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ABSTRACT Underwater wet flux—cored arc welding (FCAW) has great potential prospects of wide
application in ocean engineering due to its easiness of automation and high weld quality. However, the
thermal process of underwater wet welding is more complicated: the arc energy distribution is more
concentrated in high—pressure environment of underwater, the convection heat transfer coefficient of the
weldment under water is much larger than that in air. This study focuses on establishing the numerical
model for analyzing the thermal process and the temperature field in underwater wet FCAW by using
the FEM software SYSWELD. Both the generalities and peculiarities of the conventional GMAW (gas
metal arc welding) in air and underwater wet FCAW processes are taken into consideration, especially
the two remarkable characteristics of underwater wet welding, i.e., the water compressing action to
the arc, and the enhanced heat losses caused by the surrounding water. Based on the calculated
temperature profiles, the weld bead shape and sizes are predicted in underwater FCAW, which lays the
foundation for the process optimization. It is found that under 4 groups of typical welding conditions
the calculated weld bead dimensions are in agreement with the experimental ones, which validated
the energy distribution pattern of the heat source and the numeric model for underwater wet welding.
Experiments showed that the weld bead was thinner and deeper in underwater wet welding than that
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in conventional GMAW under the same welding parameters, while the variation regularity of weld bead

profile is similar.

KEY WORDS underwater wet welding, flux—cored arc welding, temperature field,

weld bead profile
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Table 1 Process parameters used in underwater wet flux—cored arc welding(FCAW)

Test No. Average current I, A Average voltage U, V Welding speed vg, mm/min
1 180 27.0 300
2 185 27.5 250
3 187 26.5 200
4 185 30.5 200
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Table 2 Distribution parameters of the corresponding heat sources

Parameter of the double—ellipsoid

Parameter of the Gaussian

Test No. heat source, mm heat source, mm
ag ar b c 70
1,2,3 2.50 5.50 4.20 1.25 3.39
4 2.50 5.80 4.50 1.24 3.51

Note: 7o is the radius within which 95% of Gaussian heat source energy is applied; a; and a, are the lengths of

front and rear parts of the double—ellipsoid model specifically; b and ¢ are the half widths and depth of the

double—ellipsoid model specifically
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Fig.5 Comparisons of the measured and calculated weld cross—section (left) and fusion line (right)
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Table 3 Measured values of weld dimensions of test Nos.1, 2, 3 and 4

Test No. Weld reinforcement, mm Penetration, mm Weld width, mm
1 2.8 1.9 9.7
2 3.1 2.3 9.6
3 2.9 2.8 9.9
4 2.9 2.7 10.3
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