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Deformation and analysis of thick plate narrow gap welding process
MING Can, MA Chunwei
(Faculty of Material Engineering, Shanghai University of Engineering Science, Shanghai Songjiang, 201600, China)

[ Abstract] Compared to conventional thick plate welding, thick plate narrow gap MIG welding has obvious advantages. At
present, research on deformation during thick plate narrow gap welding is still difficult. In this experiment, after each layer is
welded, the points along the symmetrical sides of the base metal are taken along the direction of the weld, and the deformation trend
is obtained by measuring the distance between the symmetrical points. By measuring and comparing the distance between the top
layer and a layer along the welding amount, it is concluded that as the welding amount increases, the gap between the two base
metals decreases, so a certain reverse deformation needs to be reserved before the bottom welding. In addition, by measuring the
change of the distance between different points in the same layer, it is found that the closer to the arcing position, the more obvious
the deformation.
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Tab. 1 Welding process parameters during filling
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Fig. 6 Different distance of CD in the same layer
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