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Gas Metal Arc Welding (GMAW) Welding Technology with Robot
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Gas Metal Arc Welding (GMAW) Welding Technology with Robot

GMAW (Gas Metal Arc Welding)

SINGLE PASS ONLY
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Exercise @

Fillet weld in Flange to Pipe

Position Horizontal Fillet Weld (©F)
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THICKNESS 2 12 mm.
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l=——CARBON STEEL PIPE NPS 2 1/2" SCH40

(0.0.73 mm.THICKNESS 5.16 mm.)

N
GMAW (Gas Metal Arc Welding) ——— 4Hold 212 mm
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Uil Flange

| CARBON STEEL FLANGE
THICKNESS = 12 mm.
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Gas Metal Arc Welding (GMAW) Welding Technology with Robot
Exercise .
Fillet weld in Plate to Pipe
Position Horizontal Fillet Weld (oF)
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GMAW (Gas Metal Arc Welding) ~
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Gas Metal Arc Welding (GMAW) Welding Technology with Robot
Exercise en.
Fillet weld in Flange to Pipe Position Horizontal Fillet Weld (eF)
&
Groove Weld Full Penetration in Pipe Cap to Pipe Position Horizontal Groove Weld (G)

Joint Qualification B

) o > GMAW (Gas Metal Arc Welding)
PIPE CAP NPS 2 1/2" SCH40——————————— A SINGLE PASS ONLY
60"
e CARBON STEEL PIPE NPS 2 1/2" SCH40
(0.D.73 mm.THICKNESS 5.16 mm.)
Joint Qualification A
GMAW (Gas Metal Arc Welding) Q 4Hold ¢12 mm.
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o * T CARBON STEEL FLANGE

Diameter 140 mm.
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