of the developed welding process
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Table 1 Comparison of estimated and measured
bead height
Welding Bead height Arc pressure
Current (Measured) (Estimated)
1 (A) h' (mm) P (Pa)
280 10.9 372
395 14.0 829
488 17.1 1400
592 21.0 2280
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Fig.4 Comparison of estimated and measured bead height
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