











ADDITIONAL INSTRUCTIONS
Innershield NR-440Ni2

Welding Techniques:

6GR Joint Con guration

Welders typically practice and take a welder quali cation test on

a “6GR” pipe coupon, which best simulates the TKY connection
welding conditions on an offshore jacket. A restrictor ring is tacked
on one side of the joint to simulate the wall of the main tubular
member. Note that the outside of the two pipes are ush with each
other and that the pipe with the square edge has at least 1/4 in.

(6 mm) larger wall thickness than the beveled pipe.

Innershield NR-440Ni2 tends to produce a convex, ropy weld
when using a stringer bead (i.e. straight progression) technique.
Therefore, some manipulation or weaving of the puddle is needed
to help atten out the weld face. Operationally, it is very similar to
the Innershield NR-203 family of electrodes.

Root Pass:

»  Use a vertical up progression.

»  The root pass uses almost a straight progression with only
a slight weave (i.e. a “U” motion, or forward or backward “J”
motion). Focus the arc on the heavier wall, but frequently and
quickly wash the puddle back over to the beveled side of the
joint to bridge the root opening.

»  Use a drag angle of 10°- 20°.

»  CTWD can vary from 5/8 to 1-1/4 in. (16 to 32 mm). You have
to constantly adjust CTWD on the root pass. Note that you
can “heat up” or “cool down” the puddle by using a shorter or
longer CTWD, which has the effect of increasing or decreasing
the current level. This in turn has the effect of increasing or
decreasing the degree of penetration.

»  The electrode should be positioned on the leading half of the
puddle, but not on the leading edge of puddle. If too high, it will
blow through the gap, leading to puddle loss. If too low, lack of
penetration and incomplete back bead occurs.

»  Even with proper technique, there may be trapped slag in the
toes of the root pass. With a power grinder, grind out the slag
in the toes, as well as grind the face of the weld so that it is
relatively at. The rst Il pass (aka the “hot” pass) will burn
out some of the slag remaining in the joint. However, the
majority of it must be rst removed with a grinder.
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