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AB ST RACT

This is the final report of a four-year research program entitled
"Development of Joining and Cutting Techniques for Deep-Sea Applications".
The objective of this research program from July 1, 1976 through
June 30, 19SO was  I! to generate basic information pertinent to joining
and cutting techiques for deep-sea applications and �! to develop som:.
prototype tools suitable for underwater joining and cutting for deep-sca
applications, The program covered the following tasks:

Task I: Evaluation of various joining and cutting techniques for
deep-sea applications

Task 2: Construction of a pressure tank  using matching funds!

Task 3: Experiments on arc welding and cutting under simulated
deep-sea conditions

Task 4: Continued experiments on arc welding and cutting in deep-
sea conditions

Task 5: Design of prototype tools for underwater welding and cutting
in deep-sea conditions

Task 6: Test of prototype units under simulated deep-sea conditions

Task 7: Operational characterization of deep-sea construction and
repair

Task 8: Preparation of a final report.

The work was performed primarily by a group of graduate students at the
Department of Ocean Engineering of N.I.T. as their theses studies under
the supervision of Professor Koichi Nasubuchi. Since all of these
students left M.I.T. this final report is written by Professor Masubuchi
who is shown as the sole author of this report.

The objective of Task I was to evaluate potential uses of various
joining and cutting techniques for deep-sea applications. Factors which
were considered in the evaluation include  I! the need for metals joining
in the deep � sea, �! the dependency of potential processes on diving
system capability and cost, as well as �! technical problems inherent
to various joining processes when they are used in deep-sea. The results
are presented in Chapter 3,

Under Task 2 a pressure tank for welding experiment was built. The
tank, 6 feet long and 30 inches in diameter, can be pressurized up to
300psig simulating the water depth of 700 feet. In making a welded



sample, the sample is placed in the tank, the door is closed, and the
tank is pressurized. We] ding is performed completely automatically by
merely pressing an appropriate button. When underwater welding is
necessary, specimens to be welded are immersed in water contained in a
pan which is placed in the tank.

The objective of Task 3 was to study effects of water pressure on
arc welding characteristics and properties of welds. It was demonstrated
that the deep-sea underwater simulation facility built under Task 2 works
satisfactorily. Welds were made using gas metal-arc and flux-shielded
arc processes in dry and wet conditions at pressures up to 300psig which
corresponds to 700 feet deep water.

Efforts under Tasks 4 through 7 were made on two joining processes
stud welding and flux � shielded arc welding. Efforts were made to develop
integrated and automated welding systems which can be activated by merely
pressing a button or which can be remotely activated from a support ship.
Since the stud welding is a simple, fully-automated process it was
possible to demonstrate that it can be successfully used underwater under
pressure. We believe that the best way is to design a water floodable
stud welding gun. Some efforts have been made to develop a water flood-
able stud welding gun.

Efforts also have been made to develop an integrated, fully automated
welding machine using the flux-shielded process. A conceptual design of
an automatic underwater welding machine which could be used in deep-sea
has been developed. A simple automatic welding machine which can be
operated by merely pushing a button has been constructed and tested.
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CHAPTER 1

INTRODUCTION

A four-year research program, "Development of Joining and Cutting

Techniques for Deep � Sea Applications", was conducted at the Massachusetts

Institute of Technology from July 1, 1976 through June 30, 1980. The

objectives of this research program were �! to generate basic informa-

tion pertinent to joining and cutting techniques for deep-sea applications

and �! to develop some prototype tools suitable for underwater joining

and cutting for deep � sea applications. This is the final report of the

four-year program.

1.1 M.I.T.'s Research Efforts on Underwater Weldin

Since the modest beginning which started in 1968 M.I.T. researchers

under the direction of Professor Koichi Masubuchi have conducted systema-

tic research on underwater welding. So far eighteen theses for B.S.,

M.S., Ocean Engineer and Ph.D. degrees have been prepared. These theses which

are listed in Section A of REFERENCES as [Tl] through [T18], were prepared

while this research program was conducted from July 1976 through June 1980.

A number of reports and papers have been published and two U.S. patents

have been granted. Names of authors and titles of important publications

and patents are listed in Section B of REFERENCES as [Pl] through [P19]

in the order of their dates of publication. Derails of the two patents

are included in APPENDIX A.

M.I.T.'s active involvement in research on underwater welding and

cutting began in 1968 when Professor Koichi Masubuchi, an expert on

welding fabrication, joined the faculty. In 1.970 Professor Masubuchi

* Section C of REFERENCES lists references which are not related to the
M.I.T. studies. They are listed as [Cl], [CZ], [C3] ......, in the
sequence as they are referred to in this report.



published a book entitled Naterials for Ocean En ineerin which contained

as its appendix a state-of-the-art report on underwater welding and

cutting [Pl]. This textbook was prepared under a grant from the National

Sea Grant Office. During the 1970/71 academic year two thesis on under-

water welding were prepared [TI,T2,P3]. A research program on underw'ater

thermit welding was conducted for the Office of the Navy Supervisor of

Diving, Salvaging, and Ocean Engineering [P2]. Anderssen continued this

study during the 1971/72 academic year and wrote a thesis on under-

water exothermic welding [T3, P4].

A series of research programs supported by the Office of Sea Grant,

NOAA started in July 1971 as shown in Figure 1-1. The first three-year

program on "Fundamental Research on Underwater Welding and Cutting" was

conducted during the period from July 1, 1971 through June 30, 1974.

The program covered the following phases:

Phase 1: A survey of fundamental information on underwater welding

and cutting

Phase 2: A survey of heat flaw during underwater welding

Phase 3: A study of the mechanisms of metal transfer in underwater

welding

Phase 4: A study of the effects of water environments on metallurg-

ical structures and properties of welds

Phase 5: The development of improved underwater welding methods.

A final report was issued in September 1974 [P7].

The second Sea Grant supported program entitled "Development of

New, Improved Techniques for Underwater Welding" was initiated in

July 1974. It was hoped that with the understanding of the basic mechan-

ism of underwater welding gained from the earlier program the techniques

could be further improved. This program was originally conducted at the

I T. laboratory, but in the summer of 1976 a series of underwater

welding experiments were conducted under actual diving conditions in the
n

Baltic Sea near Travemunde, the Federal Republic of Germany. The Baltic
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Sea welding experiment was conducted as a part of the U.S.-German cooper-

ative effort supported jointly by the Manned Undersea Science and
tl

Technology  MUST! Office of NOAA and the Gesselschaft fur

Kernerrezgieverwertung in Schifflau und Schiffahvst  GKSS! mbH, Thus the

original two � year program was extended for six months until December 1976.

This program covered the following phases:

Phase I: The development of the conceptual designs of several new,

improved underwater welding and cutting techniques

A. The possible uses of various welding and cutting

techniques

B. The improvement of arc welding processes

Phase 2: Further study of one or several of the most promising
techniques

Phase 3: Further tests and improvement of tools and/or machines

Phase 4: A study of a total operation systems for underwater

welding and cutting

Phase 5: Experiments under the Baltic Sea, as a part of the MUST

program, to evaluate several underwater welding processes

including shielded metal arc and flux-shielded arc welding
processes.

A final report of this research program was issued in April 1977 [P13].

The third Sea Grant supported program entitled "Development of

Joining and Cutting Techniques for Deep-Sea Applications" was initiated

in July 1976. The original three-year program was extended for another

year. This report is a final report of the four-year research program.

The fourth Sea Grant supported program entitled "Development of

Fully Automated and Integrated  "Instamatic"! Welding Systems for Marine

Applications" was initiated in July 1980. The objective of this two-year

program is to develop fully automated and integrated melding systems,

which may be called "instamatic" welding systerrrs, for various marine



applications. These systems, which will be developed through carefuI

engineering, will be able to perform certain prescribed welding jobs by

a person with no welding skill. In many cases welding will be performed

in a completely enclosed system so that no spark and very little fume

will be generated from the welding system. These welding systems can

be successfully used for various applications, some of which are listed

as follows:

�! Certain repair jobs on board a ship and salvaging jobs which

must be performed when no skilled welder is available

�! Certain welding jobs which must be performed in a compartment

where sparks from the welding may cause fire or explosion

�! Certain welding jobs which must be performed in hazardous

environment making it difficult or impossible for them to be

performed by human welders

As is discussed in later parts of this report, the current research

effort on instamatic welding systems is a natural extension of the

research on deep-sea underwater welding which is covered in this report.

In fact, some of the instamatic welding systems can be used with some

modifications for underwater applications.

1,2 Growth of the Ocean-Related Industries and Their Interest in
Underwater Weldin and Cuttin

During the last 20 years offshore oil drilling and other ocean-

related industries have grown tremendously and they are expected to

have continued growth in the future. As the number of ocean engineering

structures has increased, there has been a considerable increase in the

interest in technologies related to underwater construction, inspection

and repair.

Figure 1-1 shows changes of the size of the worId fleet of offshore

oil drilling rigs since 1960 ICl]. In 1962 there were only 62 offshore



oil drilling rigs in the world, but the number increased to 470 in

1978. The figure clearly shcws the increase of the production of off-

shore oil drilling rigs since the oil embargo by the OPEC nations in

1973. Until 1973, the yearly production in the world of offshore oil

drilling rigs can be classified into several types including jack � up

type, semi � submersible type, ship/barge type and submersible type as

shown in Figure 1-2.

Figure 1-3 shows areas where these offshore oil drilling rigs were

used in 1977 [Clj. The United States, primarily the Gulf of Mexico

and Alaska, and the North Sea represent. major areas where these rigs

operated.

Although most of the actual offshore oil production comes from

waters less than 400 feet deep, exploratory drilling has been conducted

in water depths greater than 3,000 feet as shown in Figure 1-4 [T16,C2J.

It is now estimated that the area from the shore to a water depth of 200

meters �60 feet! probably contains from 55 to 70% of the potential

reserves of offshore petroleum and the area between 200 meters to 2,500

meters  8,200 feet! water depth from 20 to 35% [T16,C3J. From this

estimate, it is clear that drilling and production will go into deeper

and deeper waters as the development of offshore oil fields expands.

This will be achieved by a higher level of technical advance in drilling

and production systems and the development of related offshore and

underwater structures [T16].

Although offshore oil drilling rigs represent major ocean engineering

structures in operation today, many other structures for various appli-

cations are being built or considered. They include structures for

ocean bottom mining, ocean exploration, ocean energy conversion, salvaging

etc. As the number of ocean engineering structures increases there is

an increased demand for underwater construction, inspection and repair

of these structures. Some const. ruction works need to be performed on

site underwater. For example, some very large structures may need to be

joined underwater. Some ocean structures which are very difficult or
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impossible to move to dry docks must be inspected and repaired on site.

It is interesting to note that there is a two � way relationship

between the demand for new and improved technologies and their potential

uses. The new and/or increased demand causes improvement of existing

technologies and even development of new technologies. At the same time

new and/or improved technologies create increased or even new market.,

for these new aud/or improved technologies. For example, underwater

inspection and repair technologies, including welding and cutting tech-

nologies, have been improved considerably during the last several years

due largely to the demand for inspection and repair of offshore structures.

Now people are considering using these technologies for some inspection

and repair jobs of ships while they are afloat instead of putting them in

dry docks.

1.3 Develo ment of Underwater Weldin Technolo

Underwater welding, as the name implies, is "welding produced under-

water". Difficulties associated with underwater welding have been ex-

perienced since the early 1900's [P12J. Underwater welds are plagued

by a rapid quenching effect from surrounding water and a susceptibility

to hydrogen embrittlement. Underwater welds tend to have less ductility

compared to similar welds made in air. Actual welding operations must

be performed in a hazardous environment with limited visibility and

mobility. Therefore, applications of underwater welding have been Iimited,

until recently, to temporary repairs or salvaging operations.

To meet the increased demand for the construction and repair of

offshore oil drilling rigs and other structures the technology of under-

water welding has advanced significantly during the last decade and its

applications have increased considerably. The needs for underwater

welding may be classified into the fo11owing categories [PI3]:

Category 1: Underwater construction and repair of some criticaI

structures including pipelines
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Category 2; Permanent repair of underwater structures including
offshore oil drilling rigs

Category 3: Emergency repairs of structures including the rescue
and salvage of sunken ships

Underwater welding is also used for repairs of some nuclear reactor corn-

ponents which are immersed in water. However, this subject is considered
to be outside the scope of this report.

Underwater construction and repair in Category l require high

quality welds comparable to those made in air and the expensive dry
chamber system may still be the answer. Permanent repairs  Category 2!
can be done using a reliable wet shielded metal arc process or, if
better quality is ~ceded, an arc welding process using a movable dry
chamber. Emergency repairs  Category 3! can be made by various processes

including the wet shielded metal arc process which is currently most

widely used at least in shallow sea applications.

Offshore platforms have traditionally been fabricated on land,
towed to the site, and submerged into place, a procedure that is risky
and that severely limits the size and geometric complexity of the
structure. If the appropriate underwater techniques become available,
sub � assemblies of convenient size and shape could be prefabricated on

shore and assembled at the site.

The conventional methods of laying offshore pipelines have become

increasingly expensive as the distance from the shore, the water depth,
or the pipe diameter increases. The appropriate underwater techniques

could bring down these costs.

Dry-dock time is expensive and ship repairs could be done for much
less cost if the appropriate underwater techniques become available and

if "code-quality" welds could be made underwater.

Current underwater welding technology can produce "code-quality"
welds when a dry chamber system is used. But the large pressurized air,



or inert gas, chambers used to exclude water from the work area require

extremely high operational cost which can not be afforded for many appli-

cations. But the economically affordable wet process produces welds

of an inferior quality. A critical issue is how much weld quality can be

achieved with how much cost. Many research and development efforts have

been made, and are still being made, to develop techniques of joining

metals underwater which can produce welds of high quality at reasonable

costs. The ocean-oriented industries have indicated their overwhelming

interest. in the development of the underwater welding technology.

One clear indication of this interest is the recent surge of publi-

cations on underwater welding. The M.I.T. Sea Grant report published

in 1977 [PL7] includes in its appendix a bibliography of underwater

welding literature published in the world since 1930. Figure 1-5 shows

the numer of articles on underwater welding published each year since

1930. The figure clearly shows sudden increases in papers on underwater

welding since around 1960. Although no special effort was made during

this research program to survey articles on underwater welding published

during the last few years, it is believed that the number of articles

on underwater welding is still increasing.

As an indicator to show how the industry and professional societies

have become increasingly interested in underwater welding it may be worth

mentioning the following activities. In 1974 the American Welding Society

established the D3b Subcommittee on Underwater Welding of which the major

task is to develop the first specifications on underwater welding [C4].

In 1977 the International Institute of Melding formed the Select Committee

on Underwater Melding. One of their objectives is to develop standards

on underwater weLding which may be adopted by welding societies in various

countries. In April 1979 the Department of the Navy, Naval Sea Systems

Command issued a revised technical manuaL on underwater cutting and weld-

ing [C5].

In 1976 a final report on Underwater Electrical Safety Practices was

published by the Marine Board of the National Research Council  C6].
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The major subject covered in this report is the safety of welders from

electrical hazards during underwater welding.
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CHAPTER 2

SCHEDULE A%3 RESEARCH PERFORMANCE

The research program, which was carried out from July 1, 1976

through June 30, 1980, covered the f o1 lowing t asks:

Task 1: Evaluation of various joining and cutting techniques for

deep-sea applications

Task 2: Construction of a pressure tank  using matching funds!

Task 3: Experiments on arc fielding and cutting under simulated

deep-sea conditions

Task 0: Continued experiments on arc welding and cutting in deep-

sea conditions

Task 5: Design of prototype tools for underwater welding and cutting

in deep-sea conditions

Task 6: Test of prototype units under simulated deep-sea conditions

Task 7: Operational characterization of deep-sea construction

and repair

Task 8: Preparation of a final report.

Tasks 1 and 2 were carried out during the first year  July 1976�

June 1977!. Tasks 3, 4, 5, and an initial work of Task 6 were conducted

during the second year through June 1978. Efforts during the third year

involved Task 6. Efforts during the fourth year involved the remaining

work of Task 6, as we11 as Tasks 7 and 8.

Figure 2-1 is a flow chart of the research efforts. First, efforts

were made to evaluate the suitability of various joining and cutting

techniques for deep � sea applications  Task 1!. A pressure tank for con-

ducting welding experiments was designed and constructed  Task 2!. Some



experiments were then made on are welding under simulated deep � sea con-

ditions  Task 3!. By that time M.Z.T. researchers decided that further

development efforts be made primarily on two joining processes � stud

welding and flux-shielded arc welding. Consequently, discussions on

Tasks 4 through 7 in this report are presented on the two joining

processes. Throughout this research program major efforts were made on

joining processes and only minor efforts were made on cutting processes.

FIGIJRE 2-1 Tasks performed in this research program
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The research was done primarily by M.I.T. students, most of whom

vere graduate students studying toward master' s, engineer's, and doctor' s

degrees. In fact, most of the efforts vere made as theses studies by

the students under the supervision of Professor Koichi Masubuchi.

Lt. Arnold P. Moore prepared a thesis entitled "Metals Joining in Deep

Ocean" in June 1975. His work was an important initial effort of Task l.

During the period from July 1, 1976 through June 30, 1980 the following

graduate students prepared theses on undervater welding and cutting:

Mr. Jun-ichi Chiba

Dr. Chon Liang Tsai

Mr. Subodh Prasad

Lt. David P. Erickson

Mr. Osamu Iimura

Lt. Toshioki Kataoka

Mr. Joseph Lombardi.

Titles of theses prepared by these students are listed in Section B of

REFERENCES as [T12] through [T18}.

Two undergraduate students, Mr. Peter C. Schechter and Mr. Roy 7.

Nakagawa also worked on this research program.

Several M.I.T. staff members also provided valuable contributions.

They include Mr. Anthony J. Zona, Technical instructor, and Dr. Hironori

Ozaki who was a visiting research associate through December 1977 from

Kawasaki Heavy Industries, Kobe, Japan.
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CHAPTER 3

EVALUATION OF VARIOUS JOINING AND CUTTING

TECHNIQUES FOR DEEP-SEA APPLICATIONS  TASK l!

3,1 Introductor Remarks

The objective of Task I was to evaluate potential uses of various

joining and cutting techniques for deep-sea applications. Factors which

were considered in the evaluation include �! the need for metals j oining

in the deep sea, �! the dependency of potential processes on diving

system capability and cost, as well as �! technical problems inherent

to various joining processes when they are used in deep sea.

The primary reason of conducting Task 1 was to evaluate various

joining and cutting processes before launching major development efforts

on selected processes in later stages of the research program. Task 1

was not intended to be an in-depth study of all joining and cutting

processes which may be used for deep-sea construction and repair, nor was

it intended to be a complete survey of literature. Since it was certain

that our major development efforts in later stages would be on welding

processes, the emphasis of Task 1 was placed on welding processes. Only

limited efforts were made to survey cutting processes.

Moore [T7] studied needs, diving systems and pressure related tech-

nical problems of deep ocean metals joining technology. Chapter

"Depth-Related Technical Problems" of Moore's thesis is included in this

report as APPENDIX B. Task 1 efforts were continued and expanded by other

students and their findings were presented in their theses. For example,

Iimura [T16] studied various welding and cutting processes as well as

concrete fabrication. Kataoka [T17] studied underwater stud welding for

deep-sea applications.

Figure 3 � 1 illustrates the interaction of factors important in the
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development of a new joining process for the deep ocean I T7]. First, a

need must exist which can be met fully or partially by the employment of

some metals joining process. Next, the process most suitable for

meeting the requirement must be identified and technical problems asso-

ciated with working at the intended depth must be solved. At the same

time, a diving system must be selected which is capable of delivering

and employing the joining process. In a complete underwater repair or

fabrication system, additional elements may also be selected and worked

into the design. After the individual elements have been integrated

into a workable overall system, economic feasibility must be demonstrated.

The feedback loop from operational system to need indicates that the

development of a workable system which non-previously existed often leads

to the identification. of other similar needs.

FIGURE 3-1 Development of a deep ocean joining system
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3.2 Needs for Joinin in Deep-Sea

The primary economic impetus to extend the metals joining technology

deeper into the ocean is coming from the offshore petroleum industry
[T7, P10]. During the last 20 years offshore oil dri11.ing and other
ocean related industries have grown tremendously and they are expected to

grow further in the future, as discussed in 1.2  see Figure 1-2!. There
is a clear trend for obtaining oil from deeper waters.

Although most of the actual offshore oil production today comes from

waters less than 400 feet deep, exploratory drilling has been conducted

in water depths greater than 3,000 feet as shown in Figure 1-4 [T16].

Fixed production platforms, already in use in waters of 400 feet, are

being planned for waters up to 1,000 feet [T7]. Subsea production systems

are presently being developed to produce in waters of 2,000 to 3,000 feet
and underwater pipelines have been conducted at 430 feet and are being

planned for much deeper waters.

There is a strong need for inspecting and repairing these offshore

structures on site. Most of these structures are huge and can not be

moved to drydocks for inspection and repair. As the number of offshore

structures increases, the need for inspecting and repairing these struc-

tures increases.

There is also a need for underwater construction of new structures.

At present offshore structures are fabricated on land, towed to the site

and installed there. Some construction works need to be performed on site

underwater. For example, some very large structures need to be joined

underwater. Today pipelines are welded on a barge and they are laid under-

water. However, barge laying techniques may not be feasible for the

construction of large diameter pipelines in very deep water, and under-

water fabrication methods are needed. Although this research program

covers primarily underwater joining of metals, underwater construction

of concrete also is an important subject in underwater construction in

deep-sea. A survey on this subj ect. was conducted by Timura in his thesis

study [T16].
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Another unique need for deep � sea j oining is related to s alvag log.

There is always a need for developing tools which can be used for sal-

vaging objects, such as ships and submarines, sunken in deep-sea. These

tools may be used by divers but they may also be used by deep submersibles.

There may be various other needs for developing techniques for join-

ing in deep-sea.

3.3 Various Underwater Weldin Process and Their Potential Uses in

~Dee -See

Although recent studies cover various joining processes, arc welding

processes are most widely used for underwater applications. They include

shielded metal arc  SMA!, gas metal arc  GNA!, and gas tungsten arc  GTA!

processes. Underwater welding processes which are currently in use may

be classified into five groups as shown in Table 3-1 depending upon the

environment in which welding takes place. Dry chambers processes are

capable of producing high quality welds, but they are very expensive

especially when they are used in deep waters. Wet welding processes,

especially wet manual SNA process are simple, less expensive and versat.ile;

however, weld quality is rather poor and their applications are limited

to repairs.

Investigators have studied underwater uses of various joining pro-

cesses other than arc welding processes. Processes which have been

studied for underwater applications include friction welding, stud welding,

thermlt welding, etc.

Some of the welding processes shown in Table 3-1 have already been

used in deep-sea, although there is no clear definition of the depth

which separates deep-sea from shallow-sea. Wet manual SMA welding done

by a diver/welder is a simple, versatile process which can be performed

under any conditions as long as the diver/welder can perform welding

operations successfully. A major limitation of using the wet manual SNA

process comes from diving systems, as will be d'scussed in 3.4. When

a conventional diving system is used, it would be difficult to successfully
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perform welding operations beyond 200 feet deep. By use of a saturation

diving system, it is possible to perform wet SMA welding in deep-sea,

perhaps up to 1,000 feet or even more. In a simulated test condition

oxygen cutting and wet welding have been conducted at depths up to

l,100 feet and welds have been made at depths in excess of 1,200 feet[C7].

TABLE 3-1 Classification of underwater welding processes
currently in use [P8, C4, C7]

A. Dr Chamber Processes. Welding takes place in an dry environment.

l. One-Atmos heric Weldin . Welding is performed in a pressure

vessel in which the pressure is reduced to approximately one

atmosphere independent of depth.

2. H erbaric Dr Habitat Weldin . Welding is performed at ambient

pressure in a large chamber from which water has been displaced.

The welder/diver does not work in diving equipment.

3. H erbaric Dr Mni � Habitat Weldin . Welding is performed in a

simple open-bottom dry chamber which accomodates the head and

shoulders of the welder/diver in full diving equipme~t.

B. Portable Dr S ot Process. Only a small area is evacuated and welding

takes place in the dry spot.

C. Wet Process. Welding is performed in water with no special device

creating a dry spot for welding. In manual wet welding the welder/

diver is normally in water.

Dry chamber processes can be used in deep-sea. For example, the one-

atmosphere welding can be performed at any depth as long as a necessary

diving system is developed. Hyperbaric dry chamber processes also can be

used in deep-sea. Weld quality is believed to be reasonably good, because

welds are made in dry environment. However, the cost becomes extremely
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high due largely to the high cost of using dry chambers in deep-sea.

Dry chamber processes have been successfully used for various jobs in-

cluding repairs of underwater pipelines and offshore structures; ho~ever,

much of the information on actual jobs is kept as a commercial secret.

Presented here are two published examples of applications of dry chamber

arc welding processes in deep waters:

�! A paper published in the Welding Journal states that Taylor

Diving and Salvage Company conducted dry habitat welding in

the open sea at a depth in excess of 1,000 feet  C7].

�! During February 1978, 40 miles north of Stavanger, Norway,

teams of welders and submersible pilots successfully completed

a three year, deep-water ~elding study tC8]. The best, part

of project Weld-ap, was conducted in 300-m �,000 feet! water

depths to demonstrate the feasibility of welding at great depths

under atmospheric pressure. It was initiated to solve the

problems caused by welder and arc being subjected to high

pressures. As a solution a system composed of a welding

chamber, a support module, and a personnel transfer module has

been developed.

Joining techniques which may prove useful in establishing attachment

points during salvage operations include the velocity power tool, explo-

sive welding, exothermic welding, brazing, and stud welding. Only the

velocity power tool has completed development and is fully operational.

There are basically two factors which limit the use of a certain

joining process for deep-sea applications as follows:

�! Diving system limitations and costs

�! Depth related technical problems

These subjects are discussed in the following portions of this report.
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3.4 Divin S stem Limitations [T7,P10]

Underwater joining techniques are highly dependent on the diving

systems with which they are used. Even in shallow water, poor visibility,

a lack of stability and extreme cold may hamper welder performance. As

welding depths increase, even stricter constraints are imposed. Unless

expensive saturation techniques are employed, allowable diver working

time decreases drastica1ly as depth increases. Even saturation diving

techniques are not practical beyond certain depths and submersibles or

remotely controlled work vehicles must be used.

Unfortunately, the arc welding processes now being employed in

shallow water require a high degree of manipulative ability which can only

be afforded by a skilled welder in direct contact with the workpiece. In

order to achieve this contact, the welder must be subjected to ambient

pressure or the work must be enclosed in an isobaric chamber. Since the

second alternative is practica3 only in certain cases, present construc-

tion and repair techniques, with the exception of mechanical joining de-

vices, are essentially limited to depths that the human body can withstand.

At the present time, practical diving limits are equivalent to about 1,000

feet of water, but they may be extended to 2,000 feet or possibly even

deeper [C9,C10].

A study was made of several diving systems as they impact on the

joining of metals underwater. Diving systems of interest can be divided

into two groups as follows:

 a! Systems with direct man-work interface

1. Conventional diving

2. Saturation diving

3. Ambient pressure chambers

4. Constant pressure chambers
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 b! Systems with remote man-work interface

5. Manned submersibles

6. Remotely operated work vehicles

The first group is composed of those systems which have a direct man-work

interface, that is those in which the diver/operator can get hands orr

the work. In the second group are those systems in which extra links have

been added in the form of manipulators, TV cameras or other similar de-

vices'~ These systems have a remote man-work interface. Table 3-2 gives

a summary of diving system limitations. Details of the study are presented

in Moore's thesis [T7]. Brief explanations of these diving systems are

given below.

A conventional divin s stern is one in which a man is exposed to

ambient water pressure, but not for a period long enough that his body

tissue might become saturated with inert gas. Short mission capability

and generally shallow depths characterize conventional diving, with de-

compression required after only a few minutes of work below 100 feet.

Mhen air is used, a safe depth limit is just under 200 feet, with a helium-

oxygen mixture it is less than 400 feet. At these limits, working time is

extremely short if massive decompression times are to be avoided. Surface

support is minimal, consisting of a breathing gas supply, a line tender, a

backup diver and a decompression chamber [Cll].

The tissues of a man who has been exposed to an inert gas under

pressure for 24 hours have taken up practically all the inert gas they can

hold at that pressure. The man is then said to be saturated at that

pressure and his decompression time is unaffected by further bottom time

at that depth. A total saturation divin s stem perrni.ts the diver to live

and work at pressure continuously for the entire time the job may take,

requiring only decompression when the dive» leaves the system. In this

manner, a much larger percentage of the time under pressure is spent

working and a much smaller percentage is spent undergoing decompression

[Cll,C12]. Using saturation techniques divers can be kept in a Living
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TABLE 3-2

chamber at several hundred feet and deployed to a work site for periods

up to severa1 hours  for example, up to 3 hours at 660 feet! .

Several commercial diving companies, engaged in the support of off-

shore oil production, use underwater welding chambers to provide a ~dr

environment at an ambient ressure for the repair of damaged sections of

undersea pipelines. The forward and aft bulkheads of the chambers, per-

pendicular to the pipeline direction, are designed with large grooved

penetrations and the bell is lowered so as to fit these directly over the

pipe. Below the pipeline, once it is straddled by the bell, the grooves
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are closed with watertight doors. Next, water is displaced from the

chamber by pressurized gas and divers enter from the bottom and fold down

gratings for a work platform [C11]. A helium-oxygen mixture with an oxy-

gen partial pressure of 6-8 psi has been found suitable. The welders

breathe through a tnask using a separate system of gases more suitable for

sustaining life. Because the chamber is extremely humid, hydrogen cannot

be removed from the chamber atmosphere and shielding gases must be used

with the welding arc shelf [C13]. Since welders are at ambient pressure

in these chambers, safe diving limits must be observed  for example, 540

feet in the Gulf of Mexico! [T7].

Subsea chambers maintained at a constant internal ressure of one

ducing systems in deep ~ater. Designed to mate with personnel transfer

capsules, these chambers can be used by work crews to complete welds and

perform on-site maintenance. Since personnel are not exposed to pressure

or other diving hazards, workmen with no diving skill can be employed.

Surface repair techniques and welding processes can be employed with little

problem. The one atmosphere chamber is the only diving system with a

direct man-work interface which is not severely limited in depth capability.

its primary disadvantage is that it is extremely limited in application.

Work can only be performed in very small areas enclosed by a specially

designed work chamber which can only be mated with a custom designed trans-

fer capsule. The system is also expensive.

The word submersible, as it is used today, connotes no precisely de-

fined vehicle. For the purpose of this study, a manned submersible is

considered any undersea vehicle capable of transporting a man or men at a

constant pressure and capable of performing some degree of manipulative

work underwater. Submersibles of a variety of designs and capabi1.ities

have been built and are used for various purposes [Pl!. Submersibles can

be designed for use at various depths. Subrnersib1.es with manipulative

ability are being built for use on the abyssal plain at depths of 15,000

to 20,000 feet [Cll]. Limits, as they affect joining techniques, are not
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depth-related but rather determined by the manipulative devices incorpor-

ated into submezsib1es.

Remotely operated work vehicles may be used effectively underwater in

a number of situations. Manipulators can be operated from the surface as

well as from within a submersible and television cameras and sonar systems

can go a long way toward replacing man's eyes underwater. Several remotely

operated maintenance systems which are intended to perform predesigned

functions on underwater structures are being designed. These include

Shell's Seafloor Pipeline Repair System SPRS! and Exxon's Submerged

Production System SPS! maintenance unit IC14,C15]. The use of remotely

controlled vessels to recover weaponry underwater is now well advanced

fC16]. Remotely operated work vehicles may not be as flexible in usual

situations as manned submersibles, but they should prove useful in a

number of tasks.

In comparing these diving systems Moore [T7] studied manipulative

ability, flexibility, support capability, risk to life as well as depth

capability. Only a brief discussion on support systems is presented here.

Many underwater joining processes require a source of electrical power

and some of these processes require shielding gas as well. In relatively

shallow waters, these items can be provided by cables and hoses from the

surface. As depth increases, however, these simple solutions may no longer

be feasible. Figure 3 � 2 shows voltage drop in power supply cables [C5].

Power losses in cables can become significant when very long cables are

used for welding in deep-sea. Power requirements for joining processes are

therefore much less restrictive if submerslbles and remotely operated work

vehicles are used. It is also more practical to carry shielding gas in

cylinders on submersibles and work vehicles due to the pumping head re-

quired at extreme depths for a hose system.

3.5 Cost-De th Relationshi s

The major operational cost components of any total underwater joining
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system are the expenses associated with diving. Costs incurred by the

operation of the joining process i.tself are normally quite small. This

is particularly true for deep water systems since diving costs increase

rapidly while process costs increase only slightly, if at all.

In many cases, selection of a diving system must be based on per-

formance consideration alone. Depth constraints and manipulative limita-

tions act to narrow the choice of diving systems considerably. However,

cost considerations will enter into the choice in a great many cases so

that a knowledge of cost-depth relationship is essential. Because of the

importance of the subject an analysis was made of the cost of diving sys-

tems. We experienced, however, considerable difficulty in obtaining data,

since most of the cost data are kept within the organization as secret.

It should be emphasized that data presented here show only general trends
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and that specif ic trade-o f f s should be based on precise data for individ-

ual systems. It should also be noted that the cost analysis was made

during the 1974/75 academic year.

Figure 3 � 3 presents cost relat ionships for depths of up to 1,000 feet

and Figure 3-4 presents similar information for depths of up to 20,000

feet. Hyperbaric chamber costs, which are not shown, are somewhat higher

than those of saturation systems operating at the same depths. One atmo-

sphere chamber costs were undetermined in this survey but should approxi-

mate those of manned submersibles. One major factor which affects the

relative position of the curve is the cost of surface support equipment.

This figure is highly variable, depending upon the particular support

vessel chosen. In interpreting these figures it must be remembered that

no attempt has been made to adj ust the curves to account for the relative

efficiencies of the systems under consideration. As a result, both cost

per work hour and hours required to complete the job must be considered

in determining the most economical diving system for a particular job.

Supporting data and calculations are presented in the appendix of Moore's

thesis [T7].

In Figure 3-3 it can be seen that conventional surface diving tech-

niques have no real competition in shallow water, at least for tasks of

short duration. This is due to the fact that support and capital cost for

conventional systems are small. However, as depth or bottom time increases,

larger decompression debts are incurred and the conventional diver must

spend a greater portion of his time under pressure in decompression and a

small portion in working[Cll]. Conventional diver efficiency also de-

creases with depth. Depth does not, however, make as much difference in

the efficiency or work cycle of a saturated diver. He needs to orient

himself to depth and the job at hand only once so his overall efficiency

is higher. The number of work hours per day in a saturation system is

largely unaffected by depth. At 300 feet, the saturated diver can spend

approximately three times as long working hours, per unit time under

pressure, as can the conventional diver and his efficiency will be 25-50
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percent more at this depth. The increase in working time and efficiency

makes up for increased support costs for jobs of longer duration [C12].

Due to a marked difference in capacity, manned submersibles and re-

mote work vehicles are rarely in competition with conventional and satura-

tion diving systems [C17]. As both Figures 3-3 and 3-4 illustrate, cost

increases with depth are much less for these systems. Several "standard"

submersibles for relatively shallow depths can be purchased, but remote

systems and many submersibles are one-of-a-kind models and are still more

expensive than they woold be if they were more widely produced. This

accounts for the relative closeness of the two curves. As remote work

vehicles become more standardized their cost in comparison with submers-

ibles should drop [Cll,C18].

Manned submersibles are most economical for missions lasting a few

hours because performance and time on bottom are limited by on-board power.

Remote vehicles are particularly valuable for long missions in very deep

water in the performance of tasks inherently dangerous to divers and sub-

marines. No price tag can be put on human life [C16,C18,C19].

3.6 De th Related Technical Problems

As operating depths increase, the effects of pressure on joining

processes become of greater importance. Pressure effects on the arc are

common to all electric arc welding processes and are examined first. Other

processes also have problems induced by increased operating depths but

these are more varied and must be treated individually. APPENDIX B

presents detailed discussions on depth-related technical problems of

current joining processes.

A welding arc is a sustained electrical discharge through a high tem-

perature, high conductivity column of plasma and is produced by a relative-

ly large current, in the neighborhood of 200 amperes, and a low voltage of

from 35 to 50 volts. All welding arcs are constricted to some extent by

electromagnetic forces, but an underwater arc is also compressed by hydro-
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static forces and cooling effects. Cooling is caused by the surrounding

water as well as by hydrogen dissociated from the steam in the welding

bubble. Constricting forces combine to increase the rate af collision

among electrons, ions and neutral particles causing a high pressure region.

In order to maintain the rate of current transfer, care temperatures must

increase. Core temperatures in underwater arcs can range from 5,000 ta

50,000 K depending on the degree of ionization and arc constriction [C20] ~

The very high arc core temperatures found at greater depths greatly

increase arc penetration. This can have both beneficial and detrimental

effects. Increased penetration, accompanied by more rapid metal transfer,

can lead to higher, more efficient deposition rates. On the other hand,

at high pressures such as those found on the deep ocean floor, increased

penetrati.on can lead to burnthrough [C20]. In GNA welds made under pressure

in a dry atmosphere, it was found that the filler metal feeding speed could

be adjusted to offset these effects. Arc voltage and welding travel speed

were less influential in controlling weld penetration and shape [C21].

As depth and hydrostatic compressive forces increase, the current

density af the arc increases and a higher voltage is required to maintain

a constant arc length [C22]. Several researchers have detected an apparent

increase in SMA current requirements with depth [P7,C20] but this trend

has not been confirmed during commercial work at sea. In this work it has

been found that it is necessary to increase current for underwater welds

approximately lO percent over that required for air welds and ta increase

current as cable length is increased, but no direct correlation between

depth and current demand has been noted [T7].

Increasing the pressure on an electric arc is detrimental to arc

stability and results in a tendency for metal transfer to revert from the

mare efficient spray mode to the less desirable globular mode. At low

pressures, near atmospheric, arc stability is relatively insensative to

valtage, but at high pressures, increasing voltage increases stability and

delays the onset of globular transfer. However, this voltage increase
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does not completely eliminate instability and some loss of arc efficiency

occurs [P7, C10, C21, C22] .

Welds made underwater are protected somewhat from the severe quench-

ing action of the surrounding water by an envelope of gas dissociated

from the water by the heat of the welding arc [P7]. This protection

diminishes somewhat with depth since hydrostatic pressure compresses

the gas bubble and reduces its size. Increased pressure also affects

the behavior of gases supplied to shield the weld. The density of the

gas is increased and higher flow rates are required. In some cases, flaw

rates as high as ten times those used on the surface have been needed

[C23].

Liquifi.cation of shielding gases places a depth limit on their use.

Of the gases suitable for shielding, argon and hydrogen remain gaseous

at the greatest pressures. At 273'K, argon liquifies at 3570 meters

and nitrogen at 5090 meters. Heating of a gas may extend its range

slightly, but practical considerations limit this action [C20].

Weld metal porosity is reduced in welds made under pressure. This

effect is believed to be due to supression of bubble formation, not to

a decrease in the amount of gas in the weld [C22]. If this is the case,

chemical problems will remain unchanged. Wet electrode coatings can

cause excessive porosity in SMA welds, but improved electrode coatings

and methods of storing electrodes in a dry environment prior to use have

helped to overcome this problem.

Pressure increases the rate at which carbon, manganese and silicon

deoxidants combine with oxygen and leads to their removal from the weld

metal [C24].

Since the bubble atmosphere surrounding an underwater arc is caused

by the dissociation af water, it may be up to 93 percent hydrogen. Hydro-

gen from the weld bubble dissolves into the weld puddle and causes porosity,

embrittlement and cracking [C23]. The severe quenching effect of the

underwater environment enhances the formation of brittle martensite and
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increases embrittlement and cracking problems [P7]. Hydrogen solubility

in the weld metal is governed by Sievert's law and increases as the

square root of hydrogen pressure, indicating that hydrogen induced prob-

lems may become more serious at greater operating depths [C20].

The use of austeni.tic electrodes has resulted in the elimination. of

underbead cracking during underwater multipass SNA welding. An austenitic

weld metal microstructure is capable of storing large quantities of hydro-

gen which keeps the hydrogen away from the crack sensitive HAZ, avoiding
underbead cracking. In steels having a high carbon equivalent, this

technique has proven reliable down to a depth of 25 meters. The develop-

ment of new electrode coatings has also been instrumental in extending
the operational depth of the SMA process for low carbon steels to over

60 meters [C25].

Much less research has been conducted on the effects of pressure

on processes other than electric arc welding. Velocity power tools

employ sealed barrels to overcome the problem of accelerating stud projec-
tiles in a high pressure environment. Devices with sealed barrels provide

adequate penetration at depths up to 300 meters [C26]. Meihods of removing
water form the weld mold and ensuring the flow of metal from the reaction

chamber to the mold must be developed to make exothermic welding a prac-
tical deep ocean process [P4]. In shallow underwater explosive welding,
secondary charges timed to explode a fraction of a second prior to the

main charge are used to expel water between the joining surfaces. At

greater depths, this technique may not be feasible since prohibitively

large charges may be needed to overcome hydrostatic forces.

Mechanical joining techniques are versatile, adaptable to remote

operation and are not affected by pressure. Their use i.s being planned in

several deep water repair systems [C27,C28] and, in the absence of other

processes, it is expected that many of these devices will be developed to

meet future joining needs at depths beyond diver limits.

It appears that devices capable of meeting deep salvage needs can be
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developed which require little manipulative ability and are thus suitab1e

for employment with submersibles and remote vehicles. Diving systems

impose no depth limit on these devices but power requirements are a major

constraint. Velocity power tools appear to be the most promising devices

now in existence for use in deep ocean salvage operations. These tools are

small, inexpensive, have a self-contained energy source and lend themselves

easily to remote operation. They can be used to attach a variety of stud-

like fittings [C26]. Exothermic processes have the same advantages but

are not limited to the attachment of studs, since welds are not size or

shape limited. One possible application is the attachment of repair

sleeves to damaged subsea pipelines. Explosive welding is another self-

contained technique which may be useful in the deep ocean. However, welds

with good bonding characteristics are difficult to produce consistently,

even on the surface, Arc stud welding devices are also being considered

for deep ocean application but require rather large pulses of electrical

power which can, at present, only be provided by cables from the surface

[T7,T8].

3.7 Conclusions of Task 1 and Recommendations for Later Tasks

1. Wet manual shielded metal are process using a welder/diver in

a conventional diving system is a simple, economical, and

versatile method primarily for ~aking repair welds. However,

its use is restricted to a depth less than about 200 feet due

primarily to diving limitations.

2. By use of a saturation diving system the work capability of a

diver can be extended to deep waters in excess of 1,000 feet.

Wet SMA process may be used in deep sea for making repairs and

other non-critical welds. One important research topic is to

develop simple-to-operate joining systems which can be operated

by divers. To obtain high � quality welds the systems should use

dry spot techniques so that welding is performed in dry environ-

ments. The systems may be operated from a submersible by using
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a remotely controlled manipulator.

3. Dry chamber processes can be successfully used for deep-sea

applications. For example, the one atmospheric welding can be

performed at any depth as long as a necessary diving system is

developed. Mechanisms of one atmospheric welding are essentially

the same as those in ordinary air welding. Hyperbaric dry chamber

processes also can be used in deep-sea. These processes have

been successfully used for various jobs including repairs of

underwater pipelines and offshore structures. M'eld quality is

believed to be reasonably good, because welds are made in dry

environment. Besides high pressure, experienced in hyperbaric

processes in deep-sea, an important technical problem is to

maintain very low humidity environment comparable to that re-

quired for high-quality welding jobs on land. It is well known,

even in welding on land, that hydrogen causes major problems in

welding high-strength studs and aluminum alloys. Hydrogen is a

major cause of cracking in welding high-strength studs, while

hydrogen is a major cause of porosity in welding aluminum alloys.

The major disadvantage of dry chamber processes is the extremely

high cost due primarily for using dry chambers in deep-sea.

4. Recommendations for Later Tasks. On the basis of the findings

obtained in Task 1 it was recommended that major efforts in

later tasks be placed on the development of simple-to-operate

joining systems which can be operated by divers.
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CHAPTER 4-

CONSTRUCTION OF A PRESSURE TANK  TASK 2!

In order to conduct a systematic experimental study of underwater

welding in deep water it is essential to have a facility capable of making

welds in a controlled environment. To do this a pressure vessel along

with necessary auxiliary equipment for pressurizing and depressurizing

is needed. Also needed are means for producing welds in the tank using

different techniques along with various devices recording welding con-

ditions and observing welding phenomena in process.

The objective of Task 2 was to construct a pressure tank for welding

experiments. First a survey was made of previous published information

on experiments at simulated depths, and an assessment was made of the

requirements and budgetary limits. Efforts were then made to design a

pressure tank, construct it, and then test the tank after it was con-

structed. The efforts were made through a cooperative work by a group

of people including Ozaki., Prasad, Tsai, and Zona. Details of the efforts

are presented in the thesis by Prasad [Tlk].

The cost required for the construction of the tank and the purchase

of the auxiliary equipment and the welding setup was covered by matching

funds from a group of companies including:

Hitachi Shipbuilding and Engineering Co.

lshikawajima � Harima Heavy Industries

Kawasaki Heavy Industries

Hitsui Engineering and Shipbuilding Co.

Nippon Kokan Kaisha

Sumitomo Heavy Hachinery Co.



4.1 Im ortant Desi n Decisions

In early stages of the design of the facility a series of important

decisions were made which determined basic features of the N.I.T. Pacility.

Some of the important features are described below.

l. De th Ca abilit . The first important design consideration that

was decided was the depth capability of the facility. As the

depth capability increases the cost of the facility increases.

Since most of the offshore activities are taken at depths up to

1,000 feet, this figure was used as an initial target depth. We

also wanted to bui1d the pressure tank at a cost less than $10,000.

The final decision was to have the depth capability of 700 feet

at a pressure of 300 psig.

2. Underwater Weldin . The second important design consideration

was how to create the environment for underwater wet welding.

There were basically two methods as follows:

 a! To build a pressure tank which could be completely filled

with water

 b! To build a pressure tank with a dry environment and conduct

underwater welding experiments by placing specimens in a

pan containing water and put the pan in the tank under

pressure

The first method would certainly simulate underwater wet ~elding

more closely than the second method. However, this creates a

difficult problem of how to place welding equipment in pressurized

water. We decided to select the second method primarily because

it was much easier and more economical to build the facility than

selecting the first one. Another important factor for selecting

the second method was that most of high � quality underwater welding

jobs are presently done by dry chamber techniques and uses of wet

welding techniques are generally limited to repair jobs, as dis-
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cussed in Chapter 3. The second method simulates hyperbaric

dry chamber process.

3. Weldin Ex eriments. The facility should be able to handle

various welding processes. It was decided that all welding ex-

periments should be made completely automatically by use of a

remote control device placed outside the pressure tank. The

welding system should be designed in such a way that welding

experiments can be performed by personnel having no welding

skill..

4.2 Construction and Testin of the Facilit

Prasad's thesis [T14] described details ofdesign, construction, and

testing of the M.I.T. facility. Presented here are some of the important

aspects.

Pressure Tank. Figure 4-1 shows some details of the pressure tank.

M.I.T. researchers made initial designs, while the M.S. Charlestown Welding

and Engineering Co., Charlestown, Massachusetts prepared the final detailed

design and did actual construction of the tank.

The tank is 6 feet long and 30 inches in diameter and it is made of

low-carbon steel. The tank has two convex ends, one of which can be fully

open to give easy access to the interior. It is placed horizontally on

a set of stands and the center of the cylinder is 35 inches above the

ground. Figure 4-2 shows an overall view of the pressure tank while

one end is open.

The tank has three viewing points so that the inside of the tank can

be illuminated through one and two people can observe the welding experi-

ment at the same time. In order to fit different types of welding

equipment required for cable feed throughs inside the tank without making

new holes or blanking an existing one, the tank has one porthole with a

cover. The cover is used for fitting all cable and pipe glands. Thus,

a different cover can be used for each type of welding equipment.
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Pressurization S stem. To get the pressure equivalent to different
water depth in the pressure tank a pressurization system is required.
The pressure in the tank can be built by hydraulic pressure, compressed
inert gas or compressed air. It was decided not to employ the hydraulic
pressurization as discussed earlier. The tank can be pressurized by
either inert gas or compressed air. The compressed air system has been
used for most experiments because of the cost advantage over the inert.
gas system. An electrically driven compressor is used to produce compressed

' JL
experiments using various welding processes can be made provided that the
equipment is small enough to be placed in the pressure tank. The basic
welding process employed, however, is the gas metal arc process. Conse-
quently the GNA welding system is described here.

The GMA welding system consists of three parts: the power supply,
the travel system and the welding gun. The oower supply is placed outside
the tank, while the travel system and the welding gun are placed inside
the tank as shown in Figure 4-3. The power supply used is an AIRCONATIC
Model CV-450 welding machine made by AIRCO. It is a multipurpose machine
of the constant potential type with a maximum current of 450 amperes. The
cable from the power source enters the pressure tank via pressure fittings.

The welding gun used is an AIRCO's NIGet welding gun model AH20-E
with AIRCONATIC Control Model AHC-M/S. It uses consumable wire electrodes
0.030 to 0.045 inch diameter. The ordinary welding gun has all its
operational controls on its handle. In order to operate the welding gun
from outside the pressure tank, some modifications of the gun had to be
made. This consisted of providing external switch for gas flow welding
 motor and power supply! and wire speed control. Electrical pressure
fitting was used for connecting control cables from the gun to the controls
outside the gun.

The gas most frequently used is Argon-25% CO . The gas from. the
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FIGURE 4-3 F1oor p1an showing the experimenta1 apparatus layout
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storage cylinder passes through a pressure regulator, then via pressure

fitting into the tank.

The travel system used for the movement of the welding gun is

Welding Tooling Corporation Bug � 0  Experimental Model! system wi.th remote

control for:

a. Travel speed

b. Start, stop and direction of travel

The track for the travel system has magnetic mounts, with hinged

joint, for mounting on a curved surface. The standard mounts with a single

hinged assembly were found unsatisfactory due to the high curvature of the

pressure tank walls, hence the same was modified and two hinged joints pro-

vided. The power and control cables to the carriage unit have pressure

fittings on them where they enter t' he tank.

Figure 4-4 shows the welding system inside the pressure tank. It

sho~s the welding gun mounted on the travel system.

Measurin Devices. The present setuo is capable of making the

following measurements during welding:

a. Arc voltage

b. Welding current

c. Travel speed of the carriage

d. Temperature changes of a specimen being welded

Arrangements can be made to make other measurements.

4.3 0 ezatin E erience and Summary of Ca abilities

The N.I.T. facility has been operating very satisfactorily. Many welded

specimens have been prepared under various levels of pressure. It is

worth mentioning that no qualified welder was used in preparing these

welded specimens. All specimens were prepared by students  mostly graduate
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FIGURE 4-4 The welding system inside the pressure tank
showing the welding gun mounted on the travel system



students! with no training as welders.

As a summary operational capabilities of the M.I.T. facility are

described below:

Tank size: 6 feet long, 30 inches in diameter

Maximum simulated working depth: 700 feet �00 psig!

Position: downhand  can be modified for all positions!

Maximum weld length: 2 feet

Joint types'. Head-on-plate, butt joint, lap joint, and tee joint

 can be modified for other types of joint!

Welding processes: GTA, GMA, shielded metal arc, flux-shielded, stud

welding  Can be modified for other processes!

Figure 4-2 shows the overall view of the tank, while Figure 4-3 shows

the welding system inside the tank. In making a welded sample, the sample

is placed in the tank and the door is closed. Pressure is applied by

activating a compressor located outside the tank. Welding is performed

completely automatically by merely pressing an appropriate button. The

operator standing outside the tank can observe the welding arc through the

window on the side wall of the tank.

When underwater welding is necessary, specimens to be welded are

immersed in water contained in a pan. Then the entire setup, including

the welding machine, specimens and pan, is placed in the tank and sub-

jected to a certain pressure. In this way underwater welding in deep-sea

conditions can be simulated without building extremely expensive equipment.
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CHAPTER 5

EXPERIMENTS ON ARC WELDING AND CUTTING UNDER

SIMULATED DEEP-SEA CONDITIONS  TASK 3!

5.1 Introduction

The objective of Task 3 was to study effects of ~ster pressure on

arc welding characteristics and properties of welds. Although some

studies were made on this subject, most of the experiments conducted were

not systematic and conclusions drawn by different investigators were often

conflicting. For example, researchers at Battelle Memorial Institute

reported [C30]:

"Welds made underwater with AWS F6013 electrodes at 295, 680, and

1,200 feet simulated depths had excessive porosity, while welds made

at sea level pressure  but underwater! were sound. Melding with

reverse polarity appeared to reduce the size and amount of porosity

although sufficient welds were not made to verify this performance.

The cause of this porosity is not known although it probably is re-

lated to more rapid freezing of the weld metal at the greater depth."

On the other hand, an investigator of the Technische Hogenschool Delft

stated in a letter to M.I.T. researchers as follows [C31]:

"It was observed that in all gases mentioned the amount of porosity

in the weld metal sharply increased with an increasing pressure up

to 3.5 atmosphere and decreased again at still higher pressures.

 But the experiments were not performed underwater.! Other observa-

tions were a decreasing weld bead penetration with increasing

pressure, while the optimum arc current range became very small at

the high pressures."

The work referred to above was conducted by the working group on underwater

formed by the Netherlands Welding Society.



Only limited information was available on the effects of pressure on

are welding, characteristics and properties of welds made underwater. When

Task 3 was conceived there was a strong possibility that a company would

provide a large amount of matching funds to conduct an extensive research:

�! To determine effects of water pressure on arc welding character-

istics

�! To determine effects of water pressure on metallurgi.cal and

mechanical properties of welds

Unfortunately the plan did not materialize and the scale of Task 3

had to be reduced considerably. In addition, M.I.T. researchers experienced

considerable delays in construction and testing af the deep � sea underwater

welding simulation facility. Although most of the construction and test-

ing of the pressure Lank was completed by the fall of 1977, they spent

considerable time in installing welding systems which required a number of

modifications. M.I.T. researchers were very anxious to go on to later

phases of the research program of which objectives were to develop new

underwater welding systems rather than obtaining fundamental data on

processes which are currently in use.

In the fall of 1977 Prasad tT14] conducted an experimental study on

the effect of pressure on gas metal arc  GNA! and flux-shielded are  FSA!

welding processes in dry environment. This is the first experimental

study using the new deep-sea underwater welding simulation facility. In

the spring of 1978 Erickson IT15] studied the effect af pressure on FSA

welding in water.

5.2 Prasad's Stud on Effects of Pressure on Gas Metal-Arc Flux-Shielded
Arc Weldin in Dr Environment

Prasad [T14] conducted an experimental study on the effect of pressure

on gas metal arc  GMA! and flux-shielded arc  FSA! processes in dry en-

vironment. Experiments were carried out by making bead-an-plate welds.

The plates were of low-carbon steel to specification AISI-1020, and the



sizes of the plates were 10" x 6" x 1/4" and 10" x 6" x 1/8". Experiments

were carried out to find the welding parameters that gave satisfactory

welds at pressures of 50, 100, 150, 200, and 280 psig, corresponding to

114, 227, 340, 455, and 635 feet, respectively of ~ster depth. The

effect of pressure on welding arc stability, weld shape factor, and the

hardness of the weld metal and the heat affected zone was examined.

5.2.1 Ex eriments to Find 0 timum Weldin Parameters at Different Pressures

Bead-on-plate welding experiments were carried out to find the welding

parameters that gave satisfactory welds at pressures of 50, 100, 150, 200,

and 280 psig. The welding parameters that gave the most effect on weld

bead shape and quality are:

a. Welding voltage

b. Welding gun-to-plate distance

c. Travel speed

The optimum values of these parameters were known for welding at atmo-

spheric pressure. The same values were used initially when w'elding at a

higher pressure. Of these three parameters, two were kept fixed, the

third was varied, and its effect on the weld-bead shape was examined.

1. Variation of Weldin Volta e. GMA welds were made at pressures

of 50 psig with the welding voltage set at 23.5, 25, 30, 34

volts. Welding voltage for satisfactory welds at atmospheric

pressure was 25 volts. The weld bead was both narrow and wavy

for welding voltages of 23.5 and 25 volts. At voltages of 30

and 34 volts the weld bead became less wavy and flat. The

amount of spatter increased with welding voltage. FSA welding

required an increase in the welding voltage with increase in

pressure to give satisfactory welds.

2. Variation of Weldin Gun-to-Plate Distance. The distance between

the gun and the work plate for laying a satisfactory bead was
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5/8 inch. The reduction of this gap caused the electrode to

stab in the weld puddle. An increase in the gap caused the

weld bead to become narrow, wavy, and discontinuous. Tests

were carried out at 50 and 100 psig, to see the effect of chang-

ing the distance. It was seen that 5/8" gave satifactory welds

at both pressures.

3. Variation of Travel S eed. Travel speed had to be reduced as

the pressure in the tank was increased to maintain satisfactory

weld bead shape. The travel speed required for the six pressure

conditions tested are given in Table 5-1, for both GNA and SMA

welding processes.
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5.2.2 Effects of an Increase in Pressure on the Weldin Arc

The output of the high speed chart recorder giving the welding voltage

and current was used to study the welding arc in terms of metal transfer,

arc voltage, welding current and arc stability for the GMA and FSA pro-

cesses at 0  ambient!, 50, 100, 200, and 280 psig.

Gas Metal Arc Weldin . The results of experimental observation on

the effect of an increase in pressure on the welding arc in the GNA process
were as follows:

 a! The metal transfer mode was by short-circuiting in the arc at
all pressures.

 b! The number of short-circuits per second decreased as pressure
increased.

 c! The welding arc voltage remained almost unchanged as pressure
increased.

 d! The welding current remained almost unchanged as pressure in-
creased.

The actual experimental observations are given in Table 5-2. Figure 5-1.

is a sample of the output from the chart recorder at 200 psig, giving
welding current and arc voltage.

Flux � Shielded Arc Weldin . The result of experimental observations

on the effect of pressure on the FSA welding process may be stated as

follows:

 a! As the arc voltage and welding current remained steady, the

metal transfer was not by the short-circuiting mode

 b! The welding voltage increased with increasing pressure

 c! The welding current increased with increasing pressure.

The results of experimental observations are given in Table 5-3. Figure

5-2 is s typical representation of the welding current and arc voltage
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changes during welding at 200 psig. Fluctuations of welding current and
arc voltage during the FSA welding were considerably less than those in

the GNA welding, as shown in Figures 5-1 and 5-2. This shows that fluz-

shielded arcs are more stable than gas metal arcs.
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FIGURE 5-1 Voltage-current trace for GMA process
at 200 psig [TI4]
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FIGURE 5-2 Voltage-current trace for flux-shielded process
at 200 psig



5 ' 2.3 Metallur ical Test Results

The welds made at different. pressures using the GMA and the FSA

processes were sectioned and examined for the following properties:

 a! Weld bead appearance and defects

 b! Penetration

 c! Hardness

l. Weld Bead A earance and Defects. The macrostructures of the

weld were examined for the shape of the weld bead and defects,

such as cracks, lack of fusion, undercut, etc. Figure 5-3

defines the different terms used to describe the bead shape and

Table 5-4 gives the results of the measurements.

2. Penetration. The welds made by the GMA process had a larger

penetration compared to those by the FSA process at a given

pressure. The penetration did not change with an increase in

pressure for GMA welds. In the case of FSA welds no such con-

clusion could be made.

3. Hardness. Microhardness values of the weld metal, HAZ and base

metal were measured for welds made by the GMA and FSA processes

at different pressures. The results are given in Table 5-5.

From the limited number of experiments carried out, we see that

the hardness of the weld metal and the heat affected zone in-

creased with an increase in pressure. The hardness values of

the weld metal and HAZ were lower for the FSA welds compared to

the GMA welds made at a certain pressure level.

5 ' 3 Erickson's Stud on Effects of Pressure on Flux-Shielded Arc
Weldin Underwater

Erickson [T15! studied the effect of pressure on flux-shielded arc

welding'



TABLE 5-5 Effect of pressure on the weld and the heat affected
zone hardness

Knoop hardnessPressure

Flux-shielded weldsGas metal arc welds

Weld Base

Metal H A Z Metal
Weld Base

Metal H A Z Metal

181.5 179. 7

191.6

179.7

249.0

237. 8

237. 8

227.0
I

181. 5258. 2

246.2 179. 7

232. 2 179. 7

179. 7
!

179. 7

179. 7

252.0

258.2

258. 2

227. 0

229.6187. 1300.0

Atmospheric

50psig

100psig

150psig

200psig

280psig

264. 6

312.0

277.8

281.4

300.0

224.4

281.4

316.2

300. 0

267.8

288. 6
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BEAD WIDTH/ PENETRATION DEPTH

PENETRATION DEPTH / BEAD WIDTH

FIGURE 5-3 Definition of bead shape

5. 3. l Hx erimental Procedure

Figure 5-4 shows the experimental setup. Underwater welding was

performed by placing a plexiglass tank containing water inside the chamber

and pressurizing the chamber by means of air compressor to the desired

pressure. Specimens to be welded were immersed in water but the welding

equipment was not in water. The plexiglass tank was filled with water

to a depth of 5 to 6 inches.

To simulate a flux cartridge for the experimental investigation a

container was constructed which could be attached to a plate by the use

of small studs, as shown in Figure 5-4. The container served to hold

the flux in position and to isolate the flux from the surrounding water
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during welding. The top of the container was open to the pressurized air

atmosphere to enable the welding electrode to traverse along the plate.

Bead-on-plate welds were made on cold rolled low-carbon steeI

plates 1/4 inch thick. The plates were 6 inches wide by 10 inches Iong

with the weld being made longitudinaIly along the centerline. Mild steel

welding wire of 0.030 inch diameter was used for all welds made. The

wire feed set was at 12.5 feet/minute for all welds. Travel speed was

set at 9 inches/minute. The weld beads varied in length from 6 to 7

inches. The weld area was protected by a 3/4 inch layer of Lincoln

Flux No. 710 held by the flux container.

Welds were performed underwater in tap water at 0, 50, 100, 150, 200,

250, and 300psig pressure corresponding to 0, 114, 227, 340, 455, 570, and

680 feet, respectively, of w'ster depth. The welds were performed using

reverse polarity. The potential setting of the power supply was increased

slightly with increasing pressure to obtain weIds which are similar in

appearance and quality for the various pressures. Arc voltage and welding

current were continuously recorded during welding. Five Chromel-Alumel

thermocouples were attached to the surface of each steel plate as shown

in Figure 5-5. The distance from the weId beads varied slightly from

weld to weld due to slight differences in alignment of electrodes from

weld to weld.

An additional weld was made at 0 psig with flux which was damp. This

weld was made in order to demonstrate one of the limitations of the method

discussed later.

5.3.2 Com uter Heat Flow Anal sis

Tsai IT13,P17,P18] developed a semi-empirical computer analysis

of heat flow in underwater welding. Since his study was not directly

connected with this research program a paper, based on his Ph.D. thesis,

entitled "Mechanisms of Rapid Cooling and Their Design Considerations in

Underwater Welding" is included as APPENDIX C. The analysis shows the
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IO

FIGURE 5-5 Thernocouple location on welding plate

effectiveness of the flux-shielded process in reducing cooling rate during

underwater welding. Figure ll of APPENDIX C shows that:

"The cooling rate during underwater FSA welding is much slower

that that of wet SMA welding and i t is almost as slow as that of

air welding. While HAZ structures in wet SMA welding are completely

martensitic, no martensitic structures would be produced in FSA welds

in 0.17X carbon steel."

The most effective way in reducing cooling rate during underwater welding

is to separate the molten weld metal from surrounding water, as it was

dicussed in an earlier Sea Grant report [P13]. And flux shielding is

a very effective method of accomplishing this.

The computer programs developed by Tsai were used to analyze the

experimental. results obtained by Erickson.

5.3.3 Ex erimental Results and Discussion

A summary of the welding parameters and experimental results of

the underwater flux-shielded welds performed is presented in Table 5-6.
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Shown here are welding conditions and bead width, bead penetration, and

the ratio of bead width to bead penetration. The penetration tended to

increase and the ratio of bead width to penetration tended to decrease

as the arc power increased.

Figure 5-6 shows the voltage and current traces for the underwater

welding arc at 300psig. Very similar traces were produced for the other

welds performed. A steady arc could be produced and maintained during

welding regardless of the pressure. The arc power for the weld per-

formed at 150psig was higher than expected for no apparent reason.

Figures 5 � 7 and 5-8 show microhardness distributions of welds made

at 0 and 300psig, respectively. Rxamination of microstructures revealed

no martensitic structures in all af the welds made. Welds were free from

defects such as inclusions, porosity, and cracks.

Figures 5 � 9 and 5 � 10 show temperature profiles predicted by the

computer analysis and experimental data for welds made at 0 and 300psig,

respectively. In the computer analysis it was assumed that the flux

shielding provides a perfectly insulated layer of flux 2.5 inches wide.

Heat transfer to the water was assumed to be natural convection from a

horizontal plate. Although there were some differences between the ex-

perimental data and analytical predictions, the temperatures and times

were of the same order indicating that the computer analysis is reasonably

valid in predicting heat flow in weldments.

All the welds discussed above were for the FSA method with dry flux.

One weld was made at 0 psig with damp flux to illustrate the limitation

of the method. The weld metal contained large slag inclusions and a

good deal of porosity. No cracks were found however. Figure 5-11 shows

microhardness readings of the weld. Higher hardness readings were ob-

served in the weld metal for the damp flux weld than for any of the dry

flux welds indicating that the presence of the moisture may have affected

the metallurgical structures of the weld metal. This weld made with

damp flux demonstrates that the weld metal must remain dry if good quality
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FIGURE 5-7 Nicrohardness readings in underwater
flux-shielded weld � psig!
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FIGURE 5-8 Microhardness readings in underwater
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welds are to be obtained.

5. 4 Summar and Conclusion of Task 3

�! It was demonstrated that the deep-sea underwater velding simula-

tion facility installed at N.E.T. works satisfactorily. Weids

were made automatically by merely pressing an appropriate button

on the control device outside the presence tank. Welds were

made using gas metal-arc and flux-shielded arc processes in

dry and wet conditions at pressures up to 300psig which corre-

sponds to 700 feet deep water.

�! Prasad studied effects of pressure on GMA and FSA welds in dry

environment. He examined the pressure effects on various sub-

jects including welding parameters, weld bead appearance and

defects, penetration, and hardness. The test conditions vere

rather limited, however. Additional tests are needed to make

conclusive statements on the pressure effects.
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�! Erickson studied effects of pressure on FSA welds underwater.

The most important conclusion of his work was that it demon-

strated that the flux-shielded process is a very promising

technique to be used for deep-sea applications. Melding arcs

were metallurgically sound. Hardnesses of the weld metal and

HAZ were not very high and no martensitic structures were ob-

served. In order to produce sound welds it is important to

keep the flux dry. Erickson examined the pressure effects on

various subjects including welding parameter, weld bead appear-

ance and defects, penetration, hardness, and heat flow charac-

teristics. The best conditions were limited however. Additional

tests are needed to make conclusive statements on the pressure

effects.
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CHAPTER 6

DEVELOPMENT AND TESTING OF STUD WELDING SYSTEMS

M.I.T. researchers became interested in underwater stud welding in

1974. During the second Sea Grant supported research program entitled

"Development of New, Improved Techniques for Underwater Welding",

Professor K. Masubuchi and Dr. M. Kutsuna thought that stud welding

could be done successfully underwater [P13]. They filed an application

of a U.S. patent on underwater stud welding gun. The U.S. patent

Ii'3,989,920, granted in November, 1976, is included in this report as

APPENDIX A-l. Under their guidance Zanca [T8] wrote a thesis on under-

water stud welding.

During this research program on deep-sea underwater welding, M.l,T.

researchers believed that the stud welding is a good process to be used

for deep-sea underwater applications. Studies were made primarily by

two graduate students Chiba [T12] and Kataoka [T17]. Two undergraduate

students Schechter [T19] and Nakagawa also provided contributions.

6.1 Stud Weldin Process

Stud welding is an arc welding process in which metal studs or

similar parts and a work piece are heated and melted by an electric arc

drawn between them. Then the two pieces are brought together under

pressure to form a welded joint. This simple joint replaces drilled-

and-tapped studs, reduces the number of required operations, and saves

time and money. According to Houldcroft [C32] the arc stud welding

process was invented by H. Martin and used from 1918 by the British

Royal Navy but the process was not widely known until it was redis-

covered by E. Nelson in the U.S.A. twenty years later.

The two basic techniques of stud welding are defined by their

method of power supply. A motor generator, a transformer rectifier,

or a storage battery must be used as a power supply for the first
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method, arc stud welding. The power supply for the second method,

capacitor-discharge stud welding, is a low-voltage electrostatic

storage system, and the arc is produced by a rapid discharge of stored

electrical energy. Both methods involve direct current and arcing and

in both cases the stud serves as the electrode and a "stud gun" as the

electrode holder.

6.1.1 Arc Stud Weldin [P13, C33, C34]

Above water, the arc stud melding process is the most widely used

of the two basic types of stud welding and is similar in many respects

to the shielded metal-arc welding. The equipment consists of the stud

gun, a control unit  timing device!, studs and ferrules, and an avail-

able source of d.c. welding current. Figure 6-1 shows a typical setup

for arc stud welding [C33].

The mechanics of the process are illustrated in Figure 6-2 [C33].

The stud is loaded into the chuck, the ferrule  also known as an arc

shield! is placed in position over the end of the stud, and the gun is

properly positioned for welding  Figure 6-2A!. The trigger is then

depressed, starting the automatic welding cycle  Figure 6 � 23!. The

stud is lifted by a solenoid within the body of the gun, creating an arc

and forming a molten pool on the work piece and the stud end. A

controlling device limits the arc period automatically, according to a

predetermined setting. At the end of the arcing period, the welding

current is shut off, de � energizing the solenoid, allowing the mainspring

of the gun to plunge the end of the stud into the small volume of molten

metal to complete the weld cycle  Figure 6-2C!. The gun is then lifted

from the stud and the ferrule is knocked off since the weld solidifies

almost instantly  Figure 6-2D!. A shielding gas is sometimes used

when nonferrous alloys are being arc stud welded.

The weld is usually completed in less than one second, the actual

duration of the weld cycle depending upon the diameter of the stud and

the particular equipment. used. By using a ceramic arc shield  ferrule!

around the stud, substantial shielding is obtained while retaining the

molten metal to form a fillet weld. Apart from shaping the fillet, the
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FIGURE 6-l Equipment setup for arc stud welding [C33]
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ferrule shields the operator fram the glare of the welding arc and when

preplaced in j igs, it helps in the positioning of the stud. Flux is

generally used for arc stud welding, since it provides a cleaning action

and acts as an arc stabilizer and deoxidizing agent.

The arc stud welding process is most effectively used when the base

metal is thick enough to enable the weld to be made without burn-through

and allowing the full strength of the welded stud to be developed. For

low-carbon steels, the weld base diameter of the stud should be at least

one-third the base metal thickness, and, to avoid burn-through, the weld

base diameter should be at least one-fifth of the base metal thickness.

6.1.2 Ca acitor Dischar e Stud Weldin [F13, C33, C34]

The second basic stud melding process derives its heat for welding

from an arc produced by a rapid discharge of stored electrical energy,

with pressure applied to the stud during or immediately following the

electrical discharge. There are three different types of capacitor

discharge stud welding:

�! Initial contact

�! Initial gap

�! Drawn arc

The arc is established either by rapid resistance heating of a projection

on the stud weld base with a resulting weld time of 3 to 6 milliseconds,

or by drawing the arc in a similar manner to that of arc stud welding

by lifting the stud away from the plate. The latter procedure results

in a 6 to 15 millisecond weld time. In either case, no ceramic ferrule

or flux is used due to the speed of welding.

Another consequence of the extremely short welding time in capacitor

discharge stud welding is the absence of heat build-up. This allows

welding of studs to thin materials without pronounced distortion, burn-

through, or discoloration. Weld penetration is slight, which permits

many dissimilar metals to be welded with acceptable strength and

metallurgical structure.
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In the initial study at M.I.T. on underwater stud welding a

capacity discharge type machine was used, because it was the only

machine available at N.I.T. at that time. Experiments were conducted on

small studs 1/8-inch in diameter. In latex studies, however, all

experiments were made on large studs 1/2 to 3/4 inch in diameter using

an arc stud type machine. Therefore, no further discussion on the

capacity discharge stud welding is given here.

6.2 Underwater A lications of Stud Weldin

6.2.1 Historical Develo ment

Although stud welding had been used in shipbuilding and other

construction industries since around 1920, no investigator was seriously

interested in its underwater applications until M.I.T. researchers

became convinced in 1974 that stud welding could be done successfully

underwater. Under the guidance of Nasubuchi and Kutsuna, Zanca [T8]

wrote a thesis on underwater stud welding. He used a capacity

discharge type stud welding gun available at M.I.T. at that time.

Because of the capacity limitation of the equipment, experiments were

made of small studs 1/8 in. diameter. It was found that stud welding

could be made successfully underwater. The results are reported in

the second Sea Grant report on underwater welding, MITSG 77-9 [P13].

In 1976 a U.S. patent on underwater stud welding gun was granted to

Masubuchi and Kutsuna [Pll].

This M.I.T. effort apparently raised interest of investigators in

other laboratories. In 1976 a research program on underwater stud

welding was started at the Technical University of Delft, the

Netherlands [C35]. The study included experiments performed in the

sea [C36]. Hamasaki and Tateiwa [C37] of Japan reported in 1979 that

they had developed an underwater stud welding gun.

Representatives of several companies have expressed to M.I.T.

researchers their interest in using stud welding for various undersea

construction works. However, M.I.T. researchers know no examples of
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large-scale applications of stud welding underwater.

6.2.2 Efforts in This Research Pro rara

M.I.T. investigators decided to select stud welding as one of the

two processes to be studied in depth in Tasks 4 through 7. Major reasons

for making this decision are described below.

I'irstly, M.I.T. researchers believed that there is a need for

developing joining techniques other than dry chamber arc welding

processes. As stated earlier, it is possible to use dry chamber arc

welding processes in deep sea as long as a proper diving system is

developed. However, dry chamber processes are extremely expensive.

As far as mechanisms of welding are concerned dry chamber arc welding

processes are not very different from ordinary land welding, except

pressures are high in hyperbaric welding. There are many cases in which

dry chambers cannot be used or they are too expensive to use.

Ho~ever, uses of simple "wet" SMA and GMA processes in deep sea

will be severely limited. Normal arc welding requires considerable

skill in manipulating the electrode or the welding gun. It becomes

extremely difficult to perform necessary electrode manipulation in deep

sea. The use of gas metal arc in deep sea is impractical, if not

impossible, because it becomes extremely difficult to provide shielding

of the welding arc by gas.

The stud welding process is suited for underwater applications for

the following reasons:

 l! Stud welding requires no skill. It is possible to develop a

complete welding system which can be activated by merely pressing a

button or the system can be activated remotely.

�! Considerable portions of the welding system can even be

flooded with water.
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Studies in underwater stud welding were conducted primarily by

the following students:

Jun-ichi Chiba

Toshioki Kataoka

Peter C, Schechter

Roy Y. Nakagawa

Nr. Chiba and Mr. Kataoka wrote theses. Mr. Schechter prepared a

report. Their results are presented in this report. Although their

studies covered Tasks 5, 6, and 7, results obtained by individual

investigators are presented in this report.

The investigation on underwater stud welding is still being

continued by Mr. David W. Schloerb. Experiments in actual diving

conditions are also being planned. Results of this continuing study

will be included in a future report covering the current research

entitled "Development of Instamatic Systems for Narine Applications".

6.3 Stud b Chiba [T12, P16]

In the earlier study conducted during the 1974/75 academic year,

experiments were conducted using a capacity discharge type stud

welding equipment available at M.I.T. at that time. Underwater welds

were successfully made using small studs 1/8 inch �.2 mm! diameter.

Results were reported in Zanca's thesis [TS] and the second Sea-Grant

report on underwater welding [PI3].

During the 1976/77 academic year a study was made to investigate

whether underwater welds could be successfully made using large studs

up to 3/4 inch �9 mm! in diameter. The KSF Fastening Systems Division

was kind enough to loan, at no cost to M.I.T,, a complete set of arc

stud welding equipment. Details of the investigation were reported

in Chiba's thesis [T12], A paper which summarized the results was

presented by Masubuchi, Ozaki, and Chiba at the Oceans '78 Conference

[PL6].
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6.3.1 Ex erimental Conditions

Figure 6-3 shows schematically the experimental setup. The power

house, or stud welding machine, is a transformer-rectifier type

welding power supply which can be used for both stud welding and

ordinary shielded metal arc using covered electrodes. An arc stud

welding gun designed for air use was used in the experiment. Since the

gun was not made watertight, the gun was not immersed in water. In

conducting a welding experiment underwater, the specimen was placed in

a tank containing tap water. Limited experiments using actual sea

water revealed little difference in weld appearance from that made

using tap water.

Law-carbon steel studs were used for both low-carbon steel and

HY-80 steel base plates 1/2 inch to 1 inch thick. The stud diameter was

3/4 inch, and the weld base diameter was 0.684 inch. The stud was 2.75

inch long before welding, and 2.5 inches after welded. Welds were

made under three conditions as follows:

l. Air welding with dry surface

2. Air welding with wet surface

3. Underwater welding

In an initial study, it was found that arc initiation underwater

was very difficult. Even in welding on a wet surface it was found to

be more difficult to initiate the arc than welding on a dry surface.

An effort was made toward finding ways of initiating a stable arc

underwater. A method which was found to be effective was to place a

small amount of steel wool or an aluminum foiI between the tip of the

stud and the warkpiece. Steel wool was used throughout the experiment.

Studs could be successfully welded in sea water. It was found that

successful welds could be made in water 4 inches deep.
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FIGURE 6-3 Arc stud welding setup used by Chiba

The optimum welding periods for air welds and wet surface welds

were approximately 0.6 to 0.9 second. For underwater welding 1 inch

deep it was 0.7 to 0.85 second. In both cases, the welding current was

set to 1,750 amperes, which was recommended by the manufacturer for air

welding. When the welding time was too short �.5 sec.! an extremely

"cold" weld was the result. A welding time of 0.9 second gave an

excessively "hot" weld. The welding time had a significant influence

on the weld quality. Figures 6W, 6-5 and 6-6 show some defective welds.

Shown here are cross sections of stud welded specimens. For each test

conditions welding parameters were selected ta produce good welds.
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FIGURE 6-4 Weld defect --- Extremely cold weld
Underwater 1 in. depth --- Mild steel base plate
 X3 7, ll nital etch!

FIGURE 6-5 Weld defect --- Cold weld
Underwater 1 in. depth --- Mild steel base plate
 X3.5, 1X nital etch!
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Further mechanical and metallurgical tests were made mostly welds
made using the optimum welding parameters.

FIGURE 6-6 Weld defect --- Extremely hot weld
Underwater 1 in. depth � � Hild steel base plate
 X3.8, l'f. nital etch!

6.3.2 Mechanical and Metalln~rical teata

�! Tensile Tests. Tensile test specimens were prepared by

welding studs on both sides of the plate. The specimen was set

between the threaded chucks by a Baldwin hydraulic testing machine,

which provided a slow, steady tensile loading to the test specimen.

The test on each specimen was run until either stud fractured, giving

the ultimate strength of the weld, or the weld fractured, indicating

an insufficient fusion in the weld joint.
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Table 6.1 gives the tensile test results of the welded stud

specimens. Two specimens were prepared from both air welding and wet-

surface welding. These specimens were prepared for underwater welding

1 inch deep. All of the specimens were welded under optimum conditions.

The same results are plotted in Figure 6-7 for quick reference. All

specimens, except P3  wet-surface weld!, fractured at threaded portion

of the studs, giving the ultimate tensile strength of the stud.

Figure 6-8 sho~s a typical fracture which occurred at the threaded

portion of the stud. Specimen <33 fractured in the stud along the heat-

affected zone of the weld, as shown in Figure 6-9. The fractured

surface revealed insufficient fusion. From the tensile test results,

it was concluded that underwater stud welds with the quality of an air

weld could be obtained by carefully applying a steel wool arc initiator.

A 3tj'4-inch diameter stud can hold a tensile load of approximately 10

to 12 tons.

�! Bend Tests. A simple bend test was devised to provide in-

formation about the weld quality. A test pipe four feet long was used

for bending studs. Although no bending load was recorded, their simple

bend test was adequate in that the soundness af the welded joint could

be quickly examined. Studs that fractured in the weld metal or the

heat-affected zone were considered unsuitable for usage. This type of

test is easily carried out at the job site by an operator, and can be

used to test welded studs when any change of welding conditions is made.

Figure 6 � 10 shows an example of a specimen subjected to the bend

test. The specimen fractured along a thread of the stud. The bend

test results showed that welds were sufficiently strong.

�! Macrosco ic Examinations. Macroscopic examinations were made

of specimens prepared from some welded samples to study how welds were

made. Figures 6-11 through 6-16 show cross sections of stud welded

specimens made under various test conditions. Some were made underwater,

while others were made in air or with wet surfaces;some welds were made

on low-carbon steel plates, while others were made on HY-80 steel plates.
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Table 6-1 TENSILE TEST RESULTS OF WELDED STUD SPECIMENS

NOTE: Stud diameter -- 3/4 in. Weld base diameter -- nom. 0.684 in.

*-- HAZ portion of the stud side fractured.

Other specimens, threaded portion of the studs fractured.
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3 8 4, ----- WET SURFACE WELD

5,6 8 7, -- UNDERWATER 1 in. DEPTH

~ -----THREADED PORTION OF THE STUDS FRACTURED

x -----HAZ PORTION OF THE STUD SIDE FRACTURED

FIGURE 6-7 Tensile test results of welded stud specimens



FIGURE 6-8 Appearance of tens il e tested specimen
Underwater l in. depth --- Mild steel base plate

FIGURE 6-9 Appearance o f tens i l e tested spec imen
Wet surface weld --- Mild steel base plate
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FIGURE 6-10 Appearance of bend test result
Un der wa ter 1 i n. dept h - -- Mi 'I d s tee 1
base plate

FIGURE 6-11 Cross section of welded stud
Air weld --- Hild steel base plate
 X3. 7, 1 l ni tal etch!
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FIGURE 6-12 Cross section of welded stud
Underwater 1/2 in. depth --- Mild steel
base plate  X3.7, 1$ nital etch!

FIGURE 6-13 Cross section of welded stud
Underwater l in. depth --- Mild steel
base plate  X3,7, ll nital etch!
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F I GURE 6-14 Cross sec ti on of we 1 ded s tud
Air we'ld --- HY-80 base plate
 X3.5, 1% nital etch!

FIGURE 6-15 Cross section of welded stud
Met surface weld --- WY-80 base plate
 X3.7, 1/ nital etch!
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The shapes and macrostructures of the weld metal and the heat-affected

zone are clearly shown in these photographs. What is interesting is that

cross sections of these welds look very similar. This is due to the

FIGURE 6-16 Cross section of welded stud
Underwater l in. depth --- HY-80 base plate
 X3.7, 1X nital etch!

fact that mechanisms of joining in stud welding are little affected by

the presence of water. In case of underwater "wet" arc welding

molten metal particles from the electrode must travel in water or in
a gaseous environment containing water vapor to the weld metal. In
the case of stud welding, on the other hand, most of the water is

expelled from the weld region when the stud is attached to the workpiece;
therefore, much of the surfaces to be joined are not directly exposed

to water. Consequently, the stud welding is inherently suitable for

underwater welding. A key to the successful execution of underwater

stud welding is to squeeze water out of the weld zone when pressure is
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applied to the stud.

�! Microsco ic Examinations. Microscopic examinations were made

on some specimens. Figure 6-17 is a schematic illustration of a stud

weld section and it shows various areas of the weld zone. The numbering

from A to G along the vertical center line of the stud show locations

where photographs showing microstructures were taken. The photographs

are presented in Chiba's thesis [T12j. Detailed microscopic examinations

revealed no cracks in the stud welded specimens made either in air or

underwater.

I. STUD

2, HEAT AFFECTED ZONE  STUD SIDE!

3. WELD METAL

4. HEAT AFFECTED ZONE  BASE PLATE SIDE!

5. BASE PLATE

A to G COR RE S POND TO SER I ES
OF MICROPHOTOGRAPHS

FIGURE 6-17 Stud weld section

�! Microstructures Tests. After the metallographic examination

the specimens were subjected to a microhardness survey to determine

their hardness profiles. Figures 6-18 and 6-19 illustrate microhardness

distributions for studs welded on low-carbon steel plates. The peak

hardness occurred in the border zone of the weld metal and the base

metal side of the heat-affected zone  HAZ! in both air and underwater
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FIGURE 6-18 Vertical microhardness traverses air wel d--
mild steel base plate
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FIGURE 6-19 Vertical microhardness traverses underwater l/2 in.
depth -- mild steel base plate
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welds. Figures 6-20, 6-2l and 6-22 show micrahardness distributions for

studs welded on. HY-80 steel plates' The maximum hardness occurred in

the base metal size of the HAZ. The second peak appeared in the weld

metal ad!scent to the stud size of the HAZ. The peak hardness and the

shape of the hardness distribution are almost the same in both air and

underwater welds on HY-80 steel.

Chiba compared his results on stud welds with results obtained in

an earlier study at N.I.T. on shielded metal arc welds, as shown in

Figure 6-23 [T12]. The figure shows relationships between the ultimate

tensile strength af the base ~etal and the maximum hardness of the HAZ

of welds made in air and underwater. Although hardness values of

underwater welds were higher than those of air welds, the difference

decreased as the strength level af the material increased. Six data

obtained on stud welds were also plotted in Figure 6-20. They were

in good agreement with the previous data on shielded metal arc welds.

6.3.3 Advanta es of Stud Weldin and Its Underwater A lications

Advanta es of Stud Weldin . Stud welding is a vast improvement over

the traditional method of attaching fastener by drilling and tapping a

hole into which the stud is screwed' It also competes with, and

sometimes replaces, other methods of attaching studs including manual

arc welding, resistance welding and brazing. The stud welding process

offers many advantages as follows:

�! All the work is done from one side. Nothing needs to be done

on the reverse side.

�! It eliminates drilling and tapping.

�! It can attach a stud to a wall too thin to drill or where

leakage cannot be tolerated.

�! Jt eliminates riverside marking in decorative applications.

�! I.t presents a good appearance. There is no need for cleaning

or polishing af ter welding.
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FIGURE 6-22 Vertical microhardness traverses underwater
1 inch depth -- HY-80 base plate

60

500

Z

u! 400

Y
O

~ 300

X

50 60 70 80

ULTI hlATE TENSILE STRENGTH kq/mm 2

 x! --- Maximum hardness from Figures 6-18 through 6-22

FIGURE 6-23 Relationship between maximum hardness of welds
and ultimate tensile strength of steels
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�! It is available in a variety of materials, including law-

carbon steel, stainless steel, aluminum, copper alloys, etc.

�! It has a high production capability. It can be easily

automated.

 8! It causes very little distortion.

Some Underwater A lications of Stud Weldin . Chiba studied

several cases in which underwater stud welding may be applied. He

studied the cases of �! salvaging operations and �! the burial of a

sunken barge.

Figures 6-24 and 6-25 show how underwater stud welding may be used

for lifting a sunken object from the bottom of a river or the sea.

According to the tensile test results discussed earlier, a 3/4-inch
diameter stud can hold a load of at least 10 tons. A 1-inch diameter

stud can support a load of 25 tons. It is possible to develop a padeye

as shown in Figure 6-25. The operation consists of the following steps:

�! Attach a number of studs to a sunken object. The studs need

to be placed at certain pre � determined locations.

�! Then attach the padeye with stud holes and tightly secure the

padeye to the sunken object by nuts.

�! Connect the padeye and then lift ship by means of a number

of wire ropes.

�! Lift the sunken object by pulling the rapes.

6.4 Stud b Kataoka [T17

Fncouraged by the positive results obtained in an earlier study

by Chiba, Kataoka [T17] conducted a further study on underwater stud
welding during the 1977/78 academic year. Knowing that underwater stud

we]ding could be made successfully in shallow water, the major objective

of the study by Kataoka was to investigate the feasibility of using

stud welding in deep sea.
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LIFT CRAFT

GRQUH0

 A'j �!

FIGURE 6-24 Lifting operation by lift craft

FIGURE 6-25 A padeye for attaching the wreck
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To determine the feasibility of using arc stud welding process in

deep ocean the effect of water depth on weld quality was investigated

using the pressure tank described in Chapter 4. Welds were made at

pressures of 0, 25, 50, and l00 psig. After welding tensile tests,

metallographic tests, and hardness tests were made of the specimens.

Kataoka also conducted an economic analysis of several diving

systems by expanding the analysis by Moore jT7]. The results are

presented in Kataoka's thesis.

6.4.l Fx erimental Conditions

ExperimentaL conditions used by Kataoka were very similar to those

employed by Chiba except in Kataoka's study welds were made in the

pressure tank. Figure 6-26 shows the setup of the experiment by Kataoka.
A steel specimen was placed in a pan containing water. As no waterproof

arc stud welding system was available, only the stud, the base plate,

ferrule, and ferrule holder of the stud welding gun were in water. The

KSM stud welding gun and the power supply were used.

Since the welding gun had to be placed inside the pressure tank, it

was necessary to develop a device which could hold the gun upright

during the experiment. If the ferrule slopes to the base plate at an

angle, molten metal escapes the ferrule and an undercut occurs. For the

purpose of holding the gun upright, a 4-l/2 inch steel pipe, a spring,

and a jack were used. As shown in Figure 6-26, the gun was held upright

in the pipe which was kept vertically by the jack, and pressed down onto

the base plate by the spring. The trigger switch was always turned on

with a tape, and a remote switch was attached outside the pressure tank.

Low-carbon steel studs 3/4 inch and l/2 inch diameter were welded

on the low-carbon steel plates l/2 inch thick. The surface of the base

plate was reasonably free of rust, paint, and oil, though some mill scale

was on it. Previous study had indicated that little noticeable difference

was observed between stud wel.ds made in salt water and those in tap water;

therefore, only tap water was used for all experiments.
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FIGURE 6-26 Under pressure arc stud welding hookup used by Kataoka

2400

2,000

I $600
C

z I,200
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400 0.4 0.8 I. 2
ARC TIME  sec. j

FIGURE 6-27 Arc stud weId quality in air as a function of arc current
and time for a 3/4 inch diameter stud LC 38]



� 94-

6.4.2 Ex erimental Results

When this study was initiated there had been no published record of

stud weLding underwater under pressure. We did not even know whether arc

stud welding could be successfully made under these conditions. Major

purposes of this study were to find out whether stud welding could be made

under conditions which simulate deep sea and if so to determine optimum

welding conditions.

Figure 6-27 shows the arc stud weld quaLity in air as a function of

arc current and time for a 3/4-inch diameter stud. The data were

developed by Baeslack, et al. [C38]. The data were used as a starting

point to determine optimum welding conditions underwater and under pressure.

In order to simplify ordinary stud welding operations in air the machine

has a pre-set arc time and a setting for welding current. For example,

we found that an arc current of 1.750 arnperes could be obtained at the

machine scale of 85. We also found that the matching settings were not

accurate. Consequently we decided to measure welding parameters including

arc current, arc voltage, and arc time using an oscillograph.

Ex erimental Results on 3/4-inch Diameter Studs. First, an attempt

was made to determine optimum conditions for welding a 3/4-inch diameter

stud to a low-carbon steel plate. Figure 6-28 shows how weld quality

changed when arc time and arc length changed in one inch deep water. As

the best weld quality was obtained when the arc length was O.l3 inch and

the pre-set arc time dial was 85, the arc length was fixed at O.l3 inch

to reduce a variable for the experiments with 3/4-inch diameter studs.

Figure 6 � 32 shows the underwater weld quality as a function of arc

time and arc current, although the weld quality was determined by

investigating only the outside appearance of the weld metal. The real

arc time was measured with an oscillograph, instead of the pre-set arc

time dial, because the real arc time changes when arc current changes at

the same pre � set arc time dial setting. The arc length was 0.13 inch.

It was found by comparing Figures 6-27 and 6-29 that the combinations of
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FIGURE 6-29 Underwater arc stud we! d quality as a function of
arc time and current for a 3/4 in. diameter stud at 0 psi

FIGURE 6-28 Underwater arc stud weld quality as a function of
are length and time for a 3/4 in. diameter stud at 0 psi
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FIGURE 6-30 Qscillographic trace of arc stud welding voltage
and current for 3/4 in. diameter stud � ps' in air!
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FIGURE 6-31 Oscillographic trace of arc stud welding voltage
and current for 3/4 in. diameter stud � psi
underwater!
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welding current and arc time which result in the production of a

satisfactory weld underwater is less flexible than in air. Although the

stud weld made underwater had some porosity, the quality of the weld was

reasonably good. This is verified by Figures 6-30 and 6-31, oscillographic

traces of the arc voltage and welding current at 0 psig in air and water,

respectively. The presence of water caused little disturbance on arc

characteristics.

Chiba [T12] reported that the welding arc did not initiate at all

without using steel wool as an arc initiator. In the experiment conducted

by Kataoka, however, the arc initiated almost always without using steel

wool. Kataoka concluded that the problem experienced by Chiba was probably

caused by a poor ground or poor connections.

Kataoka encountered troubles when he started welding under pressure.

Experiments were performed in air under pressures of 25 and 50 psig, and

in water under pressures of 50 and 100 psig. The arc was bent by the

pressure, and the higher the pressure, the greater the bending. Tn

water, the arc was less affected than in air, but it was still significantly

bent at 100 psig. Figures 6-32 through 6 � 35 show oscillographic traces

of the welding voltage and current of arc stud welds made in air and

underwater with the presence of pressure. The arc stability was seriously

disturbed by pressure, especially when welds were made in air. Qualities

of welds were very poor.

Ex erimental Results on 1/2-inch Diameter Studs. Kataoka decided

to conduct experiments using studs 1/2-inch in diameter. Table 6-2 shows

the quality of arc stud welds in air using 1/2-inch diameter studs when

arc length, arc time, and arc current changed. The weld quality was

determined by examining the appearance of the welds only. It was

decided from these results to use an arc length of 0.09 inch, a power of

6  about 900 amperes!, and pre-set arc time dial setting 63 to 75.

To investigate the effect of pressure on the weld quality, experiments

with the same conditions were done under pressures of 0, 25, 50, and 100

psig in air and underwater. The results are summarized in Table 6-3.
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FIGURE 6-33 Oscillographic trace of arc stud welding voltage
and current for 3/4 in. diameter stud �O psi in airj
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FIGURE 6 -34 Oscillographic trace of arc stud welding voltage
and current for 3/4 in, diameter stud �0 psi
underwater!
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and current for 3/4 in. diameter stud  lOO psi
underwater!
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After making several welds using various combinations of welding parameters
the investigators were able to produce good welds underwater under pressure.
Table 6-3 presents short descriptions of the quality of the welds.
Detailed discussions of the test welds are given in Kataoka's thesis.

The experimental results can be summarized as follows:

�! It was possible to obtain good welds in air up to 100 psig.

�! It was possible to obtain good welds underwater under pressure

up to 50 psig. However, the investigators were not able to

produce a good weld underwater under 100 psig within the period

of research available to them.

�! It was found that arc initiation was difficult when welds were

made underwater under pressure. Therefore, steel wool arc

initiator was used for underwater welds made under pressure.

Figures 6-36 and 6-37 show underwater stud welds made under 25 psig and
50 psi, respectively after bend testing. The figures show that welds

with good quality could be achieved underwater up to 50 psi pressure.

Figure 6-38 shows the appearance of the bend test result of Specimen 815
made underwater under 100 psi. Figures 6-39 through 6-41 show oscillo-

graphic traces of arc voltage and arc current of underwater stud welds
made 25, 50, and 100 psi. The arc voltage and current were reasonably

stable with welds made under 25 and 50 psi; however, arc characteristics

were less stable with welds made under 100 psi.

Microscopic examination was performed on each specimen and a number
of photographs were taken to show microstructures. Their results are

presented in Mtaoka's thesis. The specimens were also subjected to a

hardness survey to determine their hardness profiles. Measured were the
hardness at the stud, the heat affected zone in the stud, the weld

metal, the heat-affected zone in the base metal, and the base metal.
Table 6-4 shows hardness test results which were measured with a Rockwell

hardness tester 15-5 and converted to Vicker's diamond pyramid hardness
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FIGURE 6-36 Appearance of bend test result
t25 psi underwater!
Specimen No. 13

FIGURE 6-37 Appearance of bend test result
�0 psi underwater!
Specimen No. 14
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FIGURE 6-38 Appearance of bend test resu1t
�00 psi underwater!
Specimen No. 15
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voltage and current for 1/2 in. diameter
stud �5 psi underwater, with steel wool!
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�0 psi underwater, with steel wool!
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�0kg!. The table exhibits the average of hardness which was measured

at least on three locations in every region. The high hardness was in

the weld metal in all specimens.

6,4.3 Initial Desi n of a Protot e Tool

An effort was made to deveLop an initial design of a prototype tool

using stud welding for deep-sea applications. Figure 6-42 shows a

conceptual design of an integrated underwater stud welding unit. The unit

has four stud heads and can attach four studs to the work piece in a

consecutive order within two seconds. If 3/4-inch diameter studs are used,

for example, each stud can hold a load of 8 tons thus a 32-ton capacity

can be achieved with the four-stud unit. In welding operation, stud

welding unit can be held in position by electrical magnets. The unit is

energized by pressing a button either by a diver on site or by remove

control switches. New studs can be fed automatically through a stud feeder

after each welding is completed- A water pump may be used to create a dry

welding environmen.t in the arc zone to ensure weld quality in some

critical operations.

Details of the welding unit are as follows. The stud  8! to be welded

to the plate �0! is contained within a metal chuck �5!. The chuck �5!
has two hooks �! which hold the stud  8! with springs �4!. The chuck

�5! is attached to the spindle �!. The spring �! is mounted along

the spindle �! and provides a compression force on the stud  8!
when the stud  8! is pressed against the surface of a work piece �0!

on which the stud is to be welded. A solenoid �! provides the force

which lifts the stud to initiate the arc between the stud  8! and the

work piece �0!. The bushing �! is designed to include a circular

electromagnet �1! in order to provide magnetic attraction to the work

piece �0!. The spring �4! is strong enough for the hook �! to lift
the stud  8!, but weak enough that we can remove the welding unit from

the welded studs. The ferrule  9! should Last until all of the studs

which are in the stud feeder �2! have been welded. The water pump �3!

provides the water pressure to feed the studs from the stud feeder

 LZ! to the chuck �5! through the flexible feeding pipe �! and
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FIGURE 6-42 Conceptual design of integrated underwater
arc stud welding system
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the stud distributor �! which distributes the studs to each chuck. The

welding process is- as follows:

First, the studs are fed from the stud feeder �2! with the water
pressure of the water pump  l3! and stop at each chuck �5! . The switch
of the electromagnet  ll! is operated and the weld unit is attached to the

workpiece �0! to which studs are to be welded.

Then. the welding switch is operated, and weld.ing process is

accomplished as with the conventional arc stud welding gun. The solenoid
�! is energized to lift the spindle �! up to a pre-set arc length. Thus,
the stud  8! is withdrawn from the workpiece �0! drawing a pilot arc.

After a pre-set time interval of arc, the power to the arc and solenoid
�! is cut, the spring �! plunges the stud  8! into the molten area of
the workpiece �0!.

The welding process is repeated for each head with relays. After all
of the welding processes are over, the switch of the electromagnet  ll!
is turned off. The welding unit is removed from the welded studs.

New studs are fed into each chuck and the unit is ready to work at

the next site.

One example of many possible uses of the integrated stud welding unit
is to lift a sunken ship in ocean salvage operations. Figure 6-43 shows
an imaginary case of a salvage operation. An unmanned remotely operated
vehicle carrying an underwater stud welding unit dives down to a
destination on the sunken object, for instance, a disabled submarine. Stud
welding is accomplished by remote control from the surface support ship.
After welding is completed, lift ropes are attached to the unit. The
vehicle moves to another location and repeats the operation. Finally,
the support ship gathers the lift ropes and lifts the sunken object.
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FIGURE 6-43 Application of integrated welding system
for ocean salvage operation

6.5 Zm rovement of Desi n and Testin

Efforts were made to improve the initial design developed by Kataoka

of an integrated underwater arc stud welding system. The efforts made

primarily by Schechter and Schloerb included construction and testing of

some important components of the stud welding system.

Figure 6-44 is an improved design of the integrated underwater stud

welding system. A key to the successful operation of stud welding in

deep sea is to be able to position the welding system in such a way that

the stud is placed exactly vertically to the workpiece. The system must

be held in that position until welding is completed. The foot support
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FIGURE 6.44 A prototype underwater stud welding unit



rods  C! and the magnetic supports  D! are used to position the unit

in a right location and in the right direction and securely hold the unit
until welding is completed. The ground  E! is to provide a good ground
connection necessary to make satisfactory welds. The electromagnetic

controller surrounding the arc  G! is used to prevent any distortion of

the arc under high environmental pressure. When the remote control trigger
is pressed, the unit is activated and the solenoid lifts the stud to create
a proper arc length and draws an arc between the tip of the stud and the
base plate. It takes a fraction of one second to weld one stud.

6.5. 1 Stud b Schechter T19!,

Although stud welding has bee'n used for various applications for many
years, as described in 6.l, it has been used exclusively in air. Con-
sequently, there is no commerciaLLy available stud welding gun which can be
used in water. In the earlier experiments on underwater stud welding

performed by Chiba and Kataoka test plates were placed in water but the
stud welding gun was not immersed in water.

The first important task was to find ways to develop a stud welding
gun which can be immersed in water. An important consideration here is
how to make the gun safe to the operator. As shown in Figures 6-32
through 6-35, the arc voltage is about 50 volts but the welding curren.t

is over 1,700 amperes.

Initial Effort. It was decided to modify the existing KSM Safeguard
Stud Welder, as shown in Figure 6-45. First, efforts were made to do the

following:

�! Seal the housing of the KSM Safeguard Stud Welder.

�! Provide an air recovery system to eliminate the need for an air
hose connected to the cylinder port.

�! Provide remote control ta eliminate the need for a diver.

The first two tasks were not designed with the deep sea applications in
mind, rather they were intended to merely demonstrate the feasibility of
the concept.
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FIGURE 6.45 The KSN Safeguard Stud Welder

The work was accomplished in the following manner. The control and

power cable connections were removed to several feet up the cable by

adding in extra lengths of cable. The hole through which the control

wires passed and the other unsealed places of the machine body were plugged

and filled in with a resin plastic compound. For the air recovery system,

copper tube was cast in plastic onto the body, The tube led from the

cylinder port to the back side of the piston. This could provide a

storage space for the expelled air and eliminate the vacuum created

when the piston moved forward.

The welder was tested by making welds in a small tank of water.

Several welds were made in air to adjust the setting of the power source,

the KSN Powerhouse. Once this was done, ten studs were satisfactorily
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welded to steel plates underwater. The stud welder then failed, due to

the presence of new electrical connecting wire inside the case. To

protect the hardware, it was necessary to cast wires onto the empty case,

and to connect the solenoid after the plastic had set. The researchers

felt that the tests, though incomplete, were successful,

Rather than attempt to fix a difficult problem, the waterproofed

stud welder was aborted. A number of reasons contributed to this

decision:

�! The new solenoid wires could not be eliminated.

�! Unbalanced pressures of water and air acting on the stud would

compress the mainspring, even when the solenoid was de-energized.

�! Leaks could not be prevented at any appreciable pressure abave

atmospheric.

An entirely different approach to the problem was sought. The researcher

acknowledges Mr. Charles Parker of the M.I.T. Stroboscopic Laboratory

for his input to the solution. Simply stated, the working mechanism

should work immersed in water, not protected from it.

The Water Floodable Stud Welder. The main goal was to construct

a stud welder that need not be sealed from its environment in any way.

It was to be based on the components of the KSM Safeguard Stud Welder.

Translating this into specific criteria:

�! Redesign the housing of the KSM Stud Welder to be an open

framework rather than a sealed case.

�! Modify the working mechanism so that it raay be mounted in

the new frame.

�! Modify the piston-cylinder mechanism to operate in water.

�! Modify the solenoid to operate in water.

In addition, a ferrule positioning device was designed and added to the

machine. Details of the work performed by Schechter were described

in his report [T19].
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When the machine was completely assembled, tests were made to

determine the success of the work. Welds were made in air first. When

satisfactory welds were made, the water test was set up. Welds were

made with only the chuck in water until they were of reasonable quality.

Water was added to the tank to cover the flood part to the cylinder.

The weld cycle was triggered and the arc was drawn. However, the stogie

flood port did not allow the plunge to proceed quickly enough and the

molten pool of metal and the molten stud tip solidified before being

pressed together. Two more flood ports were made. Reasonable welds

were then made. More water was added to the tank to fill the working

mechanism behind the piston, but not up to the solenoid. Reasonable

welds were made in this condition. The testing went no further.

6.5.2 Stud b Schloerb

The work conducted by Schechter is being continued and expanded by

Schloerb who plans to prepare an N.S. thesis in May 1981. Since his

work has not been completed when this report is written, we plan to

present details of his work in a later report covering the work conducted

under a new program entitled "Development of Fully Automated and Integrated

 "Instamatic"! Welding Systems for Marine Applications". The outline

of the work being performed by Schloerb is presented here. Figure 6-46

shows schematically an integrated stud welding system being developed.

Further details are as follows.

Stud Liftin Mechanism. This mechanism is the heart of the machine.

When activated, it lifts the stud a predetermined distance. This occurs

simultaneously with initiation of the electric arc between the stud and

the work piece. The result is that welds are made with a uniform arc

length.

3oth the lifting mechanism and the welding current are controlled

by an electronic controller, which may be placed away from the machine.

For example, the controller may be placed above water in case of under-

water welding. The control unit also controls the duration of the axe
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After a predetermined time the welding current is stopped and the lifting

mechanism plunges the stud into a puddle of molten metal on the work

piece. The molten metal solidifies quickly and the weld is made.

The key components of the lifting mechanism are  l! a solenoid to

lift the stud, �! a spring to plunge the stud into the molten metal

puddle, and �! a lifting rod to transmit the force of the solenoid and

the spring to the stud. The lifting rod is supported by linear bearings

which prevent lateral motion of the stud. Also a clutch mechanism is

employed to insure that the stud is always lifted the same distance

regardless of how much the spring is compressed prior to activation of

the solenoid. Note that initially the spring must be partially compressed,

because the end of the stud melts away during the arc process. This

makes the stud shorter so that it must plunge back further than it was

lifted.

Two key factors, electrical safety and corrosion resistance, were

taken into account i.n developing a stud lifting mechanism which could

be used underwater. The principal approach to dealing with these

factors was to redesign the mechanism so that much of it could be built

out of plastic. In addition, an effort was made to make the design as

simple as possible. One key factor of the design is that it is "water
floodable" rather than water proof, thus making it inherently adaptable

to deep-sea applications.

Chuck Holder. The chuck holder serves as the hot electrical connection

to the stud. It is designed to adapt to conventional chucks presently

used with land stud welding equipment. The chuck holder is attached to

the lifting rod by a cheap "break-away" fitting which would prevent the

lifting mechanism from damage in the event that excessive torque is

applied to the stud.

Side Clam Release. The stud lifting mechanism is designed to slide

up and down on the support track. A spring clamp locks the mechanisms

at any point along the track which is desired. This clamp is released

by squeezing the handle at the top of the lifting mechanism. In normal
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operation the operator, who will be a diver in the case of underwater

welding, presses down on this handle to cock the main spring. Then he

will pull up on the handle in order to release the chuck from the stud

after it has been welded in place.

base of the stud to prevent splatter of the molten metal during the

welding process. This is very important in the case of underwater

welding, but it is unrealistic to expect a diver to handle these small
ferrules.  Note: Divers frequently find themselves in situations where

they cannot see and they try to feel with numb hands through heavy

rubber gloves.! The ferrules are press-fit on the end of the studs.

This is done by wrapping the end of the stud wi th steel wool and then

forcing the stud over the steel wool. In addition to holding the ferrule
in place, the steel wool also serves as an arc initiator. While this

eliminates the problem of handling the ferrule underwater, it also poses

a new problem in clamping the ferrule in place during the welding

operation. The problem is that a conventional  rigid! ferrule clamp
tends to knock the ferrule off the end of the stud  causing it to be lost!

when the stud is loaded into the chuck. This happens because the main

spring is compressed as the stud is pressed into the chuck. One solution
to this problem is a ferrule clamp which is free to move up with the

ferrule while the stud is being loaded, but which locks in place as the

mechanis~ is being cocked.

Ma n tic Base. The concept of using a magnetic base was developed

originally for underwater applications of stud welding. This concept can

be used for many applications of instamatic stud welding. For example,

the magnetic base is useful for placing the stud in the vertical position

in welding a stud to a curved plate  see Figure 7b of the proposal!.
By use of the magnetic base it is possible to securely hold the stud
welding gun in place so that the gun can be activated by a remote control
mechanism. The original concept for an underwater application is described

below.



-124-

One major difference between a land stud welding machine and an

underwater machine is that the underwater machine needs to be activated

remotely from the surface. This does not mean that the diver leaves

the water when the machine is activated, only that he does not activate

it himself by pulling a trigger the way an operator on land would. This

is done for reasons of electrical safety and to make the system more

reliable. It creates a problem, however, in that the diver does not know

exactly when the machine will be activated. Without some means of

clamping the machine to the work piece, the diver would be forced to hold

the machine steady for a relatively long time while waiting for it to

be activated.

A magnetic base is a good solution to this problem. It also has an

added advantage due to the fact that divers frequently encounter situations

where they lack leverage. Not only does the magnetic base make it

unnecessary for the diver to press the machine against the work piece, even

for a short time, but it can also provide a place for the diver to hold on.

In addition, it serves as an electrical ground connection to the work

piece.

The magnetic base is assembled from an alternating series of standard

ceramic magnets and steel plates. The assembly is clamped together in

normal operation by bolts and wing nuts. The wing nuts can be loosened so

that the base can conform to a curved surface such as a pipe. The magnets

are held in place by plastic retainers when the nuts are loose.

 polyvinyl chloride! pipe. The ready availability and low cost of PVC

makes replacement of this component relatively easy. This design has the

added advantage that the machine can be refitted to suit a particular job.

If extra long studs are to be welded, then the track can be made shorter

so that the diver only needs to carry along what is needed. The support

track also provides an ample lever arm for releasing the magnetic base.
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Handle and Electrical Lead Umbilical. The main hand hold is

attached to the support track as near as possible to the magnetic base.

This is done to minimize the possibility that the diver will accidentally

cause the base to release from the work piece by pulling on the handle

too strongly. The electrical umbi.lical is attached near the base for

the same reason.

It is also desirable to have the handle near the umbilical attachment

point in order to minimize unwanted torques on the divers hand when he

is moving the machine from place to place. It should be noted that,

in some situations, simply tugging the umbilicaL from one point to another

may involve considerable effort.

6.6 Summar and ConcLusions of the Work on Stud Weldin

�! The arc stud welding can be used successfully underwater. For

shallow-water appLications, presently available welding systems appear

to work satisfactorily provided that they can be immersed in water. For.

applications in deep-water  say, 100 feet or more!, however, special

efforts should be made  a! to make sure that the arc initiate all the

time and �! to protect the arc from disturbances caused by high pressure.

�! In the mechanical and metallurgical examinations, including

tensile tests, bend tests, examinations of macrostructures and micro-

structures, and microhardness tests, underwater welded specimens exhibited

properties comparable to those of welds made in air. The major reason

for the good quality of underwater stud welding is that unlike underwater

"wet" arc welding in which metal particles must travel in water the

surfaces to be joined in the stud welding are not directly exposed to

water. The application of pressure in a later stage of stud welding

helps to squeeze out some of the weld metal and reduce porosity and

other inperfections.
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�! Underwater stud welding can be used not only for low-carbon

steel but also high-strength steels. Since the surfaces to be joined

are not directly exposed to water, metals near the weld are not subj ected

to rapid cooling; therefore, it is possible to prevent the formation of
undesirable, brittle metallurgical structures inherent to "wet" underwater

arc welding.

�! Tt appears that no sophisticated systems, such as a dry chamber

for water evacuation from the welding site or gas shielding equipment

are needed in order to obtain welds with good quality. We believe that

it is possible to develop a relatively simple system which will work

satisfactorily in deep sea.

�! An important step in the development of the abovementioned

system is to design and construct a stud welding gun which can be immersed
in water. Since there is no commercially available stud welding gun

which can be immersed in water, efforts have been made to develop such

a system. Since the current and voltage needed for welding a large stud
 say 3/4 inch in diameter! are quite large  approximately 1,800 amperes
and 50 volts!, it is difficult to develop a gun which can be operated

safely in water. An initial effort was to develop a water--tight
system. Later efforts were directed toward developing a water floodable
gun. The work has not been completed within the period of this research.
The work is being continued and we hope to report the results of the work

in the future.
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CHAPTER 7

DEVELOPNENT AND TF.STING OF FLUX-SHIELDED WELDING SYSTEMS

As described in Chapter 5 Erickson demonstrated that the flux � shielded

arc welding process could be used satisfactorily underwater under pressure.

Efforts were made  I! to develop a conc.eptual design of an automatic under-

water welding machine and �! to construct some key components of the

machine. The efforts were made primarily by Lombardi [T18j,

7.1 Develo ment of a Conce tual Desi n

Figure 7-1 shows the general concept of the prototype unit. For deep-

sea applications the entire unit shown here probably needs to be installed

in a watertight, strong vessel. The machine consists of a motorized

carriage which simultaneously provides the consumable electrode wire feed

into two torches, and the travel of the wire. These electrodes are

con~ected to a surface power supply via cables. The cables are enclosed

by a larger cable which is fastened to the top of the machine's frame

using a waterproof coupling. A plate to be welded is placed securely be-

tween the torches parallel to the line of travel. Stainless steel foi.l

molded at the base of the plate holds the shielding flux and keeps it dry.

The mechanical parts of the machine are enclosed by a bottomless metal

frame. The rim of the open face of the frame is lined with a thick rubber

strip to provide a means of attachment to a steel surface.

Operation of the machine is simple  see Figure 7-2!. The machine,

after being placed upon a steel object on which welding will tak» place,

i. evacuated of all water creating a local dry environment. This is

done by forcing water from the surface down through a valve containing

a series of pivot tubes. The velocity of the water will cause the water

to be sucked out of the box through the valve. This in turn will force

the rubber gasket to form a tight seal on the steel workpiece.

The motor and torches are then activated simult:aneously. The wire
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FIGURE 7-l Conceptual design of automatic underwater welding
machine
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coming through the torches becomes electrically charged and an arc is

drawn between it and the workpiece. The arc, being of high amperage,

will burn through the foil and be contained within the shielding flux.

As the torches pass along the intersections of the two plates, a double

fillet weld i.s produced.

The carriage automatica11y stops after the full length of the plate

has been travelled. The frame can then be flooded and the machine re-

moved due to the loss of suction. The plate wi1.1 be 1eft welded to the

metal object.

7.2 Desi n Construction and Testin of a Protot e Nachine

Efforts were made to design, construct, and test a prototype machine.

The automatic underwater welding machine being developed has two important

and unique features as follows:

 I! The machine is completely enclosed and welding is performed

by merely pressing a button. Although a trained person may be

needed to assemble the machine, no skill or training is needed

to operate the machine.

�! The plate to be welded is contained in a "cassette" which is

attached to the machine, and when melding is completed and the

machine is removed the plate welded to the workpiece will. be de-

tached from the machine.

These features are radically different from what is normally done in

welding today. Firstly, manual arc welding requires a specially trained

welder. Even automatic welding machines are operated by specially trained

people. Secondly, in the current practice of arc welding, plates to be

welded are first assembled together and a welder or a welding machine

comes to the weld location to perform the necessary welding operation.

It was decided that a prototype machine be designed and constructed

to prove that these features could be achieved. Because of restrictions

of the parts commercially available the machine actually constructed was
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not a prototype of a machine to be used deep-sea but rather a machine

which proves that these features are achievable. Figure 7-3 shows a

sketch of the complete machine assembly, of which major components are:

I. The drive system which includes the motor, gears, sprockets,

and chain

2. The carriage

3. The wire feed mechanism

4. The torch manipulator

5. The frame

6. The carriage receptacle

7. The electrical system

Details of these components are described in Lombardi's thesis [T18j.

Figures 7 � 4 a and b show a side view of the welding assembly and a close-up

of welding heads for fillet welding, respectively.

After the welding assembly was completed a series of tests were

made. Tables 7-1 and 7-2 show welding conditions used in the tests in-

cluding welding current, arc voltage, arc travel speed, and arc length.

The test welds were examined by visual inspection as well as inspections

of macro and microstructures. Results of the examinations are presented

in Lombardi's thesi.s. Figures 7-5 through 7-3 show cross sections of

four welds. As shown in these figures fillet welds with good quality

were obtained with this prototype machine.

Because of the limitations of time and funds available no further

study was conducted. Although we could not build a machine which could

be used for deep-sea underwater welding, we were able to build a com-

pletely automatic welding machine which could make a double fillet weld

by merely pressing a button. Such a machine could be further developed

to an automatic welding machine, as shown in Figure 7-1, which can be

operated underwater under pressure.
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-l33� a. WELDING
ASSEMBLY

b. CLOSE-UP OF WELDING HEADS
FOR FI I LET WELDING

FIGURE 7-4 Photographs showing an assembly for fillet welding
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TABLE 7-1 Experimental data on flUx-shielded process

ARC LENGTH 1/4-inch

TEST 1
SPEED 56-1/4-inch/min.

LEFT VOLTAGE AMPERAGE RIGHT VOLTAGEAMPERAGE

33

31

300

300
250

300

30
30

AMPERAGE LEFT

350

350
350

AMPERAGE LEFT

400
350

400

RIGHT VOLTAGEAMPERAGE LEFT
27.5
27.5
27.5

400

380
380

TEST 6
SPEED 81-inch/min,

VOLTAGE AMPERAGE RIGHT VOLTAGE

400 27
400 26.5
400 27

AMPERAGE LEFT

27. 5
27.5
27. 5

400
400

400

TEST 2
SPEED 62-1/4-inch/min.

VOLTAGE AMPERAGE

30 300
30 350
30 350

TEST 3
SPEED 69~3 4-inch/min.

VOLTAGE AMPERAGE

27.5 350
30 350
27. 5 380

TEST 4

SPEED 26-T/2-inch/min.

VOLTAGE AMPERAGE

27. 5 400
27. 5 400
27. 5 380

RIGHT VOLTAGE

30
30

30

RIGHT VOLTAGE

27. 5

30
29
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TABLE 7-2 Experimental data on flux-shielded process.

ARC LENGTH 3/8-inch

AMPERAGE

33
33

33

300

300
300

300
300

300

AMPERAGE LEFl

310
300
300

AMPERAGE LEFT

340

340
340

AMPERAGEAMPERAGE LEFT

360
350
360

360

360

360

TEST 10
SPEED 81-inch/min.

VOLTAGE AMPERAGE RIGHT VOLTAGE

400 27,5

400 28

AMPERAGE LEFT

28

29
27.5

380
380
400

TEST 6
SPEED 56-1/4-inch/min.

LEFT VOLTAGE AMPERAGE

TEST 7
SPEED 62-T74-inch/min.

VOLTAGE AMPERAGE

30 300
33 300
32 300

TEST 8
SPEED 69~3 4-inch/min.

VOLTAGE AMPERAGE

30 320
31 320
30 340

TEST 9
SPEED 76-l72-inch/min.

VOLTAGE

29
30

30

RIGHT VOLTAGE

33

33

33

RIGHT VOI TAGE

33
32. 5
33

RIGHT VOLTAGE

31
31

31

RIGHT VOLTAGE

30

30

30
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FIGURE 7-5 Micro and macro structures of fillet weld
arc length 3/8 in. speed 56 1/4 in./min.

FIGURE 7-6 Micro and macro structures of fillet weld
arc length 1/4 in. speed 621/4 in./min,
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FIGURE 7-7 Hiero and macro structures of fillet weld
are length 1/0 in. speed 76 1/2 in./min.

FIGURE 7-8 Micro and macro structures of fillet weld
arc length 3/8 in. speed 76 1/2 in./min.
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7. 3 Continuin Efforts

Efforts are being continued at M.I.T. to further improve the push-
button automatic welding machine. The current efforts are aimed at
developing a series of fully automated and integrated welding systems,
which may be called "instarnatic" welding machines. They can be used not
only for underwater welding but also many other applications.

During this research progra~ for deep-sea underwater fielding, M.I.T.
researchers studied various ways to develop fully automated and integrated

systems which can be operated by people with no welding skill, They
became convinced that similar systems can be developed for many applica-

tions other than deep-sea underwater welding. Zn fact, development of

welding systems in dry environment is much simpler than those which must
operate underwater, especially in deep-sea. As far as the number of
potential uses of welding systems is concerned, there will be far more
cases where instarnatic welding systems are needed than deep-sea under-

water welding, which is a very specialized application. An interesting
concept developed during the current research is the idea of an enclosed
welding unit containing a piece to be welded in a "cassette". This idea
is a rather radical departure from the current concept and practice.

In the current practice of arc welding, plates to be welded are first
assembled together and a welder or a welding machine comes to the weld
location to execute welding.

Over the years efforts have been made by many companies to develop
automatic welding machines which can be operated very easily. Efforts
also have been made to make small welding machines, As a result, M.I.T.

researchers were able to conduct welding experiments in the pressure tank

by remote control and develop automated and integrated welding units during
the current research program. What has been lacking in the welding in-
dustry is the concept of the "instamatic" welding system containing a
piece to be welded in a "cassette". This is probably due to the fact
that welding companies always assume that skilled welders are available.
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Many small-size automatic welding machines which can be used as parts of

"instamatic" weIding systems aiready exist; however, there is no indica-

tion of developing "instamatic" welding systems.

On the other hand, when one examines modern products other than

welding, such as cameras and tape recorders, the concept of "instant" and

"cassette" is very common. In the case of cameras, for example, "instant"

cameras were introduced rather recentIy  perhaps in the 1960's!. During

the early years of instant cameras some expert photographers were not

impressed by instant cameras which could only produce photographs of

rather Low quality. However, instant cameras have been improved con-

siderably during the last several years, and some recent models can

produce photographs of fairly high quality. An important development

which took place is the phenomenal increase in the number of cameras on

the market. Many families now have several cameras within one family.

Today there are a number of simple-to-operate products including

cassette tape recorders, electronic calculators, etc. A unique character-

istic of these simple-to-operate products is that they are the products

of careful engineering and the applications of sophisticated technologies.

As a result of carefuL engineering, simple-to-operate tools can be de-

veloped which can perform functions which normally require skilled persons.

A good example is the Polaroid SX-70 camera which produces colored photo-

graphs instantly by mereIy pressing a button. This product has been

developed as a result of a Iarge scale marketing as well as research and

development effort.

M.I.T. researchers are convinced that "instamatic" welding units for

various applications can be developed  see 8.2 for further discussions!.

7.4 Summar and Conclusion of the Work on Flux � Shielded WeI,ding

 I! A conceptual design of an automatic underwater weiding machine

which could be used in deep � sea has been deveIoped.
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�! A simple automatic welding machine which can be operated by

merely pushing a button has been constructed and tested.
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CHAPTER 8

CONCLUSIONS AND RECOMMENDATIONS POR FUTURE RESEARCH

S. 1 Conclusions

Since summaries of the work done under Tasks 1 through 7 are already

described at the end of the chapters discussing these tasks, overall

conclusions drawn in this research program are presented here.

Most of high quality welding jobs which must be performed in deep-

sea today are done by the dry chamber processes, as stated in 3.3.

However, they are extremely expensive due largely to the high cost of

using dry chambers in deep-sea. Wet manual shielded metal arc welding is

not suited for deep � sea applications because:

 a! The qualities of welds made by the "wet" process are not satis-

factory in the first place due to the direct exposure of the

weld to water.

 b! The manual SMA requires skilled manipulation of the electrode.

As the depth increases it becomes increasingly difficult for

the diver/welder to perform the skilled manipulation of the

electrode,

Therefore, it is extremely important to develop integrated and automated

welding systems which satisfy the following requirements

�! Joining must be performed without having direct contacts be-

tween the metals being joined and the surrounding water.

�! The machine should be fully integrated. Skilled personnel may

be needed to assemble the machine on board the support ship.

However, no skill should be required for activating the machine.

In fact, the machine can be remotely controlled, and all the

diver must do are to place the machine and inform the personnel

on the support ship to activate the machine,
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Efforts were made to develop integrated and fully-automated rrrachines

using two welding process: stud welding and flux-shielded arc welding.

Since the stud welding is a simple, fully-automated process it was

possible to demonstrate that it can be successfully used underwater

under pressure. We believe that the best way is to design a water flood-

able stud welding gun. Same efforts have been made to develop a water

floodable stud welding gun.

Efforts also have been made to develop an integrated, fully-

automated welding machine using the flux-shielded process. A conceptual

design of an automatic underwater welding machine which could be used in

deep � sea has been developed. A simple automatic welding machine which

can be operated by merely pushing a button has been constructed and tested.

8.2 Recommended Future Research

On the basis of results obtained in this research

program it appears to be quite possible to develop integrated

and fully � automated stud welding systems which can be used for

deep-sea applications, lt is recommended that efforts be con-

tinued to design and construct actual hardwares.

�! Develo ment of "Instamatic" Weldin S stems. During this re�

search program studies were made of various ways to develop

integrated and fully-automated systems which can be operated

by people with no welding skill, We believe similar systems,

which may be called "instamatic" welding systems, can be de-

veloped for many applications other than deep-sea underwater

welding. In fact, development of welding systems in a dry

environment is much easier than those which must operate under-

water, especially in deep-sea, These systems which need to be

developed through careful engineering will be able to perform

certain prescribed welding jobs by a person with no welding

skill. In many cases welding will be performed in a completely

enclosed system so that no spark and very lit.tie fume will be
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generated from the welding system. These welding systems can

be successfully used for various applications, some of which

are listed as follows:

 a! Certain repair jobs on board a ship and salvaging jobs

which must be performed when no skilled welder is avail.�

able.

 b! Certain welding jobs which must be performed in a compart-

ment where sparks from the welding may cause fi.re or

explosion.

 c! Certain welding jobs which must be performed in hazardous

environment making it difficult or impossible for them

to be performed by human welders.

The current research program that started on July l, 1980

is aimed at developing these "instamatic" welding systems.
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APPENDIX A

U.S. PATENTS ON UNDERWATER WELDING GRANTED TO M.I.T, RESEARCHERS

A. 1: U. S. Patent /13,989,920 "Underwater Stud Welding Gun"

A.2: U.S. Patent //4,069,408 "Method and Apparatus for Underwater Sub-

merged Arc Welding"
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United States Patent
Masitbuchi et al.

[i l] 3,989,920
[45] Nov. 2, 1976

219/98; 61/69 A;
219/72; 219/99

... B23K 9/20; 823K l 1/04
��. 61/69 R, 69 A; 219/74,

219/72, 98, 99

[52] US. CI

[ 5 l ] lnt. CI.'...........,
[58] Field of Search.

[56] References Cited
UNITED STATES PATENTS

1,B65,663 7/1932 White ........,...........�,....... 61/69 A

[54] UNDERWATER STUD WELDING GUN
[75] Inventors: Koichi Masubuchi, Arlington, Mass.;

Muneharu Kutsuaa, Takarazuka,
Japan

[73] Assignee: Massachusetts Institute of
Technology, Cambridge, Mass.

[22] Filed: May 15, i975

[21] Appl. No.: 577482

2,315,502 4/1943 Cteeca et al..... ... 219/9H

Primary Examiner � J. V. Truhe
Assistant Examiner � N. D. Herkarup
Attorney, Agent, or Firm � Arthur A. Smith, Jr.;
Martin M. Santa; Robert Shaw

[57]

A conventional stud-welding gun has been modified to
allow it to be used for welding under water, The stud
is contaitied within a water-tight enclosure formed at
the end of the gun by pressing the seal at the end
against the object to which the stud is to be welded. A
water pump evacuates the enclosure and a stream of
inert gas is provided to expel water and dry the region
where the weld is to occur.

3 Chtims, I Drawhsg Figure
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3,989,920

The Governinent has rights in this invention pursuant
to Sea Grant No. 04-4-158 aw;irded by the National
Oceanic and Atmospheric Administration in the V.S.
Department of Commerce.

'I he general purprxse of this invention is to provide a
stud-welding device which can be used quickly and
safely' under water to join inetals by means of a local
pumping system with appropriate sealing materials and
a clainping magnet.

The former underwater ]oining processes are classi-
fied as dry chamber underv:uter arc welding processes
and wet underwater arc welding processe~ These
methods, hov;ever, cannot be used to join metals in the
deep sea. Furthermore, the properties of welds ob-
tained in shallow sca are not always sound. For in-
stance, in wet underwater welding processes used at the
depth that a diver can go down, the moisture surround- ~O
ing the arc goes into the weld to stay and a brittleness
of weldments occur.

On the other hand, in the prior-art dry chamber un-
derwater welding processes, a large chamber is sunk;
and high pressure argon or helium gas is used to obtain z5
a dry space under the ~ater. In this v ay' a good weld-
ment is obtained because the water near the point to be
v elded is removed. However, this facility is not feasible
for use in the deep sea, because a man must dive into
the dry chamber to weld. lvloreover, there is no satis- 3o
factory sealing system.

It is therefore an object of the present invention to
provide a new, small underwater stud-welding gun as
showii iii the FIGURE. By means of this gun, the inven-
iors have made it possible. io pump out the water near 3s
t',~e welded point and to dry up the welded surface by
!itting a gas nozzle near the welding chip.

With the invention of the new underwater stud-weld-
ing gun, a ncw technique for welding a bolt within one
niinute has been developed for use at deep sea levels 40
<up to a depLh of approximately 5,000 feet!. This new
underwater stud-welding gun can be aflixed to the
manipulator of very deep marine vehicles thus making
possible the welding of metals at deep sea level.

The FIGURE shows a cross-sectional view of the 45
welding gun of this invention,

UNDERWATER STUD WELDING GUN

DETAII FD I!ESCRIPTION OF THE INVENTION

The preferied embodiment of the invention utilizes a
modified forin ol' a conventional stud-welding gun, as s0
f< ' e>�rnple, a "Nelson" stud-welder. The conventional
s..id-~:. elder comprises a housing 14 of plastic or similar
electrically-insulating, impact-resistant material having
at oue end a hollow, metallic cylinder 15. The stud 6 to
bc welded to a plate  no  shown! is slidably contained ss
wiihin metallic tip 5. The tip 5 is inounted in metallic
tip holder 7 which i., attached to guide rod 16. Spring 8
mounted along rod 16 provides a compression force on
stud 6 when the stud 6 is pressed against the surface to
which it is to be welded. 60

I he cylindric;il end 15 has been modilied to include
ylindrical magnet 2 attached to it in order to provide

a m;ignetic attraction force to the metal to which the
stud 6 is to be welded. A resilient sealing rn:iterial, such
as rubber, synthetic rubber or dcforrnahle plastic, is ~>
msertcd in a cylindrical groove in the magnet 2. 'Ihe
stud 6 extends out of the enclosure or cavity 17 formed

by magnet 2 and end 15 before spring 8 is compressed
The FIGURE shows stud 6 in the position that it will be
in when welding takes place, The mechanical contact
of magnet 2 with the sheet to be welded provides a stop
which determines the maximum movement of the stud
6 and thereby the maxirnurn compression of spring 8.
The seal 1 is compressed to provide a watertight cham
ber 17 when the stud 6 is pressed against the sheet.

A nozzle 3 contained in chamber 17 drains water
froin the sealed enclosure 17 through the action ol'
water pump 18 to which it is connected by tube 11. A
nozzle 4 has its open end located in proximity to the
end of stud 6, when stud 6 is in the position shown in
the FIGURE, A shielding gas, of argon or siniilar inert
gas, provided by source 19, flows through tube 10 and
nozzle 4 to expel any water from the space between the
welding surface of stud 6 and the sheet to which it is to
be welded and to dry this space.

Welding is accomplished as in the conventional stud-
welding gun by closing switch 9 of wire 13. This switch
9 activates a control circuit, shown as relay 20, by
energizing the coil of the relay 20 through an electrical
power source 21. The high-current-capacity contacts
of relay 20 provide the welding current from source 21
through wire 12 to stud 6. The sheet to which the stud
is to be welded is connected to the ground terininal of
power source 21. Switch 9, as shown, is connected to
the metallic cylindrical end 15 and magnet 4 by wire
23, Therefore, the magnet 2 must be in electrical
contact with the sheet to be welded before the relay 20
can he activated and thus provides a safety feature.

Although the preferred embodiment of the invention
has employed a magnet 2 to assist the operator in hold-
ing the end of the gun in contact with the sheet to be
welded, it is apparent that the magnet 2 is not abso-
lutely necessary. If magnet 2 is not used, the cylinder
15 would be longitudinally extended so that it occupied
the region of the magnet 2. Other variations of this
invention will be apparent to those skilled in the art
without departing from the scope of this invention.

What is claimed is;
1. An underwater stud-welding gun comprising
a stud-welding gun having a cylindrical end enclosure

containing a stud-holding tip,
a resilient sealing member attached to the end of said

cylindrical enclosure and extending along the cir-
cumference of said cylindrical enclosure,

means for removing water froin said cylindrical en-
closure when said sealing member is pressed
against a welding surface thereby forming a water-
tight ~ealed cylindrical enclosure,

means for providing a flow of inert gas in the space
between the cnd of the stud-holding tip and said
surface to remove any remaining water from said
space.

2. The stud-welding gun of claiin 1, comprising, in
addition,

a magnetic member attached to the end of said cylin-
drical enclosure to provide an attraction force be-
tween said cylindrical enclosure and said welding
surface, said force acting to compress said sealing
member and thereby assist in providing the sealing
of said cylindrical enclosure.

3. The apparatus of claiin I wherein said inert g;is is
argon.
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United States Patent [»]
MaSIIblIChi et aL

[54] METHOD AND APPARATUS FOR
UNDERWATER SUBMERGED ARC
WELDING

[75] Inventors: Koichi Masubuchi, Arlington;
Chon-Liang Tsai, Cambridge, both of
Mass.

[73] Assignee: Maaaachuseths Institute of
Technology, Cambridge, Mass.

[21] Appl, No.: 693,576

[22] Filed: June 7, 1976

[51] Int. CI,> ...., �... B23K 9/18
[52] U.S. Cl., ��, ......, . 219/72; 219/73 R;

219/73 A
�8] Field of Search ....,................. 2l9/72, 73 R, 73 A
[56] Referer.ces Cited

U.S. PATENT DOCUMENTS

3,876,852 4/1975 Topham ............................�.. 219/72

[»] 4,069,408
[45] Jim. 17, 197S

Primary Examiner � Elliot A. Goldberg
Attorney, Agent, or Firm � Arthur A. Smith, Ir.; Martin
M, Santa; Robert Shaw

[57] ABSTRACT
According to the method and apparatus of this inven-
tion, water is kept away from the arc in underwater arc
welding by means of material contained in a water-tight
enclosure. The water-tight enclosure is formed by
pressing the seal at the bottom of the enclosure against
the object to be welded and by closing the opemng f' or
the electrode on top of the enclosure by using the fluid
nature of a viscous polymer. Gas generated in the enclo-
sure during welding is expelled through check valves
located along two longitudinal sides of the enclosure,
The enclosure is prepared above the water surface and
then delivered to the welding site. No inert gas is
needed.

12 Clainis, 1 Drawing Figure
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4,069,408

METHOD AND APPARATUS FOR UNDERWATER
SUBMERGED ARC WELDING

BACKGROUND AND SUMMARY OF THF.
INVENTION

The Government has rights in this invention pursuant
io Grant No. 04-6-158-44007 awarded by the National
Oceanographic Atmospheric Admimstration, Sea
Grant and has reserved rights as set forth in Section f  f! i0
and 1 g! of the Oct, 10, 1963, Presidential Statement of
Government Patent Policy.

The invention relates to underwater submerged arc
welding, which is an electric welding process in which
a consumable electrode is fed into a weld zone at a 15
controlled rate while a continuous blanket of molten
flux shields the weld zone from containination, More
particularly, this invention has as an object the provi-
sion of a device and method which enables the utiliza-
tion of a submerged arc welding process underwater. 20
More particularly, the invention provides a device
which eliminates water contact in the arc area during
underwater welding and hence reduces greatly the
rapid cooling experienced in the conventional underwa-
ter welding processes. This feature together with other 25
objects and features such as the absence of the need for
water-displacing gases, the absence of water-current
effect, and minimum hydrogen content in the arc area
will become apparent from the detailed description of
the invention. 30

The quality of welds made with conventional under-
water wet welding processes is usually not sound. The
moisture surrounding the arc goes into the weld and
embrittles the weld. The rapid cooling due to water
bubbling because of concentrated arc heat induces mar- 35
tensitic structure in heat affected zone of the weld.
Code quality cannot be achieved. On the other hand,
dry chamber quality underwater welding process is not
economically feasible, although a sound weld can be
produced with this technique. 40

lt is therefore a general object of the present inven-
tion to provide an improved underwater welding
method and apparatus. By means of the method and
apparatus of this invention, the inventors have made it
possible to keep water away from the weld area and 45
maintain a continuous slag covering on the weld head
throughout the welding period. Code quality can there-
fore be achieved.

The FIGURE shows a partial cross section of the
apparatus of this invention, 50

DETAILED DESCRIPTION OF THE
INVENTION

A flux-stuffed enclosure 6 is prepared with three
layers of chemicals, At the bottom of the enclosure, 55
layer 8 is conventional welding flux which provides a
continuous protective environment during welding. A
layer of powder insulation material 3 above layer 8,
such as limestone powder, is able to withstand high
teinperature, is an electrical insulator, and provides a 60
drying agent which absorbs any water moisture which
penetrates through sealing layer 3 because of electrode
1 motion during welding. The thermally insulating ina-
terial 2 also retains heat in the enclosure 6 to give a
temperating efTect on the bead behind the arc produced 65
during welding. The top sealing layer 2 is used to pre-
vent water from penetrating into the layers 3, 8. It has
been found that a water insoluble, high viscosity poly-

rner such as Polybutene No. 24 by Chevron having a
viscosity of 1000 SFU at 210' F, functions well as a
water seal for the moving electrode when welding is
occurring.

The bottom sheet 5 of the enclosure 6 coinprises a
sheet of metal or plastic which is attached to the side
walls of the enclosure. The bottom sheet 5 hol<fs ihe
layers, 2, 3 and 8 in the enclosure and prevents water
from wetting the flux 8 which is contiguous to the bot-
tom sheet 5. The bottoin shee  5 may he made of very
thin steel, alurninuin foil or other electrically conduc-
tive material of sufflcient strength to contain the con-
tents of the enclosure. Its thickness should also be such
that when electrode 1 which has penetrated layers 2, 3
and 8 and is electrically energized by source 14 touches
sheet 5 the arc produced melts the sheet 5 and also the
electrode 1, the base metal 11, and the flux 8 into a
common pool. The molten flux acts as a cleaning agent.
and floats to the top of the weld to form a protective
slag while the weld solidifies as in conventional weld-
iilg.

Alternatively, a thin plastic or other electrical non-
conductor which is easily penetrated by the welding
electrode may be used as the bottom sheet 5, in which
case the arc occurs between electrode 1 and metal 11 as
in conventional welding.

Gases formed by chemical reaction of the flux due io
welding heat are expelled through check valves 7 lo-
cated along two longitudinal sides when pressure is
higher than the ainbient pressure, Welding is therefore
performed under a completely protected enviro~ment,

After the layer-filled enclosure 6 is delivered to tlie
welding site by a driver or other means, ihe slot 16 of
the enclosure is aligned with the joint 12 of the plates 11
to be welded by means of alignment guides 9. The bot-
tom sheet 5 of enclosure 6 is pressed against plates 11 to
displace inost or all of the water between sheet 5 and
plates 11. A slight outward bulge in sheet 5 before press-
ing is desirable for this purpose. A resilient sealing mem-
ber 4 of rubber, plastic or other suitable material, on the
bottom sheet 5 preferably near its periphery, provides a
water seal when the enclosure 6 is in place. A suitable
clamping device such as electromagnet 13 may hold
enclosure 6 in place during the welding process. Other
mechanical ineans or manual pressure could be used for
holding enclosure 6 in place.

The enclosure 6 has a slidable cover 19 which retains
the contents of the enclosure 6 after it has been prepared
with its layers of material and during the period that it
is underwater and being delivered to the welding site.
The cover 10 is removed before welding is to take
place, after the enclosure has been placed over the joint
with the slot. Alternatively, the cover 10 inay be pushed
along by the electrode 1 during the weldig process.
Also. another alternative is to have the cover 10 made
of a thin tearable material, such as plastic, which is
perforated by electrode 1 a  the commencement of
welding and is further tarn as the electrode is moved
along the slat 16. The cover 10 may be dispensed with
if the filled enclosure 6 is maintained relatively level for
afl but short periods of time, which are insufficient for
significant flow of sealing layer 2 material out of enclo-
sure 6.

The process of welding after the enclosure 6 has been
clamped to the inetal to be welded is simple. The ener-
gized electrode is inserted into the enclosure 6 through
the layers 2, 3 and 8 at one end of the slot 16. After  he
welding arc occurs, the electrode is moved along the
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slot at the proper rate to achieve a good weld bead. The
viscous fluid layer 2 at the top of the enclosure closes
around the electrode 1 inoving in direction 17 suffi-
ciently rapidly to prevent substantial amounts of water
from penetrating layer 2 to be absorbed by layer 3. The

5

electrode 1 and enclosure 6 are removed at the cornple-
tion of the weld.

While the particular embodiment of the invention
specifically discussed above seems preferable at the 10
present time, modification thereto may occur to those
skilled in the art without departing from the spirit and
scope of the invention. Hence, the invention is not to be
construed as limited to the particular einbodiment15
shown and described herein, except as defined by the
appended claims.

What is claimed is:
1. Apparatus for underwater arc welding comprising:
an enclosure having a perforable bottoin, 20
said enclosure containing layers of welding flux, an

insulating powder and a water-insoluble, high-vis-
cosity liquid in that order on said bottom,

a longitudinal slot in the top of' said enclosure 25
whereby an electrode inay enter said enclosure

through said slot to penetrate said layers to perfo-
rate said bottom.

2. The apparatus of claim 1 comprising in addition
a resilient sealing inember attached to the bottom of 30

said enclosure.
3. The apparatus of claim 1 wherein said perforable

bottom is a thin metallic sheet capable of being perfo-
rated by the arc produced by electrode when energized.354. The apparatus of claim 1 wherein said perforable
bottom is a thin non-metallic sheet capable of being
perforated by contact with the electrode.

5. The apparatus of claim 1 wherein said liquid is a
polyrncr. 40

6. The apparatus of claim 1 comprising in addition

a slidable cover to cover the slot in the enclosure and
capable of sliding along said slot in response to
rnoveinent of the electrode.

7. The apparatus of claim 1 comprising in addition
a cover for said slot capable of being perforated by

said electrode and being tom by said electrode as it
moves along the slot,

8. The apparatus of claim 1 comprising in addition
means for expelling gas from said enclosure gener.

ated during the welding process.
9. The apparatus of claim 8 where said means com-

prises
check valves located along the longitudinal side of

the enclosure,
10. The apparatus of claim 1 comprising in addition
means for holding the bottom of the enclosure in

mechanical contact with the metal to be welded.
11. The apparatus of claim 10 wherein said holding

means is an electromagnet.
12, A method for underwater arc welding joints in

metal pieces comprising
preparing out of water an enclosure having a perfora-

ble bottom,
said enclosure containing layers of welding flux, an

insulating powder and a water-insoluble, high-vis-
cosity liquid in that order on said bottom,

a longitudinal slot in the top of said enclosure to
allow an electrode to enter said enclosure through
said slot to penetrate said layers to perforate said
bottom,

placing said enclosure in contact with the metal to be
welded with its slot over and along the joint to be
welded,

inserting an energized electrode through said slot to
make electrical contact with said metal to form an
afc,

moving said electrode along said slot while maintain-
ing said arc to produce a weld along said joint,

said enclosure and metal being underwater during
said welding.

a ~ ~ ~ ~
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APPENDIX B

SURVEY ON DEPTH-RELATED TECHNICAL PROBLEMS

OF CURRENT JOINING PROCESSES

Chapter 4 Depth-Related Technical Problems of A.P. Moore's Thesis

Entitled "Metals Joining in Deep Ocean".
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As operating depths are increased, the effects of pressure on joining

processes become of far greater importance. Although a certain amount of
work on this tapic has been done, a great deal more must be completed if

greater joining depths are to be achieved. In this chapter, technical
problems anticipated in extending the depth capacity of those techniques

outlined in Table B � l is reviewed. An assessment of possible corrective

measures as well as an identification of practical future developmental

work is made.

Many of the arc-welding processes which appear in Table B-l are

subject to the same depth � related problems due to the characteristics of
the underwater arc itself. These common problems will be dealt with first.

Following this, the other processes noted in Table B-I will be examined
in order to define technical problems which must be solved in expanding

operational depth limits.

B.l Electric Arc Processes

A welding arc is a sustained electrical discharge through a high
temperature, high conductivity column of plasma. It is produced by a
relatively large current, in the neighborhood of 200 amperes, and a law
voltage of from 35 to 50 volts. The plasma, through which electrical
conduction takes place, contains a radiating mixture of free electrons,

positive ions and some highly excited neutral atoms. The electrons drift
toward the anode and the ions toward the catholics- Electromagnetic forces

constricting the arc determine this drift velocity. Since the majority of
the arc power �5 to 90 percent! is delivered to the anade, the workpiece
is most often made the anode and the electrode the cathode in underwater

welding. Termed straight palarity, this arrangement takes advantage of
the high density, high velocity, electron bombardment of the anode for

heating [54].

In addition to electromagnetic forces, an underwater arc column is

compressed by hydrostatic forces and cooling effects' These hydrostatic
forces are, af. course, a function of depth. Cooling effects are caused



Table B-1

Joining processes with potential for deep ocean application

Possible Been Ocean A licationProcess

I. Processes Suitable for General Repair and Fabrication

Wet shielded metal arc

s ingle-pass

multi-pass

platform and other repair work

shrouded metal arc

presently under development

mechanical joining techniques

II. Processes Suitable Primarily for Establishing Attachment Points

exothermic welding/brazing

hyperbaric chamber
 enclos ing diver and work!

small fixed or movable chamber

 enclosing only work!

wet plasma arc

wet gas metal arc

explosive welding

velocity power tool

temporary repair; padeye attachmen

platform, habitat, pipeline repair
possible underwat er f abricat ion

pipeline repair and hot-tap work
fabrication. of deep pipelines

platform, submerged production
system, pipeline repair

attachment point; possible
pipeline repair

attachment point

attachment point
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by the surrounding water as well as by hydrogen dissociated from the

steam in the welding bubble. Further, the arc may be geometrically con-

stricted by the cathode spot or electrode in straight polarity welding

[10]. All of these forces combine to increase the rate of collision among

electrons, ions, and neutral particles, causing a high pressure region.

Also, in order to continue the mechanism of current transfer, the con-

duction cross section must be maintained. Therefore, if conducting forces

restrict the arc area, the core temperature must increase to maintain

the current. Core temperatures can range from 5000 to 50,000'K depending

on the degree of ionization and arc constriction [54].

The special characteristics of an underwater arc create a number of

depth-related effects which must be considered in the development of any

electric arc joining process for the deep sea. These effects are discussed

in the following sections.

B.l.l Penetration and Weld Bead Sha e

The very high arc core temperatures found at greater depths greatly

increase arc penetration. This can have both beneficial and detrimental

effects. Increased penetration, accompanied by more rapid metal transfer,

can lead to higher, more efficient deposition rates. On the other hand,

at the high pressures found on the deep ocean floor, increased penetration

can lead to burnthraugh [54].

In laboratory research, Nadatov reported an increase in penetration

with depth for shielded metal arc  SMA! welds, as well as widening of the

penetration shape factor  W/P! from 5 to 3 [40]. De Saw et al. found that

reverse polarity SMA welds were shallower, wider and less porous than

straight polarity welds [18]. This reversal of arc characteristics at

depth was not explained. However, during extensive commercial repair work

at sea, Grubbs has noted that excessive penetration is not a problem in

multipass SMA welding, even at depths in excess of 200 feet [26].

SMA weld bead characteristics have been found to be quite satisfac-



-163-

tory in actual service when the sophisticated multipass technique is

employed. Developmental work in extending the depth capability of this

process centers around electrode coatings and has resulted in the develop-

ment of satisfactory electrodes for low carbon steel  carbon equivalent

less than 0.4! welding in depths exceeding 200 feet. At present, austeni-

tic electrodes may be satisfactorily employed for steels with higher carbon

equivalents in depths up to 800 feet and work is underway to extend this

capacity to over 300 feet [25].

A number of investigators have studied the effects of pressure on

the gas metal arc  GMA! welding process. Pilia found that welds made at

60 feet were peaked and thin and that burnthrough was a problem at 80-100

feet because of excessive penetration [10]. In dry welds made under

pressure on aluminum, Brandon noted that the weld cross sectional area,

the weld depth to width ratio and penetration all increased with increased

pressure. Careful control of filler metal feed speed was the single most

important factor available to offset or control these effects. Arc voltage

and welding travel speed were less influential in their effects on weld

penetration and shape [9]. In underwater chamber melding, the diver-

welder must manipulate the arc differently than in surface welding in order

to offset the more narrowly concentrated heat of the constricted arc. lt

is more difficult to initiate the arc, to maintain a stable arc and to

obtain good fusion across the width of the weld joint. The welding arc

becomes more intense and the electrode wire melts at a faster rate as the

pressure increases. This causes a larger weld pool and control difficul-

ties, and can lead to such weld defects as overlap and improper fusion

[45]

As welding pressure increases, the only significant change in the

characteristics of a gas tungsten arc  GTA! is a constriction of the arc

column leading to an increase in arc voltage. This causes an effect not

unlike that of a plasma arc weld and results in greater weld bead penetra-

tion, often as much as 50 percent at 20 bar [36].
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8.1.2 Current and Volta e

Compressive forces acting on the underwater arc make voltage-amperage

curves concave or rising. Thus, though the voltage needed to strike the

arc is higher than the voltage needed to maintain it, the amperage grows

as the voltage decreases once the arc has been established. As depths

increase and greater constriction due to water pressure is experienced,

the current density continues to increase [10]. At great depths, Madatov

found the large concentration of heat from the increased current density

acted to limit welding currents to 180-240 amps [40].

Although, at one time, apparent increases in current requirements for.

SNA welding were attributed to heat losses through thermal conduction [30],

it is now believed by some researchers that increased current demands are

primarily due to the constriction of the arc and increased resistance

heating of the rod as greater pressures are encountered [54]. Arc length

must also be considered, since longer arc lengths result in greater hydro-

gen cooling and hydrostatic effects, which combine to cause greater con-

striction and current density. To compensate for these factors, it has

been suggested that the welding current be increased by 10 percent per

atmosphere of additional pressure in order to maintain similar arc condi-

tions [7]. This suggestion has not been confirmed by practical experience,

however. During multipass SNA repair welding at various depths up to and

exceeding 200 feet, Grubbs has found no need to increase current dras-

tically with depth. He has found that it is necessary to increase current

approximately 10 percent over that required for air welds and to increase

current as cable length is increased but has noted that there is no need

for a current increase wi.th depth [25].

Several reports have been issued on the effects of pressure on the

GNA welding process [8,9,12,48,51]. From them, much information concerning

the effects of depth upon current and voltage can be gained.

Arc power consumption is a meaningful measure of welding performance

which complements voltage and heat input data. An idea of the arc power



consumed in any region can be gained by measuring the voltage consumed and

remembering that the same current flows through all elements in a welding

circuit. These distinct voltages, which are shown in Figure B-L, are

the IR drop in the electrode stickout, the anode voltage, the positive

column voltage and the cathode voltage. Since total arc voltage will be

divided differently among these regions depending on welding conditions,

these distinct voltages must be considered. Figure B-2 illustrates arc

length vs' voltage. The IR voltage drop can be expected to remain con-

stant and not vary with minor current variations. Extrapolating the curves

to zero length eliminates the contribution to total voltage of the column

voltage. These zero arc length voltages, which represent the sum of

anode and cathode voltages, increase with pressure by differing amounts

as shown by the varying slopes of the constant pressure curves [48].

Similar results were reported for underwater arcs by Avilov in earlier

work $77.

This increase is probably due to anode voltage, as can be explained

by using the following formula for direct current reverse polarity melting

rate [48j:

N= al+bii
2

where.' a is a constant dependent upon anode size and material

b is a constant dependent on electrode diameter and

resistivity

L is the electrode stickout. distance

The first term on the right represents the anode melting contribution

and the second, resistance melting. In this equation, the electrode volt-

age drop is independent of the temperature at the end of the electrode.

Experimentally, more current is required to maintain the melting rate than

would be predicted by the melting rate equation. Since no change can be

expected in the resistance heating term, the anode melting term must in-

crease. This concLusion is supported by Naecker's analysis of plasma jets.
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Entrained cold gas has to flow over the electrode to be heated and accel-

erated. This energy requirement should result in an increase in the anode

voltage drop with pressure [48].

Figure 8-3 presents voltage and pressure data for the same arc

length values in a different manner. Figure B-4 is the power vs pressure

relation calculated from measurements of arc voltage [48].

Brandon, in his report, noted that increased pressure is detrimental

to arc stability, but that increased voltage promotes stability. At low

pressures, near atmospheric, arc stability is relatively insensitive to

voltage, but at high pressures, increased voltage greatly increased

stability. This acts to reinforce previous work which suggests that

increasing voltage when ambient pressure rises may be a useful technique[9].

Several experimentors discovered that constant potential power sources

were not adequate for work at higher pressures. Drooping power sources

were used at pressures greater than about 8 bar to provide the necessary

open circuit voltage for high pressure welds [12,48].

In summarizing current and voltage relations found in welding under

pressure, the following points should be noted:

1. As hydrostatic pressure adds to electromagnetic and cooling

constricting forces, the current density increases and a

higher voltage i.s required to maintain a constant arc length.

2. Power requirements increase with depth.

3. Current requirements may increase somewhat with depth but the

magnitude of this increase is in question.

Further work is needed to clear up areas where confusion exists as

well as to verify previous work. Whenever possible, such work should be

undertaken in an actual ocean environment, over a wide range of actual

undersea projects. Results which appear to be significant in laboratory

tests conducted under carefully controlled conditions are often not impor-

tant factors in actual marine work.
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B.1.3 Metal Transfer

There are three basic modes by which metal from the electrode

can be transferred across to the weld pool. The one which occurs at the

lowest current level is dip or short circuit transfer. In this mode,

electrode feed rate, current, and power source dynamics are such that the

metal transfers- across during the short circuit and, in the remainder of

the cycle, the arc is maintained without metal transfer. As the current

is increased, other parameters remaining the same, the transfer mode shifts

to globular or drop transfer and the metal is transferred in large drops

that travel slowly to the workpiece. This shift occurs because the ohmic

heating of the electrode and the anodic heat developed at the tip generate

enough heat to permit large globules of metal to detach without short

circuiting. As current is increased further, rapid melting of the elec-

trode occurs and droplets are ejected as a fine stream or spray by the

action of plasma jets. In globular transfer, gravity is the dominant

force, in spray transfer, the strength of the plasma jets is dominant.

These modes may undergo transformations from one to another as parameters

are altered or may occur in combination [121.

Haecker's plasma jet theory is useful. in explaining the effects of

pressure upon transfer in the spray mode, As the arc is constricted,

radial pressures increase. Pressure equalization causes a flow along

the axis toward larger cross sections and lower current densities. This

flow draws cold gases into the arc and further constricts the discharge

cross-section at the electrode, increasing the pumping action. This pro-

cess continues until the temperature gradient becomes steep enough for a

steady state to exist. The steady plasma jet attracts current paths by

its good conductivity. These paths supply enough joule heat to offset

the conductive cooling of the plasma jet and the balance is maintained[48].

As ambient pressure rises, the thermal conductivity of the gases

increases. This increased conductivity causes a constriction of the arc

and a new, higher velocity steady state is attained. This results in an

increased drop transfer rate and deeper penetration, up to a certain level.



At sufficiently high pressure levels the combined effects of the reflected

vapor jet from the workpiece and a pressure induced squeeze effect on the

bottom of the arc column begin to retard the plasma flow rate. This causes

an eventual reversion to globular transfer [48]. Figure B-5 illustrates

the balance between arc plasma and hydrostatic forces [10].

En studies of the effects of pressure on the GNA process, Billy and

Perlman et al. found that a reversion from spray to globular transfer

occurred at sufficiently high temperatures. The arc also became unstable

resulting in an excessive amount of metal vapor and spatter as well as an

uncontrollably large weld puddle. Poor, highly crowned weld beads were

also formed after reversion to globular transfer [10,36,48]. Burrill and

Levin also found that there was a marked trend toward decreased metal

deposition efficiency due to metal vapor formation and spatter. However,

they could not confirm a change in the mode of transfer to globular. This

may have been due to their use of a higher voltage power source [12,36].

Figure 3-6 illustrates the increase of spray transition current and

voltage with rising pressure for a GMA process [48].

With the GTA process, arc instability does not arise since the wire

is not part of the arc system but is fed and melted directly in the weld

pool. The only significant change in the GTA arc with increased pressure

is a co~striction of the arc column which leads to an increase in arc

voltage and penetration. At higher pressures the GTA weld is similar to

one made by the plasma-arc process. The increased penetration may make

it possible to increase welding speed slightly thus improving this pro-

cess' chief shortcoming [36,45].

The normal metal transfer mode for SMA welding using the drag or

touch method is small droplets, except for an occasional arc short circuit

due to the formation of a large drop. Silva found that, even at shallow

depths, SMA welding underwater resulted in globular rather than spray

transfer[IO]. Madatov found that the time taken to form a drop on the

electrode and the time that. the drop spends in the are bubble atmosphere
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FIGURE !3-6 Spray transition with changing pressure

were about the same for the SMA process. This is in contrast to thin

wire welding processes in which the time spent in the bubble atmosphere

often exceeds the time spent. in drop formation. Madatov found that SMA

drops transferred at a rate of 44 per second during his experiments [10].

In summary, increased pressure on the welding arc results in arc

instability and a tendency to revert from spray to globular transfer.

Increasing the voltage acts to prevent the revision to globular transfer,

but does not prevent arc instability and the resultant loss of deposition

efficiency due to spatter and vaporization. One suggested solution to

this quandary is to employ lower heat input versions of the GMA process

such as dip-transfer and the pulsed-arc technique [45]. In the dip or

short circuit mode, the filler wire first shorts out to the molten weld
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pool. Next, the current surges and the filler wire is melted off and the

arc reestablished. These shorts occur 50-70 times a second with metal

transfer taking place during each short. In pulsed-arc welding, the

reverse effect occurs' The filler wire melted by the arc is projected

across the arc by the current which is pulsed at 60 times per second.

Both of these processes involve heat inputs 20-30 percent lower than

conventional GMA welding [45].

A great deal of work has been done studying the mechanism of metal

transfer in arc processes under pressure. It appears that many of the

original questions in this field have been answered and the major problems

isolated. Much work remains to be done, however, in solving these prob-

lems.

B.l.4 Bubble 9 amies and Shieldin Gas

No results have been reported on the effects of depth on gas evolu-

tion rates. It has been suggested that this is an area that requires

work in the future [55].

The effects of increased pressure upon the weld bubble are fairly

easy to determine by assuming that the bubble atmosphere is an ideal gas.

Since the bubble atmosphere is predominantly hydrogen this assumption is

acceptable for pressures and temperatures of practical significance. The

volume of a gas bubble containing a given mass is directly proportional to

gas temperature and inversely proportional to pressure:

T
V e�

F

As water depth increases, the pressure term increases. Increasing hydro-

static pressure also causes greater constriction of the arc resulting in

higher current densities and greater arc temperature. This raises the

temperature of the gas generated. Arc temperature does not increase as

steeply as pressure, however, so the pressure term dominates and the volume

of the bubble decreases as greater operating depths are reached. This



-174-

means that the protection afforded a SMA weld made without supplementary

gas shielding will decrease.

Silva has developed relations which link the velocity and diameter

of a rising bubble to its depth [55[:

where V = upward velocity  ft/sec!
2

g = acceleration due to gravity  ft/sec !

h = depth of bubble being considered  ft!

D = depth of arc  ft!
2

p = atmospheric pressure  lb/ft !

C = coefficient of drag for a sphere  dimensionless!

d,d = diameter of bubbles at h or D  ft!
3

p, p = mass density of water or bubble  slug/ft !
w

Increased pressure also affects shielding gas behavior. The density

of the gas is increased and high flow rates are required. Figure B-7

illustrates the increase required by Burrill and Levin in their experi-

ments [12]. Flow rates as great as ten times those used for surface

welding have been required. Arc behavior may also change with depth and

influence the selection of the shielding gas and the gas flow rate [45].

Liquification of shielding gases places a depth limi.t on their use,

since the torch would cease to functio~ [36]. Of the gases suitable for

shielding, argon and hydrogen remain gaseous at the greatest pressures.

At O'C, argon liquifies at 3570 meters and nitrogen at 5090 meters.

Heating of a gas may extend its range slightly, but practical considera-

tions limit this action [54j.
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FIGURE B-7 Increase of shielding gas flow with pressure

B.l.5 Porosit and Chemical Com osition

Porosity is caused by small gas bubbles becoming trapped in the

weld metal. The small hole, or pore, in the welded joint is a mechanical

defect and is not as serious as the chemical problem associated with the

presence of the gas. Having oxygen or nitrogen present is harmful because

oxides and nitrides formed from these gases cause embrittlement of the

metal. The presence of hydrogen is even more critical but its effects will

be considered separately in the next section [10].

Two possible causes of porosity in SMA welds made underwater have

been suggested. The first, not a depth-related effect, is that porosity

is associated with wet electrode coatings. Chicago Bridge and Iron welders

have found that keeping electrodes dry in a special underwater case until

they are actually placed in the holder results in high quality, porosity

free welds [25]. Better coatings, which resist moisture penetration, also

help to overcome this problem. There has been speculation that increased

porosity found in SMA welds made at greater depths is related to the

shrinking of the protective gas bubble under high pressures. It is

thought that protection of the arc and molten weld metal normally provided

by the gas bubble breaks down [45]. This problem might be solved by using



-176-

a shroud to trap shielding gases generated or by the use of supplementary

shielding gas.

In GHA welding tests made under pressure, porosity was found to

be reduced when pressure was increased. This is believed to be due to

the fact that the gas pressure in the bubbles was lower than the sum of

the hydrostatic pressure of the molten metal, the surface tension of the

molten metal, and the ambient pressure of the chamber [8,48]. If this is

the case, chemical problems will remain unchanged since the amount of gas

in the weld is not changed [51]. Brandon noted a correlation between pore.

size and shape and turbulent arc and puddle action in GNA pressure welding.

This might become a significant problem if pressures are sufficiently great

to cause the welding arc to become unstable. In his tests, Brandon found

that filler metal speed rate was the only parameter which affected weld

soundness. Low filler metal feed rates with low levels of arc turbulence

gave completely sound welds. High feed rates with a large amount of

turbulence resulted in large voids [9].

In underwater welding-there are many hydrogen and oxygen ions

present and the possibility of substantial numbers of sodium, chlorine,

magnesium, sulfur, potassium and calcium ions from the dissociation of

sea water. In addition, > f nitrogen gas shielding is used, care must be

taken to avoid welding steels containing aluminum, chromium, vanadium,

or molybdenu~ since a brittle nitrided structure cauld result [54].

The presence of oxygen in a weld will reduce strength, hardness and

notch toughness, especially if dissolved in quantities greater than 0.1

percent. Since oxygen from dissociated water is so prevalent in underwater

welding, deoxidants in electrode coatings become of critical importance

[10]. As Table B -2 indicates, a noticeable reduction in carbon, manganese

and silicon is observed as welding is carried out at progressively greater

depths. It is apparent that pressure increases the rate at which these

deoxidants combine with the oxygen generated from the dissociation of

water. This leads to their proportionate removal from the weld metal[36].

It has also been reported that the chemical activity of silicon and
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manganese deoxidants increases with an increase in pressure. In welds

made in aluminum under pressure, Rabkin et al. found that the concentration

of the easily vaporized alloying elements, maganesium and zinc, increased

as pressure was increased. This was due to the elevation of their boiling

points and to a corresponding decrease in their rates of vaporization from

the weld pool. An increase in zinc and magnesium concentration resulted in

the elimination of defects caused by oxide inclusions and in a reduction in

porosity [51].

8.1.6 H dro en Embrittlement

The severe quenching effect of the underwater environment and the

presence of hydrogen in the weld area cause the most severe problems en-

countered in wet underwater arc welding. Although the quenching problem

can be solved for certain applications by removing the water through the

use of dry chambers and shrouds, the remaining moist atmosphere is still

high in hydrogen. Shielding gases are used to overcome this difficulty in

chamber melding, but it remains a problem in shrouded SMA welding as well

as in all wet techniques. The combined effects of hydrogen and the

quenching action result in a severe cracking problem in the heat affected

zone  HAZ! and in a loss of ductility and tensile strength [11,36,45].

The quenching of the weld due to the large heat sink of the water

is not a depth-related problem, but there are indirect depth effects.

In the deep ocean the water is likely to be much colder than at the

surface and the quenching effect is more severe [54]. Hydrogen embrittle-

ment, which is depth-related, results in serious cracking only in hardened

regions, such as those martensitic areas caused by quenching [16].

An underwater arc operates in a bubble atmosphere resulting largely

from dissociation of the water by the extreme heat of the arc. This

gaseous atmosphere may be up to 93 percent hydrogen [11]. The hydrogen

dissociated from water in the bubble dissolves into the weld puddle and

the rapid quenching action which enhances the formation of britt1e

martensite by a precipitation process also acts to prevent the hydrogen's
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escape. As the temperature cools down, the solubility of hydrogen is

reduced and the hydrogen begins to diffuse out of the weld metal into the

surrounding water and into the HAZ. The presence of both hydrogen and

a hard martensitic structure in the same region, the HAZ, is an important

point since hydrogen will not induce cracking unless the region is hardened

and contains residual stress concentrations. Faster cooling rates and

resultant higher hardnesses give the HAZ a higher susceptibility to hydro-

gen cracking [52].

TABLE B -2 Changes in weld composition with depth [36]

Hydrogen embrittlement is most apparent at temperatures just above

those of the ductile to brittle transition of the hydrogen-free metal.

Below the transition temperature, the metal is brittle regardless of the

presence of hydrogen and above this temperature it is difficult for micro

cracks to form and propagate before plastic deformation can occur [16].

Although many theories have been developed to explain the mechanism

of hydrogen embrittlement, the one advanced by Marlett, Johnson and

Troiano seems to be generally accepted today [16]. This theory is based

on diffused hydrogen localized at lattice imperfections known as voids.

The severity of the embrittlement effect depends both upon the established

stress system and the diffused hydrogen. The voids are regarded as micro

notches about which a multiaxial stress system will be established when
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of the form:

D=D 0

g = Heat of solution

R = Gas constant

T = Absolute temperature

D = Diffusivity of hydrogen

Do = Constant

P = Pressure of hydrogen

This equation, known as Sievert's Law, also governs the solubility of

hydrogen in the weld metal [54].

It can be seen that diffusivity increases with temperature in accord-

ance with the exponential law governing rate processes, and that diffusiv-

ity is also proportional to the square root of the hydrogen pressure. The

hydrogen partial pressure in the arc bubble must be nearly as great as

hydrostatic pressure since the bubble is more than 90 percent hydrogen and

must have a total pressure equal to hydrostatic pressure. Thus, as

stress is applied to the steel. According to this theory, the stress ..ys-

tem will be triazial in nature in a region within the metal lattice near

each void. It is suggested that it is the hydrogen concentration within

the void alone that determines the degree of embrittlement [16].

During diffusion, hydrogen concentrates in those regions of the

lattice that are highly stressed. This creates a hydrogen concentration

gradient which corresponds to the multiazial stress gradient of the region.

However, once within the stressed region, equilibrium requirements cause

the hydrogen to move from the lattice into the voids. The size of the

hydrogen concentration gradient depends upon the original hydrogen concen-

tration, the hydrogen diffusion rate and the time available for the

diffusion of the hydrogen. One necessary condition for the diffusion of

hydrogen through a metal is the dissociation of the hydrogen molecule to

atomic hydrogen at the surface [52].

The diffusivity of hydrogen in metal can be expressed as an equation



Pigure B -8 illustrates, for a given temperature, the percentage of hydro-
gen in the HAZ increases as the pressure at which the weld is made is

increased.

It has been suggested that the total amount of hydrogen which originally

goes into soluti.on in the weld metal must correspond to the maximum solu-
bility of the metal. Since liquid metal has a greater gas solubility than

solid, this results in greater initial absorption than would be expected

using Sievert's Law. As a result, the diffusivity to the HAZ will increase

over the values predicted by Sievert's Law. The rate controlling process

for gas absorption proposed to replace Sievert's Law is the rate of gas

ion supply to the metal surface [54]. Additional study to determine which

of these two diffusivity relations is most useful in predicting the extent

of hydrogen embrittlement should be undertaken.

Once embrittlement has occurred, a brittle micro crack may initiate in

the region of high triazial stress. The exact manner by which the hydro-

gen concentration causes crack initiation is unknown. In fact, it is

not certain whether the initiation occurs prior to, or after, the introduc-

tion of hydrogen [ll]. Once the micro crack has been initiated, its prop-

agation depends upon the hydrogen concentration, the triazial stress field

and the plastic flow at the crack tip. The initiation enlarges to the

size of a small crack which induces further stress on the crack tip,

causing it to propagate. This crack may then grow in steps to critical

size which can lead to brittle fracture and the resultant failure of the

structure [52].

In most cases, of course, hydrogen-induced cracking does not lead to

catastrophic failure. However, offshore structures made of higher

strength steel have often suffered less dramatic cracking problems when

repairs were attempted using single-pass wet welding techniques. It was

not uncommon to be able to actually lift fillet welds made using wet

processes out of the joint due to the severity of underbead cracking [45].

Porosity, due to hydrogen coming out of solution and forming small
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voids in the weld area, can also occur. It is not a major problem in

reducing the quality of welds made underwater. It has been found in ex-

perimental studies that increased pressure acts to retard the formation

of pores in velds [8,51]. It is uncertain, however, whether this effect

is due to the increased heat allowing the weld metal to remain molten

longer, giving hydrogen additional time to escape, or to the increase in

hydrogen solubility which results from increased pressure [8].

Two approaches have been tried to lessen the effects of hydrogen

embrittlement. In steels having a high carbon equivalent  greater than

0.4 but less than 0.6! the use of austenitic electrodes has resulted in

the elimination of underbead cracking during multi-pass underwater velding.

This technique has proven reliable down to a depth of 80 feet and research

to extend this depth to the 300 feet mark is underway [25]. An austenitic

veld metal microstructure is capable of storing large quantities of hydro-

gen which, it appears, keeps the hydrogen avay from the crack sensitive

HAZ, avoiding underbead cracking [27]. A certain degree of success has

been noted using post heat treatments for underwater welds. Some welds

showed significant improvement after two or three hours at 250 C but others

required much higher temperatures [36]. In another case, aging at ambient

temperature for two days produced an improvement in ductility which was

attributed to the escape of hydrogen from the weld area [27]. Another

form of post heat treatment, tempering previous passes vith later passes

using multipass techniques has resulted in CBI being able to consistently

produce high quality welds underwater [27]. It has also been suggested
that preheating or insulating the work surface may help to reduce hydro-

gen related prob1ems. Other possibilities include increasing the heat

input to the veld arc without increasing weld size through the use of

a wet GMA technique[10].

B.2 Exothermic Weldin and Brazin

Exothermic processes exhibit several advantages which make them ideal

candidates for application in the deep sea. Exothermic devices can be made



-183-

which are small, inexpensive and contain their own power source. They can

be placed either by submersibles, remotely controlled vehicles, or by

divers and can be activated remotely. Several studies have been conducted

on the feasibility of employing these devices for the placement of padeyes

on objects prior to salvage [5,42,441. In addition, it is possible that

several other practical applications may arise since the mold in which the

reacted thermit is cast is not strictly size or shape limited. One such

possible application is the attachment of repair sleeves to damaged subsea

pipelines.

An exothermic reaction is one in which metal oxides having low heats

of formation are reacted with reducing agents which, when oxidized, have

high heats of formation. Although there are many possible thermit re-

actions, the following is by far the most common:

9Fe = 4A1203 + 719.3 Kcal3Fe304 + 8Al

This reaction theoretically achieves a temperature of 5590'F but radiant

heat losses and losses to the reaction vessel reduce this temperature to

about 4600 F. Additions and impurities further reduce the temperature af

the filler metal to around 3800'F. A temperature of about 2200'F is needed

to initiate the reaction and is usually provided by an ignition powder

which is ignited by a spark or an electric device [44[.

The basic thermit reaction may be employed in one of several ways for

joining. In fusion welding, the most common method, the thermit is reacted

in a chamber and tapped into a mold only after the reaction is complete

and slag separation has occurred. A portion of the molten metal Slows

completely through the mold and into an overflow chamber in order to pro-

vide for surface cleaning and preheating. The remainder is held between

the surfaces to be joined by the mold and forms the actual weld. By em-

ploying appropriate molds, welds of various sizes and configurations can

be accomplished [5].

Pressure thermit welding utilizes the molten metal and slag to provide
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the necessary heat to join the surfaces, but not to add material to the

weld. The heat content of the thermit products is used to bring tempera-

tures up to the forging level, at which time pressure is applied to form

a bond [5].

Thermit brazing also uses the thermit mixture strictly for its heat

content. After the parts to be joined are heated, a flux is used to

clean the surface and a brazing material flows between the parts by

capillary action [45].

Just as in the more common arc technique, cooling rates have a signi.fi-

cant influence on the resulting hardness of a thermit fusion weld.

Rockwell "B" hardness climbed considerably as the cooling rate was increas-

ed [5].

The underwater environment has other effects on thermit processes.

Water must be removed from the weld area prior to tapping any molten metal

into the area if a sound weld is to be achieved. This may be accomplished

by removing the water through displacement by a pressurized gas or by pre-
heating the area through the use of a separate thermit reaction timed to
ignite just prior to the primary reaction. It has been found that the
flow of molten metal through the mold can effectively remove minor oxida-

tion and dirt from the surfaces to be joined. Surface preparation may then

be kept to a minimum [44].

One major depth � related problem, offsetting the pressure differential
between reacting chamber and mold in order to provide for the flow of
molten metal, must be solved before thermi t processes can be considered

practical alternatives for deep ocean application. Surface thermit welding
devices rely on gravity induced flow of the molten metal from the reaction
chamber into the mold. In a confusing and crowded underwater environment,

such as that found in many salvage situations, proper orientation of the

device for gravity flow cannot always be assured. In addition, the mold is
subjected to ambient pressures while the reacting chamber must be kept dry.
The thermit reaction itself cannot be used ko help offset this pressure
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differential since none of the products of reaction are gaseous. As a

solution to this problem, pressurizing the thermit reaction chamber to

a level slightly higher than ambient pressure, prior to leaving the sur-

face, has been suggested [5]. It is hoped that the slightly greater

pressure in the reaction chamber will then be sufficient to overcome the

ambient pressure and to induce flow of the molten metal into the mold. In

order for this method to work properly, however, the level of pressuriza-

tion will have to be calculated rather precisely. If chamber pressure is

too low, no flow will occur; if too high, the mold may be damaged or
forced off the surface. Measuring the exact depth at which an attachment

point is required also adds complexity and expense to a salvage situation.

B.3 Ex losive Neldin

Developmental work is now being conducted to develop an explosive

welding technique suitable for the deep ocean. It is believed that thi.s

process may be useful ln attaching padeyes to sunken objects to aid in

salvage efforts. If development is successful, this device has several

advantages which may be exploited for deep application. First little

manipulative ability is demanded; in fact, only emplacement and remote

denotation are required. Next, the power source for this device is small

and self-contained. Final.ly, the process is simple and inexpensive.

The principle of explosive welding is simple. It has been found that

two pieces of metal impacted together at sufficient velocity can form a

weld at the interface. An explosive charge provides enough velocity to

ensure bonding. Figure B-9 depicts the basic arrangement required. The

upper or flyer plate is projected against the stationary lower plate or

target by the force of an explosion, forming a weld in microseconds with

a noticeable lack of overall deformation. There must be a slight angle

between flyer plate and target, usually less than five degress, and the

flyer plate may be supported a small distance away from the target. The

flyer plate is protected by a rubber or P.V.C. plate, known as an attenu-

ator, which is placed between it and the explosive. A stand-off distance
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is required for a single explosive charge. Sheet or plastic explosives

used for larger area bonding are placed in contact with the attenuator and

ignited from the end where clearance between flyer and target is the least.

Surface preparation is not critical but deeply pitted, scaly, corroded or

roughened surfaces should be avoided [31].

There is considerable plastic deformation in the immediate region of

the faying surface and the hardness of the deformed interface is usually

greater than that of the unwelded material. This interface assumes a wavy

form with wave amplitudes of from 0.005 to 3/16 inch and wavelengths of

from 0.01 to 1/4 inch, depending on welding conditions. Satisfactory

welds seem to require the formation of waves. A small jet of metal, known

as a surface jet, is often ejected from between the plates as they fold

together. The ripples and jet are caused by the high pressures and in-

stantaneous temperatures of the explosive impact, which results in the

metal near the bonding front becoming sufficiently plastic to act as a

fluid. Under these conditions, the flyer plate acts as a jet traveling

ER PLATE

NVIL ATE

FIGURE 8-9 Arrangement for explosive welding
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across the target plate. Humps are raised in the target region ahead of

the jet, then are passed over while new humps form. This causes the

rippled or wavy weld interface. Division of the jet as it strikes the

surface results in surface jetting and also in stripping the surface of

the contacting plates, exposing metal for bonding [31].

In the particular technique employed underwater, a second charge,

which is timed to detonate a small fraction of a second prior to the main

charge, is placed in such a manner as to evacuate the water between the

plates. However, as welding depths are increased, progressively larger

secondary charges will be needed to evacuate the water since larger

pressure forces will be acting to resist evacuation. This presents a real

problem since the nearly incompressible water will transmit larger and

larger shock waves to the plates as the size of the secondary charge is

increased.

In making attachments to highly corroded objects some form of surface

preparation must be considered. It is possible that still another charge,

properly applied, might achieve this.

One final disadvantage common to both surface and underwater explosive

welds should be noted. Welds with good bonding characteristics are diffi-

cult to produce consistently. This process appears to be highly sensitive

to variations in welding conditions such as the plate separation distance

and angle, the explosive standoff distance and the balance between the

magnitude of the explosive force and the surrounding environment. Diffi-

cult to control precisely in laboratory conditions, these factors may

become prohibitive in actual deep sea work [43].

8.4 Velocit Power Tools

Several velocity power tools have been fully developed for use under-

water in salvage and emergency repair work, These devices may be used to

attach studs or lifting points, to provide fittings for gas or liquid

transfer and to punch holes. Velocity power tools are small, inexpensive,
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been developed. Of these, two have been designed strictly as diver tools

while a third has been designed for remote operation in conjunction

with the navy's LOSS progra~. These tools can be used on wood, concrete

and sheet metal in addition to steel plate.

Each velocity power tool is essentially a gun. As Figure B -10 illus-

trates, a stud or other device acts as the projectile. It is attached to

a piston which is propelled by the detonation of gunpowder within a stand-

ard cartridge. The tool itself uses a trigger and firing pin assembly ta

detonate the cartridge and propel the piston and projectile dawn the barrel.

Several safety devices are incorporated into each diver operated toal to

ensure that premature firing cannot occur. The diver must, before firing,

align the barrel assembly in a certain manner and push the barrel against

the work with a force of at least five pounds and at an angle of between

82 and 90 degrees [37].

There are several types of ammunition available for each tool. These

include several types of solid studs used for fastening, hollow studs used

to transfer a gas or liquid through a bulkhead and a hole punch projectile

used to punch a hale through a plate. Each type has a number of powder

loads to accommodate plates of various thicknesses [37].

The light-duty diver tool operates with a flooded barrel and can be

used at depths up to 300 feet. It can be reloaded simply underwater by

placing a new projectile-cartridge assembly in the breech. The heavy duty

diver tool and the remotely operated tool both operate with sealed barre1s

in order to accelerate the projectile sufficiently to achieve the required

penetration. The heavy duty diver tool ran only be reloaded underwater by

replacing the entire sealed barrel unit [37]. The present depth capability

of sealed barrel units is 1000 feet but it should be possible to extend

this limit if the need arises.

Velocity power tools are ideal for attaching temporary patches. One

of two methods may be employed. Using the first method, a patch can be
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FIGURE B-IO Solid stud cartridge

essentially nailed to a structure by firing a stud entirely through the

patch into the structure. The second method consists of firing studs

through predrilled holes in the patch and into the underlying structure.

The patch can then be bolted on. Centering plugs on the muzzle of the

barrel ensure stud alignment with the hole. Patches and other fittings

applied using these tools are capable of withstanding large forces.

Average extraction forces for heavy and light weight studs and various

plate thicknesses are tabulated in Table ~3. Loading these studs in

shear, rather than tension, increases their load-bearing capacity since

pull-out cannot occur. This is done in the Navy's LOSS system.

The primary disadvantage of the velocity power tool is its basically

destructive nature. The projectile literally rips its way into the parent

structure. Careful matching of powder loads for intended use minimizes

the damage, but a stud or other fitting attached in this manner cannot be

considered a permanent part of the structure. Crevices and discontinuities

are created which serve as sites for corrosion. This technique is thus

limited to salvage and temporary repair. Even in certain salvage situations,
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the destructive nature of this tool is a disadvantage. If this device

were used to provide an attachment point on a watertight compartment of
a sunken submarine or submersible, it could cause leakage or even collapse

of that compartment. This danger increases as saIvage depth is increased.

B.5 Other Processes

There are several processes, other than those outlined above, which are

being considered or may in the future be considered for deep ocean use.

However, little technical information dealing with the effects of pressure

on these techniques is available so only a rather cursory summary will be

presented.

TABLZ B-3 [37] Velocity power tool stud extraction forces
for structural steel plate
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B.5.l Mechanical Joinin

Mechanical joining techniques form the heart of several repair sys-

tems being developed for the deep sea. These systems, which will be used

in the repair of submerged production equipment and pipelines, were dis-

cussed in Chapter 2. Mechanical joining methods possess several advantages

over other techniques for deep ocean application. First, they are well

within the state of the art, requiring little or no developmental effort.

Some of these methods are also simple enough to be easily employed by re-

motely operated manipulator systems. Finally, these methods are reliable

and their results consistent. They can be especially designed for the

repair of particular subsea structures.

Mechanical connectors may find their greatest undersea use in the

repair of pipelines. Many pipe repair devices have been developed over

the years to meet surface requirements for repair techniques in locations

where welds could not be made. These devices include mechanical sleeves

for bolting and sealing two pipe ends together, split sleeves for the re-

pair of ruptured pipelines, clamps for fixing small leaks and mechanically

connected hot tapping saddles. Many present devices rely on multiple bolts

and are therefore more compatible with divers than with remotely operated

maniuplators. However, new connectors which snap together, yet are capable

of containing high pressure flow, are being developed 129].

Mechanical joining devices are also suitable for use in conjunction

with other techniques. For example, a sleeve may be mechanically connected

and sealed around a pipeline so that flow may be restored. A reinforcing

seal weld can then be made between sleeve and pipeline without the danger

of explosion which is present when gases cannot be vented from an enclosed

space.

8.5.2 Gas Weldin

Attempts which have been made to use gas welding processes underwater

have met with Little success, even though such gases as oxygen-acetylene,
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propane, methane, ethane, and ethylene have all been tried. Acetylene,

in fact, becomes unstable at depths greater than 5 to 10 meters due to

increased pressure and can be considered safe only at pressures less than

10 decibars [54].

Hydrogen is the only gas which may be useful for deep ocean use since

all other fuel gases liquify under ambient pressures at shallow depths.

A hydrogen-oxygen combination may prove useful for some applications down

to around 1500 meters. Below this depth, even heating units are no longer

a feasible means of keeping the hydrogen in a gaseous state and liquifica-

tion occurs [54].

B.5.3 Adhesive Bondin

Adhesive bonded joints have been used for many structural applications

especially in the aerospace industry [50]. This technique is amenable to

remote operation and requires no external power source. In addition,

it may be accomplished with little or no external heat curing [45].

Adhesive bonding occurs primarily as a result of the molecular

attraction exerted between the surface to be bonded and the adhesive.

Primary chemical and electrostatic forces of attraction form most adhesive

bonds, thus suggesting that the strongest bonds are obtainable between

highly polar materials. Metal surfaces, although not highly polar by

themselves, mirror the forces in a highly polar adhesive placed on them,

resulting in a strong bond [50].

There are a number of adhesives that offer promise for underwater

joining. These include butyl rubber � quinoid cure, nitrile rubber � epoxy,

polysulfide-epoxy and epoxy � polyamide. Most of these cure at or near

70'F so, in practice, they must either be placed in a heated enclosure or

limited to warm water applications. Additional problems which must be

overcome include:

1. Rigorous surface preparation of joints
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2. Joint fitup

3. Joint design

methods of introducing adhesive to the joint

5. Curing techniques

6. Strength of joints produced
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APPENDIX C

Mechanisms of Rapid Cooling and Their
Design Considerations in Underwater Welding
C.L. Tsai, Oltlo State U.
K. MaSubuChi, MassachttsettS InSt. of TechnOIOgy

Introduction

During the last several years, systematic research
efforts on underwater welding have been made at the
Dept. of Ocean Engineering of the Massachusetts
Inst. of Technology. Most of the research progratns
were funded by the National Sea Grant Office of the
NatiOnal OCeanic and AtmOspheric Adtnin. SOme Of
the reports, theses, and papers have been
published.' The research programs have covered
various subjects including basic research on
mechanisms of underwater welding as well as
development of new, improved processes. This paper
discusses one subject: rapid cooling during un-
derwater wet arc welding.' This paper has been
prepared pritnarily from results obtained in research
by Tsai,4

The major portion of Tsai's research is composed
of extensive mathematical analyses of heat flow
during underwater wet arc welding. A series of
mathematical equations has been developed to
analyze all pertinent phenomena involved: dynamics
of bubble formation, heat-loss mechanisms, etc.
Experiments were made to examine the validity of the
analySes. StudieS were Inade to investigate effeCtS of
various parameters  welding conditions, plate

thickness, etc,! on cooling rates in weldments,
especially in the heat-affected zone  HAZ!. Studies
also were made to evaluate the effectiveness of
various methods of reducing the cooling rate.

Since details of analytical and experimental results
are included in Ref. 4, this paper presents a brief
summary of the analysis and some experimental
results. The emphasis of this paper is placed on
infOrtnatiOn of practiCal impOrtance.

Brief Summary of Cooling Mechanisms
in Underwater Welding
The mode of heat transfer in underwater welding is
quite different from that in air welding. The existence
of dynamic bubbles during underwater welding
induces a flow field around the welding arc. This
water flow along with the agitation of bubbles carries
the heat away quickly from the base material and
causes the rapid cooling phenomenon. In this sec-
tion, buble dynamics and heat-loss mechanisms are
discussed.

Underwater Bubble Dynamics

Bubble generation due to the high concentration of
heat in the arc and its departure and final collapse
during the underwater arc welding process in the wet
condition was investigated by a high-speed
cinematography study at the Massachusetts Inst. of
Technology. The arc energy is intense, and water

'Hydrogen-induced cracking is another important problem associated with
underwater wet welding and Is discussed in a separate paper 5
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TABLE 1 � BUBBLE GROWTH CHARACTERISTICS
 E7014 electrode!

Measured Ca! c ulated

0,5 crn  fyteas ured!
0.071 seconds
14 bubbles/s
134 cm3/s
1.31 cfyt
1.81 cm

0.5 ctn
0.076 seconds
13 bubbles! s
60 cm Is" = 134 cm Is by calculationl
1.31 cm
1.83 c fyt

ro
Period
Frequency

rmerr
ernsir

Measurement was dane by s high. speed motion picture study conducted by A.J, Brown at the Massachuseus Inst. ol
Technology in 1973.
"Measurement wss done by collection of gases which have filtered through the liquid. Water vapor generated at the arc
eventually was condensed, leaving only hydragen and organic by products filtered through the liquid.

h T = 675   Tw To !  8!

h7-=675 Tw To!  8!

Ti+I,' 2T +
h  ,y, T! =

 ~k!

~Ti ' � I

+ is t,j i,� l,j
2Crri j

K; d

i r, J � T�!
�!
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welding arc is a dif'ficult task. The energy acts to
preheat, melt, and postheat the weld metal and
eventually is dissipated in a number of ways.

The energy balance in the molten pool area is
discussed in Ref, 4, In air welding, the heat losses
from lhe molten surface outside the heat input circle
are basically due to radiation. Heat losses from the
surface some distance from the arc are due to natural
convection. This was proved experimentally,4

In underwater welding, very fast cooling in the
weldment usually is experienced. According to the
observation of the high-speed cinematography, heat
losses during underwater welding are mainly due to
heat conduction, which transports heat from the
plate surface into the moving water environment, the
motion of which is created by the rising gas-bubble
column in the arc area. No boiling phenomena were
observed anywhere except in the arc-bubble zone.
Accordingly, the heat-loss mechanism is basically
dependent on the water flow field, which is a func-
tion of gas formed in the arc and its flow rate.

The boundary heat losses in underwater welding
can be correlated using a semiempirical technique.
When considering two-dimensional solutions for
welding heat flow in thin plate, the general equation
to be solved is

t! T i! T V BT h g,y T!
2+ Z+  T � To! =0,

Oy cy 8  ki,d

�!

where kI, and of are temperature-dependent thermal
properties. h is the heat-loss coefficient, which is
temperature and/or location dependent. Expanding
Eq, 6 into difference approximation and regrouping
the terms, h can be written as

where T;I,Till j Ti tg etc., are measured tem-
peratures at points  i j!,  i+ l,j!,  i � I,j!, respec-
tively. Thermal properties are taken at the tem-
perature T;

After careful examinations of existing data from
various sources, it has been decided that. the
following formula be used to express the average
heat-loss coef ficient, h T.

where TJ,T;+Ij,T; I, etc., are measured tem-
peratures at points  i,j,  i+ l,j!,  i � l,j!, respec-
tively. Thermal properties are taken at the tem-
perature Ti>.

After careful examinations of existing data from
various sources, it has been decided that the
following formula be used to express lhe average
h eat-loss coe f ficient, h T.

It has been found that the conductive heat losses
due to water motion are much higher than that due to
natural convection with boiling.

The heat-loss mechanism in the dynamic arc-
bubble is not understood fully. Mathematical
analysis for this region is very difficult, Therefore, it
is assumed that there is no heat loss inside the heat-
input circle. Outside this circle, Eq. 8 can be applied,

Parametric Study of Cooling Phenomena
in Underwater Welding
According to the study conducted by Tsai, welding
variables influencing the thermal responses of the
material can be related indirectly to the cooling rate
in the HAZ through three weld geometrical
parameters: bead width, bead penetration, and bead
ripple length. In this section, effects of four variables
on cooling rate in the HAZ of a bead-on-plate
weldrnent are studied using Tsai's numerical ap-
proach.4 The four variables are welding arc power,
welding speed, thickness of base plate, and water
temperature,

The weld geometrical parameters are determined
experimentally with respect to a specific variable
change and used as the input information in the
numerical analysis. According to limited available
data generated in Ref. 4, experimental correlations of
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arc power, welding speed, and plate thickness are
summarized in this section.

At Iow welding speed, the weld penetrai.ion and
ripple length do not change with arc power. Since the
material below the molten pool surface and the
material in the pool of solidification are not exposed
directly to the arc heat, the heat required to melt the
material in Ihese regions is transferred by conduction
and convection in the pool. A change of arc power at
low welding speed does not deepen penetration or
increase melting at the trailing edge of the molten
pool.

However, at high welding speed, a higher arc
power would increase the penetration relatively
because it is easier for heat to reach the material to be
melted due ta high convective heat-transfer rate
 caused by fast arc motion! in the pool, The arc
power change has little effect on the ripple length at
high welding speed.

The bead width increases with an increase of the
arc power. The point of rnaximuln width in the
molten pool usually is exposed under the welding arc.
For example, the radius of heat-input circle is 0.7 crn
and the distance to the point of maximum width
from the origin  center of the electrode! is 0.64 cm in
an underwater shielded metal-arc welding process 4

 E7014 electrode, 4.76-mm wire diameter, 200 A!.
Therefore, melting of the material inside the heat-
input circle is a strong function of the arc power and
its distribution.

Effect of Arc Power

Fig, 2 shows the effect of arc power on the size of the
HAZ and the bead width. Size of the HAZ is the
width of the zone measured on the direction of plate
thickness. The bead width is increased by 2.5 mm and
the size of the HAZ is increased by 0.25 mm when the
arc power is increased from 4000 to 6500 J/s.

Fig, 3 shows the effect of arc power on the peak
temperature and cooling rate from 800 to 500'C at a
paint 1 mm from the weld fusion line on the plate
surface. The peak temperature increases with the
increase of arc power. The cooling rate decreases by a
small amount �.05 seconds!. A change of arc power
alone would not reduce the cooling rate in the HAZ
e f fecti vely.

Effect of Welding Speed
Fig. 4 shows the effect of welding speed �000 J/s arc
power! on size of the HAZ and the peak temperature
at a point 1 mm from the fusion line on the plate
surface. Welding speed higher than 4.23 mm/s seems
to cause unreasonably low temperature and ta result
in a smail bead.

The cooling rate from 800 to 500 C at the same
point � mrn from the fusion line on the plate surface!
is 0.72 seconds when the welding speed is 3,81 mm/s,
It becomes 1.23 seconds when the welding speed is
2.54 mm/s. A small decrease in welding speed in
underwater welding could reduce the cooling rate in
the HAZ to some extent.

Effect of Plate Thickness

Fig. 5 shows the cooling time and peak temperature
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at a point 2 mm from the fusion line in the weld
center plane vs. plate thickness. For thin plates,
increasing the arc power does nol affect the cooling
rate, However, it reduces the cooling rate when the
plates become thicker. A similar result obtained
experimentally by The Welding Inst, is shown in the
same figure.5 Good agreement is shown.

Effect of Water Temperature

The water temperature on the working site in the
North Sea is 6 to 7'C on the average. It was reported
that higher arc voltage and stronger arc force existed
during welding in cooler water,

If the molten pool remains invariable with the
change of water temperature, numerical analysis
shows minor change in cooling rate and peak tern-
perature in the HAZ, Fig. 6 shows the effect of water
temperature on peak temperature and cooling rate at
a point I mm from the fusion line on the plate
surface.

The direct effect of water temperature on the
cooling rate in underwater welding is imposed on the
boundary heat loss, but it is small. Any indirect
connections through the change of the molten pool
require further study,

Study of Cooling Rate in the HAZ
Fig. 7 shows the numerically predicted iso-cooling
lines  800 to 500 C! in the HAZ of an underwater
weld. High cooling rates appear in the areas near the
plate surface, This phenomenon indicates the
dominant effect of heat transfer due to dynamic
bubbles. Heat exchange between the water/plate
interface is more significant than heat transmission
due to thermal conductivity in the base metal in
determining the cooling rate in the HAZ.

Fig. 8 shows the peak temperatures and cooling
rates along the thickness direction in the weld center
plane for welding a 6.35-mm thick plate. Peak
temperature decreases as the distance from the fusion
line increases. Cooling rate decreases in a similar
way.

Methods of Reducing Cooling Effect
in Underwater Welding
Two methods can be used to control the cooling rate
in underwater welding:  I! adjusting the welding
conditions and �! insulating or removing water from
the joint material. An increase of arc power in the
normal operating range in underwater welding does
not reduce the cooling rate effectively. If the arc
power used is beyond the normal operating range,
unsatisfactory weld bead may result from excessive
melting and too much spattering.

A more efficient way to reduce cooling rate in
underwater welding is to use slower welding speed. A
small decrease in welding speed can reduce the
cooling in the HAZ to some extent. However, to slow
the welding speed would increase the production time
tremendously,

Insulating or retnoving water from the joint
material is probably the only effective and practical
way to reduce the rapid cooling effect in underwater

OCTOBER 1980
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welding. The newly developed underwater welding
processes, including water-jet and hydro-weld
processes, are based on the same principle. However,
it was found experimentally that most of the heat loss
during underwater welding was from the face of the
plate in downhand welding, Insulating the bottom of
the plate produced marginally improved results over
the face-insulated plate.

Three methods of insulation were studied by
computer analyses conducted by Tsai  see Ap-
pendix!:  l! full insulation over the plate except the
weld bead, �! local dry spot  water-jet simulation!,
and �! insulation over the weld bead and its vicinity
 flux-shielded and hydro-weld simulation!,

Fig. 9 shows the cooling curves of different ap-
proaches. The first method  Curve 5! shows little
improvement in changing the temperature profile.
The local dry-spot method appears to have a
minimum size of water-removing area. Fig. IO shows
that the critical radius of the water-removing area is 2
cm. Any attempt to remove water to create a dry spot
smaller than the critical size will result in an even
higher cooling rate. This phenomenon can be ex-
plained by Figs. 9 and IO. The peak temperature is
increased drastically due to the small dry spot. This
temperature is observed in a time delay of about 0.5
second.  The time for this point to reach the peak
temperature shifts to the right on the time scale.! The
point of 500'C is located l.l5 cm after the arc �
seconds! in a normal wet welding, If the dry spot is
too small to cover the point of 500'C effectively, the
time required to reach this temperature shifts to the
left on the time scale. Consequently, the cooling rate
is increased.

The size of the water-jet nozzle is restricted by its
partial sealing function. Within a 5-cm radius range,
the cooling rate can be reduced only up to less than 1
second. Instead of reducing the cooling rate, weld
hardness sometimes is found to be even higher due to
the postcooling effect resulting from the impinging
water.

Fig. 9 also shows that insulation over the weld
bead  along the weld center line! can raise the cooling
time in the HAZ up to more than 4 seconds  Curve
6!. This result validates the speculation that in-
sulation of the weld bead effectively can improve the
cooling rate in underwater welding,

Shown in Fig. I 1 are the cooling characteristics of
all three insulation techniques on a continuous-
cooling-transformation  CCT! diagram. Full
martensitic structure would form in the HAZ in
normal underwater wet weld i ng.

Design Considerations and Conclusions
Arc in Underwater Envir onrnent

According to the experimental observation, the
underwater welding arc can be maintained only when
the arc is surrounded completely by a dry gaseous
environment. This dry environment may be formed
by the decomposed or supplied shielding gas and the
water vapor. Heat losses to the water environment
directly from the column are not as great as thought,
The arc efficiency is about 0.8.
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APPEIslDIX

New Trend in Underwater Welding Process
The common approach to solve the rapid cooling
problems in underwater welding is to remove water
from the arc and its vicinity. Three underwater
welding processes  hydro-weld, double-shielding,
and flux-shielding techniques! adopt the same
principle of water removal. They either are being
used or are in the final stages of development.Nomenciature

unit area
width of the weld bead
plate thickness
bubble height
arc voltage
bubble-growth frequency
acceleration of gravity

A b
d e
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Hydro-Weld Techniques

The hydro-weld process uses a highly developed gas
metal-arc welding unit and a sma]l hydro-box tailor-
made to fit over the weld and the diver's hand
holding the welding gun. Water is displaced from the
box with inert gas, usually argon, during welding.
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Mechanisms of Rapid Cooling

The rapid cooling phenomena in undcrcvater welding
is the result of shitface heat losses in the veld area
behind the are. Heat is conducted into thc
surrounding water, wltich is carried up by the shear
force along the interface between the water and the
rising gas cnlumrt. A linear correlation on a log-log
scale obtained by semiempirical method explains the
physical phenomena,

Use of the Arc Process in Underwater Welding
l. A change of arc power in the normal welding

condition in underwater welding would not reduce
the cooling problem effectively in welding a l.hin
plate, However, the highest possible welding current
is recommended for welding a thick plate.

2, Welding speed greatly affects the cooling rate in
the HAZ. Slow welding speed can reduce the cooling
rate effectively. Welding as slow as possible under
water within the economic feasibility limit would
reduce the coohng problem to some extent.

3. For thin plates, increasing the arc power does
not affect the cooling rate. However, it reduces the
cooling rate when the plates become thicker. High
current condition is recommended when welding a
thick plate underwater.

4. The direct effect of water temperature on the
cooling rate in underwater welding is not dominant.
Any indirect connections through the change of the
molten pool require further study.

Modifications by Gases and Slags
in underwater Arc Welding
Water-Jet Process. If local water removal is
necessary, the minimum radius of this dry spot must
be greater than 2 cm. If a water jet' is used, the
postcooling effect may result in a higher hardness in
the HAZ.

Hydro-Weld Process. The hydro-weld process
performs the same function of removing water from
the weld area. The size of the hydro-box should be
kept as small as possible, but large enough to cover
the entire bead and its vicinity, to ensure mobility of
welding operation.

Flux-Shielded Process. A thick flux covering over
the weld bead area can reduce the cooling in the HAZ
effectively. Use of high-slag-formation electrodes for
underwater wet welding is recommended. An ad-
dition of a flux blanket is one way to provide a heavy
flux covering over the bead during underwaler
welding. Slag-removing tools are necessary to remove
the slag completely before laying the subsequent
layer in multipass welding.
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average boundary heat-loss coefficient
height of a departing bubble
heat-transfer coefficient
welding current
average thermal conductivity
latent heat of vaporization of water
mass decomposition rate of the flux
pressure
volume flow rate of bubble mixture
heat-input rate used to vaporize water
bubble radius
bubble contact radius on the plate surface
radius of a departing bubble
radius of stable bubble void on the plate

surface
gas constant Of' decOInpOsed gas
gas constant of water vapor
size of weld HAZ
time

temperature
water temperature
plate-surface temperature
welding travel speed
heat-input density
horizontal dimensions in physical plane
average thermal diffusivity
moving coordinate in the welding

direction
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According to the water-removing theory, it
conceivable that hydro-weld process can provide no
more rapid quenching of the weld than in air. Thc
disadvantages of such a process are geometric
restrictions and economic feasibility. However, it
appears to be an attractive alternative as it combines
better flexibility of operation with better quality
results than those obtained in a dry hyperbaric
welding,
Double-Shielding Technique

The principle of this dual shielding technique is to use
the partial sealing effect of an annular water jet
impinged on a flat solid surface. This technique
consists of a circular shielding nozzle, which provides
a stable gaseous zone around the arc by shielding the
inner gas and improves the gas shielding effect
underwater.

It is apparent that the size of the localized dry spot
along with the joint geometry will influence the
cooling behavior of the weldment greatly. The cir-
cular water jet should be large enough to include the
critical area around the molten pool and to minimize
the adverse effect of impinging water. On the other
hand, the jet nozzle itself should be small enough to
allow flexible manipulation of the welding torch.

Sl Metric Conversion Factors

Btu x 1.055 056
'F  'F � 32!/I.8

in, x 2.54'
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I lux-Shielded 'I'echnique

Submerged arc welding has been used widely for
surface welding to itnprove the quality, coftsistency,
and welding speed. When this technique is applied
for underwater, different concerns may be noted. To
shield the arc and its vicinity by liquid flux, ir1stead of
the conventional gas shielding, a satisfactory weldiug
may result if water can be prevented completely I'rom
contacting the arc and the molten puddle.

In this process a consumable electrode is fed onto
the weld zone at a controlled rate while a continuous
blanket of molten flux shields the weld zone from
contamination, enabling the use of this process
underwater. Because water is eliminated from the arc
area during welding, the water-quenching rate is
reduced,
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