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(57) Abstract: Provided is a welding method whereby it is possible to achieve
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angle 0 is 25 °

high welding execution efficiency and suppress high-temperature cracking in a
{ narrow-groove gas-shielded arc welding method involving multiple electrodes.
The present invention is a narrow-groove gas-shielded arc welding method ap-
plied to a second layer and layers therebelow in narrow-groove multilayer weld-
ing of a steel plate with a plate thickness of 22 mm or more in which the groove
or less and the bottom groove gap Gy is 7-18 mm, wherein

the multilayer welding is performed by means of three electrodes, the current

(b)

et ——>

(c)

values I} and I of the first electrode and the second electrode are in the range
2 of 260A to 360A inclusive, and the current value I3i[A] of the third electrode
' in an i-th layer is set to a range satisfying formula (1) indicated below. Formu-
la(1): L' < 30 x Gi-10. In formula (1), L' is the current value [A] of the
third electrode in the i-th layer, Gj is the width (mm) of a weld bead formed
by welding a layer (an (i-1)-th layer) one layer prior to the i-th layer, and i is a
natural number of two or more.
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