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Abstract

The ship piping system is a very important for conveying and discharging fluid from the
beginning to the desired destination. The problems that often arise with the installation of a piping
system in a ship are from pre-fabrication of the work piece to the quality of welding in the timeframe
specified and other problems. Therefore, this article aims to review the literature and synthesis of
research by studying the application of Plasma Arc Welding (PAW) to replace the traditional welding
process commonly used today such as The process of Shielded Metal Arc Welding (SMAW), Gas Metal
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Arc Welding (MIG). And offers a guideline for the application of plasma arc welding to The ship piping
system. Especially studies of various research related to plasma arc welding process. This information
is considered as a guideline for the application of ship piping for the shipbuilding and repair industry in

the future.
Keywords : Welding Process, Plasma Arc Welding, Ship Piping Systems,
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