PIPE FABRICATION

WALTER J. SPERKO

Fabricators turn
to backing flux
as an economic

alternative
to purge gas.

may exhibit thin black deposits at the
outer edges of the heat-affected zone
(HAZ), but the weld metal should be
free of black oxides. Slight discol-
oration—a golden hue to the weld—in-
dicates a bit of oxygen remained in the
pipe during welding. This thin and
tightly adherent oxide layer generally
does not affect weld corrosion resis-
tance, and is usually acceptable.
Fabricators turn to backing flux to
protect weld backsides as an economic
alternative to purge gas. Fluxes come
as fine powder that the fabricator
mixes with a solvent such as alcohol to
form a thick mud. The welder applies
the mud to the inside surfaces of the
pipe at the edges of the joint bevel.

When heated by welding, the flux
melts and floats over the weld-pool
surface; the solvent evaporates quickly
and leaves no residue. Another alter-
native is use of a flux-coated weld-filler
wire that delivers a protective layer of
flux over the weld.

To compare the results of welding
with a backing flux and use of purge
gas, Larry Peterson, Peterson Welding
(Clemmons, N.C.), and I prepared gas-
tungsten-arc-welded cTaw Type 304
stainless-steel pipe coupons, NPS 3
Schedule 40 (8.5-inch o.d., 0.216-inch

wall thickness). Test weldments were '

made with an inert backing shield;
backing flux; a flux-coated filler metal;
and without root-side protection. Re-
fer to the photos to view effects on weld
quality of each procedure.

And the winner is ...
Welding without root-side protec-

tion, as Peterson welded he struggled

to obtain good pipe-wall fusion. Root-
pass welds made with backing gas,
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