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(The Use of Orbital TIG Welding Process for the Construction and the Repair of Field Piping)

ABSTRACT Orbital TIG welding process being used for the new construction, the repair of nuclear piping
system and other critical piping. When weld quality is important or there are a large number of similar weld to be
made or when access is restricted with manual torch, Orbital TIG welding is most effective process because of
practical for out-of-position and high weld quality. Furthermore, typically superior to manual TIG welding process
where the pipe remains in place and the tungsten electrode orbits the weld. As smaller and more compact welding
head is being developed, could operate in tight spaces and lend itself to this type of application better than any other
welding process. Orbital TIG welding has become more and more field practical process.
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Fig. 3 The Conditions of Welding Joint
and Tungsten Setting
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Table3. Welding Parameters of Tack Weldin,

ax | Ag | &3 | A=

| v | =2 | agem

AR | 46~56 7~9 | Single-B Ar,
5 | 65~75 9~12 evel (8~13)

Table4. Welding Parameters of Omega Seal Welding
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A | 75~85 7~9 ER316L Ar,
H5 | 80~90 9~12 | ERNiCr-3 | (10~15)
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Fig. 4 The Macrostructure of Upper
Omega Seal Welding Joint
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