Plasma welding with vertical work pieces &5 g1~ 7 4%

E T RS
Strake fabrication (longitudinal welding)
TIARTIE (HEN7E)
The work piece which is tack welded is fixed on the turntable and the longitudinal
welding is performed vertically:
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1 pass butt joint weld performed vertical down up to 5mm in standard
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- A 2nd pass can be done according to level of quality required.
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Building up the tank (circular welding)
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The piece is rotated on the turntable and the weld is performed with the torch at the
horizontal position:
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1 pass butt joint weld up to 6 mm in standard
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- 2 passes butt joint weld up to 8 mm in standard (only 1 run if bicathode
Plasma+TIG is using)
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- Over 8 mm, necessary to have a preparation (chamfer opening 75°, root face 5
mm)
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This method allows to manufacture pieces with large sizes without any special tooling.
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Machines advantages HLE$ ¥ &L =
- Easiest work pieces handling 2 5 &b B i1 T4
- No needs of special tools to keep the shell round. /AN SEEFR AN T, A4 44 (4 15
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- Only one welding installation for all plasma jobs (circular and longitudinal)
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- Welding heads multi-positions: cornice, vertical up and down, flat position and fillet.
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- Remote control panel desk including video screen for joint tracking
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- Circular welding with the turntable which is a numerical axis
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- Longitudinal welding with column and boom up and down which is a numerical
axis
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- Athird outside axis (start and stop) can be piloted by the PLC
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