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Abstract TE 145551

This research is the study of the effect from the component of the joint characteristic
and the thickness of the changed plates. That effected to the welding plates, it may causes
from the distortion. So to be an oversizing before welding is suitable shrinkage without
bending is to save the expense in the component welding plates. The result of low carbon
steel welding by submerged arc welding from the component of the thickness shrinkage of
e plates in four levels is 15, 20, 25, 32 millimeters {ind out that.

1. The average rate of the transverse shrinkage of single V mark is 10.50%, 12.06%,
14.31% and 19.98%, for double V mark is 6.73%, 6.93%, 9.66% and 8.72% of the wide of cross
section at weld mark by the size of thickness.

2. Comparing the average of the transverse shrinkage of single V mark from the
experiment and the formula is find out that it miss from the real valve that came form
measuring. The plates is thicker than the old one is 26.60%, 30.25%, 36.30% and 51.33%.

3. The number of welding track that increase by the thickness of plates is made the
rate of longitudinal expansion and the period of up of plates while welding interpass is
increase by the number of welding track.

4. The predictation from the experiment must over the distortion-angular before pre-
setting. The normal joint 60 have to lay the welding plates in horizontal plane 180°, opened
the angle to 2.5°, 5.6°, 7.5°, 9.5°. The thickness of the single V joint and double V joint with
symmetry must oversized to the distortion angular of face weld. The normal joint 180°,

opened to 1°, 1°, 1.1°, 2.6° by the size of the thickness.

5. The total expense of single V mark is higher than double V mark comparing from
the rate of the total expense in welding track and the length of welding track (Bath/metre)

is 12.00%, 22.51%, 22.91% and 31.38% by the thickness.
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