ek TR/

Welding & Cutting

BHRNEHEREERSBILFIZHER

B5h &
A IRBMRRMARAS  HTHMN 311209

WE: WEmtrPiREHAR, HERTHREREREUATRAERRPIETR, AXAE, HERK, &
ANBERRE BRI R EHRATHERERTHE LG R R AR &N TLRE, AHENERTHEER &
RET —HAHEENERT LT &,

KEE: WM, HEN, EAEE, FARILILE; F&ELL

Research on narrow-gap gas-electric vertical welding
process of thick plate of building steel structure

YANG Hongsheng
Zhejiang Southeast Space Frame Co., Ltd., Hangzhou 311209, Zhejiang, China

Abstract: In the welding H-shaped steel of steel structure members, the welding of thick plate T-shape penetration
weld is mainly based on artificial gas shielded arc welding, and the efficiency is low. This paper introduces the
welding process test of T-shaped joint penetration welding of H-shaped steel thick plate by narrow-gap gas-electric
vertical welding method, which provides a useful welding process method for T-shaped penetration welding of
H-shaped steel thick plate.
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