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TT Automatic Welding Process for 9Ni Steel Girth Weld of LNG Tank
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Abstract: Based on the automatic TT welding system for the girth weld of LNG storage tank, this paper conducted TT auto-
matic welding test of 9Ni steel plates with different wall thicknesses, observe the weld formation, analyze the weld quality in
combination with nondestructive testing and physical and chemical performance tests, and summarize the automatic TT
welding process for the girth weld of 9Ni steel. According to the experimental research, this TT automatic welding process is
fully applicable to the girth weld of 9Ni steel plate, and the weld formation is good, the joint performance is excellent, and
each index is higher than the standard requirements. It can effectively improve the welding quality of LNG tank, greatly re-
duce the consumption of welding materials, and reduce the workload, so as to save costs and control quality.
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T 06 20 S AN R 4 2 PR T /D Tl A 0
AR 2, 25 5 e i ORG s E BE J
BN, S AR AE Y PERE T

R T R R TR 3 N T 3 2 R TR
K, TUTE AR R IS RIS, i A 3
WF & T LNG i 9 R 4E 4 H 8h TT 142 R 5,
XF ONI AR () P14 TT 42 T 23 TR A GE , JF &
T —& LNG G N FEFR4E TT 4 H sh il s T
2o N T A5 i p Fas R e ke s &
A PRERTTEDR , HR 14 .

1 1REE R KRR

LNG fiff i P37 R 4 K e < 24 o i AR 4
B 1Y 80% , K422 o1 fi 25K i, Rl sf pR T R A
A7 B 1 RRR M TR UE IR, X KR T2 0T
Kt AR KBk K

(DRI s BIPEEER

LNG fiff i P9 I 4 2 SR MR 42 3k - 196 °CAIR I
MG TIAMIE T 70 T FREEAAER A )2 R] T 25 R
RIRPIYER RN E . & H S TT ISR R Gk
FHTIP-TIG ik 2 Hi R , BAA L2 FR ik 22 T fe , 74
2 A7 Bl Tl A A5 B AR SRR PR Bk
22 (PR BNHR 20 Hz) A3 R I SR A4 T A b ) 25 1
5K 77 A Ak SRR | BRI Tt ) SR e e A
Gy g, R B 4 v s OSOR RN W I 4 PR R
PER R AE rp I

(2) W5 th sz T 752 m T B

TEIRAE IR R v A5 R BB A A AL S5 T J AR
et WS SAEE IERT AR EA, 5 58 s
B LB A ANR . 4 HEIAEE TT R GRS
PR R G0 (RAR TR B M FE RT3K 30°) , AT LAGH A4 BE i
e B T G O IORE X Bk 11 R | - L FE A
Ik 100 R %) 5 B B ) R A SR S A T
SO A SR SRR AE TSR 1 45= R s ]
fili AN 158 H A, el AN 1AM A5 Tl

(3) A5 IR AR R 1)

ONI A XoF il ek A LSRR, e aod 8 oy A
L A 1) T2 REPER 25 2 IR IR R 4, 53

JREE YA B SR R . 2 I ST B SR
BB TEFRAE TT IR B e A M B A o
T A AR T 7 24 150 mm &b , 1 FL B A
i1 8 A IR SRS T (IR RS Pl P
WEFREE B A R ALY , R b 2 B2
e — T T TS L A b K T 15 4 3 1 BT
J7 , X e PR S

2 R TTE

(1) BERE R

RIS BER R [E 77 XTNI9 404 , K51 1 000 mmx
200 mm, B#JE 15 mm F129.7 mm, £ 420t T34 37 20
XA TR . AN TT A48 4 1 s a2
Y5, R HEIEEE . A% EAE 1.0 mm (1)
AWS A5.14 ERNiCrMo-4""""J£22 | j#5 1 OK Autrod
NiCrMo-4. BEM IR 22 1550 a3k 1 e, J12e ke
=R 2 fs .

®1 BHINELILZRES (RESH, %)

Table 1 Chemical composition of base metal and welding wire (wt. %)

hup C Si Mn P S
X7Ni9 0.05 0.19 0.6 0.003  0.002
OK Autrod NiCrMo-4  0.01 0.02 0.5 0.002  0.001

g Ni Cr Mo w Co Fe
X7Ni9 8.7 — — — —  Hx
OK Autrod NiCrMo-4 54 16 17 4.4 19 5.1

R2 BMNBLHNFIERE

Table 2 Mechanical properties of base metal and welding wire

R R IS Y] i g B2 A ek
PR o ™A% ‘ i
/MPa  /MPa /1(=196 °C) /mm
X7Ni9 720 730 21.8 140,139,143 1.55,1.43,1.6
ERNiCtMo-4 776 525 425 126,120,122 1.82,1.72,1.76
(2) R4

PRI (R OR3P 4l 99.99% 11
Ar, R3PS BN 15~20 L/min, 354 A HGE 275
BAFIRGR A ARY FE I I 58 B2 5 T SR AR
P

(3 it

3 1 T A U] A R UE AR 4% BRI A A T
P 255 75 IR B AR B R 5 B it T4 X
MERE JRA T SRR TACRELZ TN R, &
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Fig. 1 Groove design
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MR ZE%F i T XEREAR i, 4 A SR R G T 2R M
P13 PR AR R AR B L AR T BRI AN 4% 1Y
MERE s Zoad KRG Y0UE , B RE A AR 4L X I B oA (3+
0.5) mm. LAIRIZ LB T8 0 A9 A 4 % A 4], 2 %6k
FRF 35 T 00 25 mm ¥ Bl A A BR 45 A ARUAL B 55 D
WA HLATIE G5, 88 B OGie , T HIR 48, &
BRamTs o SRIEH 3 mm 1% HIZH X 7 T8O A T Ol
B, BB 10—, 2205 PR A AR A (3 22 %00 iz
BLE FH S FLIEATIEE B IR AR A 8 L

[ 52 S %o AN A 11 R AT A L SRR D Dy 500~
1 000 mm (FRHEANAREE R 1 A [RI 1 S, B SRR, ok
R[] B R, R, AR R G ) |, AR
50 mm. SRS RISE AL T SRR 6 T AR

(5) FAFNZ AR

FERTTC T WA, RIEAR IR BT IR B MK 5 °C
RIAT R ol R v 2 () L B 2SR A 5 o4 100 °C, B
5 LNG fiff i 2 ¥ 1, XTNI9 H9 AR BRI R (— e 24
12 m, 5629 3.5 m) , S HOEAR T, )2 0] 38 2 L
IEAE] 100 °C,,

()T B8

TT R 4E G0N A SR R G HA R S 8RR
£ IS T I AAAE DI RE AR T 0T DAFE W45 B 3
BT 3t ) AR R A, DA R SRS ) FEL I R L 2%
L2 TR PR B AT . AR AN [DIRAS , B st o
A BN GOR AR B S, SRS BRAR B BOE AL
T TR TCHAG TN M BEAG I 25 RS |, &5 A R 245
T INTTAf B e 2 T 45240 MRPEATIHL R M
SEHLHT IS A BEIE 15 mm . 29.7 mm B T
BBINE3 RKAFR,

3 FHERAW

(D ICHGEIN . AR 5E I 24 h s X A48 BEAT 0
PRI . FAREIN (VT) - SRR ¥ 51 4, AR
H G Jm @, R o AL (ILIE 2) .
BB (PT) « R K LSRG 5 SHAAL I (RT) -
SYERR R IE I A) T A LA VST R R B

R3 ONIRMERETEZSH(EE15mm)

Table 3 Circumferential weld welding process parameters of 9Ni steel (wall thickness 15 mm)

JEiE HLIL/A HLH/V K224/ (memin") BT/ (mmemin™) P A/(KT-mm™) 2 (°/s T mm/s )
IR 20020 9~13 1.8~2.5 10020 0.8~1.3 130
PH M 320420 12~16 4.1~4.8 160 0.6~1.1 100
] 200420 9~13 1.8~2.5 210£10 0.4~0.9 S(RETE) 130 (AhiE)
R4 ONINIREIRZETESH(EEE29. 7 mm)
Table 4 Table 3 Circumferential weld welding process parameters of 9Ni steel (wall thickness 29. 7 mm )
JLTE HLRL/A EENEAY K22 HE/ (memin') SRS/ (mmemin™')  #EHA/(KT-mm™) 193 (/s B, mm/s )
FI% 30020 12~16 2.5~3.1 10020 1.0~1.5 130
i 38020 14~18 44~5.1 150 0.8~1.3 100
5 400420 15~19 5.4~6.1 160 0.8~1.3 100
] 20020 9~13 1.8~2.5 210£10 0.4~0.9 S(REHE) 130 (4i2)
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AL e RN AR 5 AR L T I 1SO 5817+ B ®s5 ffREER
é&%ﬂ?ﬁ ( J'—L]» lg 3 ) N Table 5 Tensile test results
BERL PUROREE BURiERE

P b B Ay

i o SN MPa W47

Al 15 271 848 758 BERF, BIHERT R

A2 15 272 040 762 BERE, IR

A3 29.7 546 422 751 BERE, IR

A4 29.7 546 826 752 BESF, PP

B2 RERTEHR

Fig.2 Weld surface forming

E3 SH&ER

Fig.3 Radiographic inspection film
(2)PLise . AR FRIETISO 4136:2012, Ak
A A REE (ILIE 4) |, S5 7ERE R AL , 25
P R EOR (LR 5) . 45 R Ik b 18
BEPUI S TR ARG ) X, 7 e e

(a)15 mmifiR (6)29. 7 mmigHx
B4 R
Fig. 4 Tensile specimen

TR . R HEFRIEISO 51732009 #1725 il
TR, 25 AR R R 180°, 250 FLAR 40 mm, AR
R QNS DI v W e e R L A
ARKT 3 mm BT — B pE . Bhlgah R ansk
6 I, 25 A RE AR L O, SR ARk

(3) o i . 3l 7 P B AR () A5 4 A
S X H 3 4 10 mmx 10 mmx=55 mm X ~f A3 AE 3t

AR S KX AR AR 2690 MPa,

(a)15 mm A

(b)29. 7 mmix Az
BE5 Ttk
Fig.5 Bend specimen
Fo6 THXWHER

Table 6 Bending test results

g U e DUWE BORE
/mm /(°) /mm
Bl 15 s 180 40 KR IR
B2 15 RS 180 40 E RN
B3 15 (eSS 180 40 7 K PR
B4 15 s 180 40 KK IR
B5 29.7 s 180 40 oK B
B6 29.7 s 180 40 KR
B7 29.7 s 180 40 K BRI
BS 29.7 s 180 40 e BRI

17-196 °CAILIE wh il ss . il g R W2 7, i
AR PR i o I R 1 2 P Sk 406 R A oK

(4) W4 . HIE1SO 17639:2013(E) , Ak
TR P G AR SR T 2R A7 2 W4 AR A o 2
W4 A R A& 6 T/ , AR 4E 5 I B FRSE , R
RS AL et e i S

(S)IOMLHE ., B3O H L 4 A AN 7 i
AT TSR NETY AN A A YN N o N QTR S
JE VRS i ARBER K

(6) B B 56, 4640 1SO 9015-1:2001 HE4T k1%
B 1, A5 ey A0 AT A ] 8 s, i g 4 SR A
F 8T o BRI 2 G I Bl B 4 7 5 bR o 2R
IR A A A%
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Table 7 Impact test results

S il KV,/T R K it /mm T p— whiliZh KV,/1 MR K i /mm
AME P AME FIE PAME  FIE S RAME THIE

C1 gl 1523 1.89 C7 gt 1365 1.90
2 JRgEL 1456 150.5 1.95 1.91 Cc8 JRgEL 1383 139.7 1.96 1.99
C3 s fgEfL 1535 1.90 9 207 e 1444 2.10
C4 PEEIRIX  164.0 2.03 C10 PEMX 2276 222
Cs PEmX 1735 164.9 2.23 2.05 Cl1 PEEHX 217.6 210.0 2.25 2.11
Cc6 HEEMX 157.2 1.88 C12 PEEMX 184.9 1.85

FE AR AR R IAATEIRAE A H T L2801, R AL — AW XA T 318 A2 R B/ T 56 J; FASKAR 69 0l Ak 3 R 2 F0.38 mm,

(a)15 mm ikt (6)29.7 mmittR
Ee =M&HEEBHE

Fig. 6 Macro metallographic photos

El7 MNALRKH

Fig.7 Microstructure morphology

(a) BEJE 15 mm iR (b)BEJE29. 7 mm i{il
B8 WERBEHRRH

Fig. 8 Photos of samples after hardness test

4 it S
(2) 5T X ONT AN BRI 42 R H TT A sl ka5 4z
(1)RH LNG 5 N RERRGE TT RN AShIE T AR A e e S 25 il L vhily R
R MR T L RE VT I TERER SR 5500 B S MSEMEREIL S, 58 4 L BT TR, JLH-196 °C
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Table 8 Hardness test results

P BEJEE i
/mm AV
239,239,249
234,244,241
T 239,238,237

W

DI 15 S JEE

HEp/HYV S X /HV JRaE/aV

346,344,321,324,336
288,283,255,261,292
332,315,321,294,301

224,239,231
222,227,238
238,226,228

P X 527

=

214,217,213
237,227,232
250,243,233

315,357,345,338,323
289,319,263,327,288
270,296,295,307,303

236,241,240
247,246,242
245,250,252

- B =

e

(OACH

527) P IX JR4E

- 242,250,251 276,292,281,325,274
B 246,236,240 249,337,276,287,339
N 243,236,245 283,273,277,329,333

200,202,196
211,205,200

201,195,201
D2 29.7

HRES

. JsE G X BlApF
DA=H

.

194,191,200 322,339,339,338,303
209,201,206 283,268,283,286,289
T 197,193,205 328,345,324,346,348

250,243,239
236,244,257
244,249,244

i AR R<400 HV10,
IR bt B2y R AR ORI 245 DA |

(3) X LNG fifs fE P4 7 ONi A S804 TT 4
H S IR T2 oA R A% i 5 MR FE D |
it TR T S A

(4) H Hi B 5 B A I AR RSOR B, TR
S4 /D JRERINARSIR R T2, Bk A S m
FERR AR i TN R) O RN B S 2 TR
U, 4 58 TT HEE B shIR R 380E Sl
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