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Techniques research of argon
arc welding (A-TIG) with active agent
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Abstract: Argon arc welding (A-TIG) techniques with active agent have the advantage of high
welding efficiency, smalt welding deformation and layer defects for multilayer welding. So the
technique is given great attention. This paper reports the developing state and mechanism of A-TIG
technique. Active agent for welding is developed for 1CrI8Ni9Ti and S-03 materials. Flat plate
samples of ICrI8Ni9Ti material with 6mm and 8mm thickness and S-03 material with 6mm thickness
were welded by A-TIG automatic and manual welding. The welding samples fully meet the
requirement of QJ1842-95 Fusion Welding Specification of Structural Steel and Stainless Steel for
joints in Class one. The active agent developed and techniques are of wide adaptability for
engineering application.
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Tab.1  Test results of the welding samples
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Fig.2 Obverse and reverse sides of 86 butt welding plate samples
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Tab.2 Test results of welding parameters and quality
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Tab.3 Tensile strength of 4 pieces of welding plate samples
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Fig3 Welding plate samples with active agent
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Tab.4  Test results of welding parameters and dimensions
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