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WELDING FOR THE SHELL OF ¢ 3800
LURGI PRESSURIZED GASIFIER

Chi Yongjun
(Harbin Boiler Works Company Ltd)

Abstract: The welding procedure specification and the
concerned requirement for the shell of ¢ 3800 mm pressurized
gasifier with the advanced —MARK* 1V/4 typeisintroduced .
The test plan is to be determined based on the construction
characters. On the basis of test the planis proven according to the
difficulty points in the producing process and find the suitable
technology in the manufacturing. While the scientific reasonable

welding procedure plan, assure quality of the product and control
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the deformation caused by the welding by means of a series of
technology , narrow gap automatic tracing bead welding is
adopted for the longitudina and girth welding of the shell. The
most difficult points are solved for welding the shell of large
pressurized gasifier such as assuring the welding quality and
controlling the deformation caused by welding, the welding
result is satisfied. The success for this term study, valuable
experience is accumulated for manufacturing large fatigue vessel
and high temperature high pressure mechanical driving
equipment.
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