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Analysis on GH4169 Alloy Tube Welding

7 B 3 B b X 2 7 R 2
P T B B LT (R ) A B 7

[HE] AAAITIFET L2 GHA169 &2 F
BHATIR R, 2K 09 R AR, B AR E
HAT X e, R E R4 20mm B A
ATATE St otk an Rk AT R M AL 2, R ALy A
B ILEARBRAGRE T LA ATIFE, RS
GH4169 18 4 K 1T 42 & RAT, RIF 3814

X§HE: GH4169 5 |E 1B

[ABSTRACT] TIG of GH4169 alloy tube is car-
ried out in this paper. Macrostructure of welded joints is

”

obserbed, and the quality of the joints is checked by X ray.
Within 20mm of weld area has been grinded and scraped
at the welding joints end before welded, and the optimiza-
tion tack welding parameter and welding parameter have
been utilized during welding. Results show that the quality
of welded joints is well and without weld defects.
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Fig.1 Schematic of GH4169 alloy tube
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Fig.2 Welding jig of 61.0mm tube
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Fig.3 Welding jig of butt welding for tube
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Fig.4 Macrostructure of d1.5mm welded tube
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Fig.5 Macrostructure of 61.0mm welded tube
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Fig.6 Macrostructure of circumferential weld
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