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1. i

1. 1. iifFoHEHEER O

AR, ABEERIIHERRECFTE~ OGP ZN T 2 AV F—BEEOH TR & oln
Halich 5. FRICHBBERIZ PO LCHRIEL CE RO A Y Y VEHLT 4 — K VH D
5, 7974 v A7)y FHBE (PHEV) 23l oy 7 —BXHABHE (BEV) %~
DEIEAFELCERL TS, Fflicy 7 ) —BXAHBHEIE, RELZZALF -2 5%
KIGEfTzANTF —ICEBCcE 2B A Yy b e LTCETFONS., —BARTY Y VE
DI ANF—ZEWNED 30%TH L DICH L, Ny T U —BHABNHIT 90%LL oz )
Krish, COLWNEOE I PREAMOEVEL Y T4 LEONIIUTH B, T/5E
I ic B LR FEEZ TR L 2 v, R Ak 0 ) R 7 2@ 2%, 7V — v BEF
BeLcRbciEH S, SKEBIFOHBIECH L WHEA AMHIORE S Z F 03 58
v 7 ) —EXAEHBE I 20 IS R AMEA T E /2. Fig. 1-1 REENOHARICE T 2EXREE)
HEINT T 74 v A7)y FEIRAEBROHER TH 2 D, 2020 FRELK, EXEHBHE
X774 AT )y VERIEEZMNTALPLZOEHEEFRCHILETCEL, 5%
bELAIBAHBHOYMESHFAEI N TV,
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Fig. 1-1 Ownership statistics of EV and PHEV in Japan [1-1].



HENHL A — 7 — &4 I3 I 72 EV #EEBCR P CO. PEEHIME RS X HE# = — X
JGA B, EXAHBHEHOHELZToTE . LirL 100 LU DL 2> A Y ) Vil
ZEAHBHE CE 2R 2 ITIHRAR L L THRA R BATIERE D R - T 5.

1. 2. EXHBEHEO B HE

FACHR AR Iz T AN F BN EOR S 2R E L b d, EXRATETZOH KL &
DICZANF—RFQOETH 2Ny TV —HELZOHEBIRAN 2E L L CHEL
TE WEFRTHEYVF VLAY Ny T ) —iF, HEDH7Z VDT A VX —FEIEAL
HEED > TH# 300 Wh/kg TH Y 2, ¥u 27 Lbi-h oBEICHE T % £ 300 Wh/kg X
3.6+ 1000 =~ 1.08 MJ/kgic & ¥ 2. ZhiILX¥a7—HV ) vOERRE 443T]/Gg (=
MJ/kg)3) @ 40 43D 1 LLFTH 5. icili 7z 4 ¥F—BHshRD 2% 8 L T bk
PHEEIZKIRE LAY ) vEERMER L 720 (Fig. 1-2), FEEFR O RE S ff¢ < EIEMEH)
CHRHASI N ICIE—EOHEIE-> T3, T2y T ) —BRHBEIEIA Y ) vEHLEF
Fofifiiat 2 R T 272 01CNy 7Y — AR R T 2MHIAICH 2 539, THITIRTFEL
CHMEE TN LA R AR O Bine ZroCLE 5. cho oz R T 5
Ny T ) —DRAFD YRHEI N T W B RS, 7L 7 2 —L 73 X5 REfiEETIcIIR
FESTHRWEETH B.

IANF —BEXTEXTENE=ET= AL F—
A7V U V44,3 MJ/kg X 50 kg X 30 % = 664.5 M]
EXHENE : 1.08 MJ/kg x 500 kg X 90% = 486 M]
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Fig. 1-2 Energy that vehicle can hold.

Ny 7 ) I X ZEER KT 201, Hlfll xS oRRILSERkI NS,
TNy T ) —EHAR—= AR T 5 o Ao/ NME R HETH Y, Bl b —
ZNTO/NIEEE~OR Y AR 2B TH 5. HEEHEEHO/NIERIEAH Y ) v HO
EBREICD AR TH Y, HEFEEREHTCORMbL Y FTHB0) T 8,

BERE{LET o —>TH 3 BiEME 2 HAADE 7 F—wlﬁ-’?% U7 AL Tl i S
e 7 I=7afH8e CERP e & 2 fllatrbd, HLERGHC BT 2 HEPAL LRG3
BRI, MR HE TS .;inﬁmbﬁ&i£u7v~A%$74u
B2 M AW HILO D3, %E*ﬁ(@éailim%?@x L7 =LA VRICBEWTDH
NI REALE M ASEA SN CTE Y, WEOBPERMNITIC X 2 AR L 7 PO
Hzeft o), *wF%é%®%%k“)&8@$%ﬁ%%éh1mé

1. 3. HUHHAZBLEEOHE

EEEEE (T4 77 Ly vy AF V) UL, BER~8 ) 2 (ET 2 REOWETSTH Y,
(AR X Bl oD (Bl 2 N3 2 B RE 2 FF 0. iR EAT CHERIRE I TNl % 4 ¥ & 5l
DEA Y CHEZENAEL, ZORERZEZRINL RITIEX A YDORY v 7PFE L WEFEIC
DD B,

HEHEOABZBE I FICC OZFEEL LA H T =4 v FYBsL U4 F¥Fr L, %
NEXFFTE2T4 77 L vy vy b7 —AhbREKE N5, Fig 1-3 ICZBNEEE ORERL & B) )
BESAERT. WEE2 S OEEEIZY) v 7 FY2rbT 4 7 7L vy vy Ly — R iR
DY, ¥y Fr ez, EATHEZESEWE X, vty FYEmfiloy 4 F
Fradf L < [mlifig >, R ICHTT o KB % [ USE Chlis S & 5. A I minEd)d
2HERE =AY FYREML L 2RO A FFY 2 EA R 2 I CRizE Y, #hxn
FLL A HImET 2 2 EATE L. Shic X b fifGEST 2 henl Iy i [al#5 25 2 I L 722 28 &
EXEN % BE L, WA DLA4A Y2 R 2RI CHlEI S22 LA TE S, Fig 1-3 Ok
%ifﬁ~fy?7jk@£hé~%%&%@@%é COERECIIIm IR Z & 5 2T
WRWEARICII Y =4 v FY iR 3 HTESIO BN H 4 FF ¥ Dh % EE) X £
Liw%ﬁiéuk#@%&m Z DIE kA2 B D b & O BB % 50 i I IR 9
% LSD (Limited Slip Differential) %% f#7E 3 % 23, AW C—MRNICEBZEE Lk~ 25
Bz or—7vF 7 R %2R T.
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Fig. 1-3 Structure of differential gear (same color parts move together).

EEF Y ELFEL AR OBNGERIT I T4 77 Ly vy Ay —R1F, HEIEARHEZ
T 28 FoR CORICKB T BB ERTHTH L., T4 7 7Ly v X7 —Ri
ZDORE X LEMEY BRINT 2G> S, HkcEfEI N 2 A%\, L LiH
W e Rk cBES 2 C L IZEBE R L, REWMBOY v ¥ T4 770 v v v
T2 CTEIEL, AT 2 HEPRARHAINTE 2. Z otk KEMoEAT
FE L THKHHINTE 20X A L MfifETH Y, 2V ROYJFIMLCEE D F v i
D EEMRTREY%ET 5. 7 E M 2 ORI > TRAL PAZESL, 20
fRAN PEERGD Z L CABEREOERIIRE { L2 HMICH - 7.

L2 LiEFEo@me LCEELIcE k5 m v, SEicl~7z/NligaElo gk
WX DAV MFEREICOBDERRAR=ZABRKDbNDODOH 5. Fig. 1-4 IR TERICEBIZEE TR
BrELDV v IIXFYIE, ZO/NELER D O/IMRICT 2RERH L. —HFTELOKRER ML
VEIGET 52D =F v FYBIUOH L FFYRRELL, 2hzHETE2747 7L
vy AT = AL KRBT 5. WiE O A XEITE LR L M ICERTE 2 A= 2%
BRDI, BIRINICHN b ZFE L T IEERGE 28R £ 2 2175 R 2 RUBFAET 5.
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:l— The space becomes smaller

Ring gear /
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—

Increase due to higher torque

Fig. 1-4 Narrowing of bolt fastening space.

1. 4. BoEEICOW»T

PEERIT—ARICHT 29%LL o C Dfthic Si, Mn, P, S % & Fe-C 2484 Th 5. HhikIzAE:
S X D VARLIREES b AKEING &, C e AV X4 PE LTI LASEE WS IEHEICHE
CTHa A2 BT 2. Zoftuc, 5632 CHEEPICHtd 2L TtCO % COz L
mHI TR —Fk—NEEL I, FHERAG ORI XV BMICEHINSAE LY
T2, WO CREHEOECMEITH 212, SR RET 28551C1x NI RIBEESE R
THBIERELALNTEY 1Y), BEET Ni ZIEEMEZHOETESS IR
TR IO 1510 1D s U gk o IF G ET o ik 7 v B R, JEEEKZERIC X
ZENENING ELROBERH Y 18 19 KRGS~ OEEGEM & LE L 7 B R AR
RE L CHINMMEEREA B OB BIRTH 5. EEIZL —FEESED X O KA BB
DL X T B2, Ni RBEEMEE L — 9 EEEHAG D WS IR Z T h 7w

20) 21)

1. 5. L—¥EEICOWT

DO L L TR ABESCT — 7S BHEL TE 22, BEFL —FHEiioa
HARRBICHENL —FREDPRVERLTCE. L—FOFEREIL - X 2EEL —
FORIRELEAL INDEZ L% L, 2D 65 FFORETIZTERME LTRENTTH 3.
L2 LL —FRIROHGGRE T TEIADITS L Z0RMIFI 190 FE LTI A DIES. 1913
fEIC N. Bohr 228 L 72 JiFEIIC X o C, BT DEMHICK 2 A~<=7 FAFELFHHI L
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7222, ZRICKWIKEBRTDARZ P ARFH I L7223, A. Einstein (32 2205 1916 4E
DN & i 2> B FE R OB 2 R H L 722, Z o FFE R O FER L P. A. M. Dirac
IC XD 1927 FFichF LTI NG 2Y) S EETORINTITTHERGESR 2L, 27 F% 0 1954
4, C.H. Townes & iC X o CTH#]% T X —+% (MASER: Microwave Amplification by Stimulated
Emission of Radiation) 23FRX 41525, L2 L A —F IR E Lm0 L E T H
D, ZDOERIZA—F D GHz D FIREBE S EE & TN KL - BESER T, HEHE
i~ I 7w, 1958 FFICH K X X D WIKE~DER, [JeX =¥ %#FKL 20,
1960 4FiC 32\ ic T. H. Maiman i &k Y v — (Cr F— 7 AI203) ic X 2 7H&E i, v —
# (LASER: Light Amplification by Stimulated Emission of Radiation) DFHRICHIN2T) L
72. ZDtkiI He-Ne L —HF R EDH AL —FREAF SN2, 1964 FICiZ CO, L —H 38
535, COL—VIIHBHEERTHHEHINIILD2Y, L —FEEIIEER D N
mTigéinotz. LL COL—HFDPHE 10.6 um (ZIARIATOM BT R L € B 8
KrnL, MERoOBERE cRffl %233 %, & 5IC Fig.1-5 IR T X I L —PHoRIE T
MRS L & DI, FRCEEZ RIS R T 530, ZoWINEOEIC X Y Elko &
Wi B A ARt Ol Aoty 2 DJFRICH 2 5. MAT CO, L —HF L —LD
IR 2 HE L L, ZONFROEHICHEZDODDDORE I, ~Eo@ELEL
Tz,
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Fig. 1-5 Changes of absorptivity with temperature®?’ .



BERL —F IR —F X BRATICERL, HEEDO L —F %2 RIRL Tz 23, EERE
CHAT 2 ICH 7o CREHIMEBLETH 572, L LEKL —Fomghhfbicizy —
VIE O FREBENE S . L —PERE 0BT EITROZA L, BL v XARIC K 5 v — 4
BHOMTZEIZEZ LYY, L—FEEORENmHAEME R L —FRIRO EE R %H
BB HTTAN—NCL —FIE 2GR T7 7 A N — L, BGREICH L 2 0k
MED% X CTHEEZG 2 Z 2 Ic X o TEibicIG L T& 7=, L2 LiaEeUki%z H
e Lo smti/fticia 7 7 A N—oREF (AERT —Y v 7)) 32 2w, Fid
DIRBEMER K DN 2 o mB I EAEREO R E2 0B & 2, X 0 EEN RS EIhE
FRORIRGTELE LCTARIL—=FDDHDL. T4 A7 —=FFEwT 4 27 FicLzL
— P ORHZ e — b Y ZICEET S LT, JNCEHB TR EITS T 774 73
7= A TE 23, Chic XY EREDIBE X2 D ¥ £ TL — B~ WU IR
ERELTLT, ALy XREIRLALELE e e LI EHKT S
TERTE L3, JERIZEFENTFTY CO L —FBRE L EHINTE 22, BHER 7 74
NR—L—H, T4 R7L—FFNEFNE T RIRRIES 7 - RS hTw 3,

1. 6. HEHMHAZBREEORE

FEEGE IC BT 28k L RFMOBEE D b THAI N TE L% FED. Fig. 1-6
W3 X 57 FRERE) (Front engine Rear drive) FHOZEBIEE CIZY) v 7/F Xz 4 R4
FX¥Yy2BHAI N, o X5 e283E Cld 2B E O BN LIEMICEEZIT S (M
FEREtTH L0 o) BiE0i% v, oL BEBEROREINELY v /¥ YT 4771 v vy
AT —ZDEAFANCEE, HRICIERS 2 2 L CRASTEZERL, Ehzpidc en
TE23%, LaL1l. 18X, 28icibx7 X5 2BE5H B IIRERE Lice—Xx
— %A L, Wt UCHTICEIIEEEZIT Y. 20X 5 RisEA i, ZB2E T Fig. 1-
TWERTEI BNV ANFYEETLIVIIFYET 477 Vv Yy XY OHKING
£51chs, ok %, ZHEORERENCN LFATICHEELZTTY CAREHRITH 2 vwo) v
AT P ey, HEHEROBBEIGE TN S LTS ERIC T 2RI #Ee 2oTL ).
ke S ORERICRICE AR L LT L 1. 4HiTili~7 X 5 RILEEK R 02
BRNL T, BEER» DBHBEL T bHIns R ET 2.E80E L (KREINL) 23F%EL
3K, BAHRGCPEERREG 2 SOMETENLE L % 5.



Welding direction

Shrinkage direction

Shrinkage direction 1

Welding direction ———

1

Fig. 1-7 Parallel welding to the axis direction and shrinkage direction.
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1. 7. A0 HI

B HBH O N & R IC B L 7n 2 ik iEEE R O g, Ny T ) — o BT
@&&%?Eﬁb~ﬂw<@% ftB XNy T Y — AR — 2 DR D 72 0 DER /I
AR BECTH L L ZBRRTEL, HEPL 7L -2 MR ICB T2~ F~T ) 7t
EZNITHE D BEEEAN O IC OV TIHBEZ CMEINT WS 25, N7 —FL A4 V&
(=X W UL 555 mgowfi%®&mﬁiimﬁ< IHICEAHBERFAOGE Ly
R M E o TEBZEE ICITR LV MR AR TE R B2 e 8FE2bN5. ZOHE
%Mmﬁéiﬁkbijﬁ#%&7477VVV&W7~X%ﬁ%T%$%ﬁ%i%ﬂ
20, TA4TZ7T7L Ve —REHEREMELL 52 2 LA B TE 0@ I EARY
HEBERE, TR OBEED 01T Ni RIEEME L L —FRE2lAab bR %R
FEEIC AT L, BRICZ ORL-EEE 7 0 2 R IZRA OB 3% S FETE L, BRI R I
DI B .

AR CIIBLAHBHE~OEHAZTEHMNE Lz, ~V AAFY2HT 5 HEEHHEE%E
BICBWT, 7477 vyx s —x ($gk) &V v ¥y (REM) oBEEICOWTH
E%ﬁi4%:M%%%Mﬂktf?4%ﬁ%ﬁmt,v~%@%%ﬁota%@%%ﬁ
& Z OMFETHIIC O W CTIRE T 5. T MBI L AEBRICE O h 2 AESE o Rk
IO WCEEICHAA L, iﬁ%ﬂ-?ﬁ%Xﬁ:x‘i\acouxf%%%ﬁm

1. 8. KX DK
1$Tiﬁﬁﬁ%ﬁCﬁﬁé%ﬁﬁﬁﬁ@ﬁxéﬁﬁbﬂnﬁm;Om( VT X 7z,
2 B CIIARWIR DB ICIAN T 72 M ELEE &, 2E L MRl o PEtic oW CE L,
ZOBREEICOWTER T 5. 3ETIHEE Lf:ﬁ*ﬂr%ﬁ@/z ORI L, AR R
EL7t%, RO N EEM o LIEERROMERKRICOVWTHRET 5. 4 B CIRAERER
R on s EESEOMEZER L -2 2L, ZoftE2iHET 2L L bic, BREl-
BEE 702 2ICOWTEET 5. - REOBEEN» OF A 2010 L <iuhg iR
v, 2 OfE O B & ffe < oM TIRE 2SS 5. 5Tl v &k
L 2B®REICHIE L, 28BS X4 BE TR LN BEE YV Z 6 U 72 2R T
KX BEBIST v I 2L —v a vaeiTw», T L REEICH D2 5 AW TS5 L7z
HETFREE D EAZIEIC DWW CFHETT 2. 6 EaRfE L L, fiime L ORI O % 5l 5

5.
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Fig. 1-8 Flow chart of this dissertation.
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2. BBk ERFEM B X O NUEEET 4 Y oM EHEE

2. 1. ko

BB 22 B3 E & S8k L IREZMD DI T 2 1CH 720, BMIESESrEHE k2L
DEGIHETE 5. FHkiIXZOE CWiC X 2 BGEET oL s X ek &, BEVT
IC X 2RHEICH %%\ 57200, BIRBE IR 3EEICERNTH 2 23, ERABHERH
Digy bV 7 T R 2128 7z o TIEIHH Y 7R S 5REE « @RSk 2 L 72 5. Fig.2-11C
HATS cREVWABEAXHBHORAKET -2 M2 (hxafl) 36 37 38) o JEt
911 ERELLL EDEBEBIC»,»ZMERK V2 ZRT. KA - @i ffE o3l
ERA P2 28 3,420 Nm 125 XU, B HEBHE O AZBEEE I 2 ##1E 2 oI 2
LNDEMEEEET L L RET LW,

1755 _1755_ 17551755

Maximum torque on differential gear [Nm]

BYD compact
BYD compact
Nissan Kei car
Nissan Kei car

L L
N N
w w
=
E E
a A
—
m M

Nissan compact
Nissan compact
Nissan mid-size
Nissan compact

Mitsubishi Kei car
Mitsubishi Kei car

Fig. 2-1 Torque on final gear in some BEV in Japanese market.

TZTIZ7AFNFYEERICDD 5K V7 5 6 MEHT LB 7 BRI 2 5 2 101
SRS 5. ERADIBICLD DKV DTy D b &, MRHC K E LA S AW

Tmax 1L

Tm ax Tmax

Z, m(D*—d*/16D

2-1)
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TRIND. TTTZ,: MHTHEHRE (hZEMWIEHO & %2, = n(D* — d*)/16D, DIXHME,

dIZNE) TH 2. BIEEEIRICIZBEBOBRN 2 b ERE 2R T Tnw 572039, EREl%
ERL CAREMTRED TR T2 EET 025 £ 1mm ICRET 2 (2D & EiEE
BIEIC X B RE LRI X BISHET A RDO7-DFERE L 7). B 3 2

HEBRORED? LRE-TEZER 112 mm EEDH-E X, D=114, d=112L %355, R

(2-1) XVr,a0k

3420 x 1000
(mrx (114* — 112%))/(16 x 114)

~ 88.306 [MPa]

Tmax =

LEAMETE 2, I —RRBIC LD Y, A AMIE a3 (2 — 2) ORRTH]
RIS O \CHAHL T X 5,

Omax = V3 x Tmax (2-2)

—MIC HBEICH W L N B LEEKFS = 1.61ICx L, BEXHBEOKEELES b L2 B X OEHE
P27 % EEL T2 L =L KFS =32% M3 2 L, MENCHEDSEBRE T

Omax = V3 X Tmax X FS = V3 x 88.306 x 3.2 = 489 [MPa]

CHEDZZLHTES, ZCTHROLNZfEITIS L T THBFETH Y EEOMEFRIC
137 — AEMOEHETIR % E T L - BUBEMRT S b BT 5.

AR RO R S BHMENCIZH R & L Copgy = 489 MPal b % i & 4 2 MRl % 588 5E
THMERD 5. FIRIAE LIt BUE T 28k E L CTid FCD500 ° FCD600 %235 11 5
Wz, Fig.2-1 ¥ 7-HIEH FTchlchh, BaAEOL-O~—Y VI HETH
%, X o TARWIZE iR 2 #:8kpkHT FCD600-3 fHY o BRIk BEhsEsk & L 7-.

REFIEHE AT 25 CTH 2720, HERMOERZE ook %ZE < I
(X, BV TR IC X 2 RIEBEEFIHA HECH 2. Fiko & v 7 IStz 5 2% RS
NT-HI AR — X CTHERT 2 72010, REMIIBEANEDBE SN TEY, EMCTEEANE
BEoNs=v v a L MERHL .

NiBHETAYIAFHEEZZE L7255 2T, Ni Vv FhroRBMEER L LThiREhTn
%, JIS 23334 (= v F AR =y 7 AEBENME) ICER IS Ni6082 1St L 72 L,
TEE L 7.
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Fig. 2-2 IC##k L RBEWMDOF A4 2y F v 7 LIZMEEZ/RT. $58k13°— 7 4 it
7 =2 74 PICHENLERRES 2R3, AR T A X T A MRS R o 5. R X
WREANICI Vo —TherTvH 4 MR E o T2, BERLICX YV ED
CAVEZA PP LTCWE LT, v T V¥ A PR EERL TV,

View A (x1000) B (x1000)

Cast iron

Carbon steel

Fig. 2-2 Microstructure of cast iron and carbon steel.

2. 2. B ofLERK

FEERICMEA S 2 B o MBS 5 X VEHEfE % Table 2-1 189, #Hfkok#E (C) Is
L Z 3.6wt.%TH Y 745 (Si)2.4wt.% L TR AEHERETH 2. 5IIRMEE 600 MPa
BERT L7200 N—F 4 PEHBERKIZEICYH Y (Mn) &8 (Cu) <HlffiZh T3,
Cu i Mn tHETZLTH—T4 PERENLZEE40 P, Cu BERR(ILZIAET 2%
BIH24 Vo RVENETERAZ T ONTW S, Zoft, HOEZE S22 Y v (P)
12 HEoRIMEE HET 25 (S), AX (Sn) 1IAHie LTt 49 RIRMIE DI
FonTwa, REMILC: 027 wt.% T Mn & 27 a L (Cr) OEMENTEYBEANIED
BOOLNTWE I LhAbhs, ZDIErIc S B TFRMEFS2, I EEItE2ED % 7-
LOEATHY, Tl S, P, =y (Ni), Culdffipme LTS o FIREETH
5. 73 (AD) I2owTh, BBEOHMWTHRME NG 2 235 50, BN S X R
RRicE b7 3 (AIN) &7 2 2L CHADERELZ RITTO oICZ 2 TERAMPE L
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TERPHRITONTWS, ZofthF £ v (T) ZBEANEZLT X2 2 720FCH L v IR
BETFLNTVWE, NiBEE7AYiE=y 7 (Ni) TIR67%icxL 70 %Ll ETEEEIn
Tw3. Ni @lE2 Cr, Mn 53X U0=47 (Nb) BiFEME T w3, Cr i3ERREHHS O
AWICEBT S Ms ISR T L =54 M ERREDHEEKITLYT, Mn 56 b HHBDE
D= T A P REMERBS NS, Nb b5—F 4 FEREEGEDIRERT I8 28, B
HERBE XA =27 F 4 oL 12 X v kFfE ek omERn 23X W iffsh 3.

Table 2-1 Chemical content of base materials (wt.%).

Cast iron Carbon steel Ni wire
Min. Act. Max. Min. Act. Max. Min. Act. Max.
C 34 3.68 3.8 0.23 0.27 0.31 - 0.038 | 0.10
Al - - - - 0.02 0.05 -
Si 2.0 2.25 2.8 - 0.21 0.40 - 0.12 0.5
p - 0.03 0.05 - 0.013 | 0.025 - 0.003 | 0.02
S - 0.0042 | 0.02 | 0.020 | 0.030 | 0.040 - 0.001 | 0.015
Ti - - - - <0.01 | 0.01 - 0.35 0.7
Cr - - - 1.00 1.21 1.40 18.0 | 20.24 | 22.0
Mn 0.4 0.52 0.9 1.10 1.21 1.40 2.5 2.89 3.5
Fe (Balance) (Balance) - 1.34 3.0
Ni - - - - 0.09 0.30 67.0 | 72.52
Cu - 0.55 0.65 - 0.18 0.40 - 0.005 0.5
Nb - - - - - - 2.0 2.29 3.0
Sn - 0.017 | 0.05 - - - -
AT X FEAPE COBEBENEZ G5 2 72, EERICHAH L 2k o fthic [F—MEo Bl =

v MCOWTH MM EZMERL, %o 2R L 7. Fig.2-3 Ic##k8 vy F D&KILEEH
B25RT. Cwt%lissbnhydfi3.6 w.% THE L Twb. STIZTFIRFV B LTE
D, CaD ERZFY LR TELT L7274 b - X=F 4 FPROFEITONL TS D
A Z 5. Mn i3 RMHETCRELTBY, 277y ITHMBLEL THERINTWE L5 T
H5., FULLKEME vy FOFZILREEHRY Fig. 2-4 1087, C wt.%I13 0.01%DIETX
ELTEY, MTES L uERERMETcH 5. Crid Mn XY TIRAMELREINT
WERELLLITIIAREEZEE TS LI)ICHBEINTVIKRTH L. Ni EHET7A4ViE 1
Oy FDEERNELL, 20y FORELEBTERR, ZOEERIIIFFKICLELCH
DEMIZIEL AL e o2 -0 EIET 5.
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Fig. 2-3 Variation in element content of cast iron.
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Fig. 2-4 Variation in element content of carbon steel.
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2. 3. [EHRREE & H AR

EE AR IR & AR O IR 3AEE 7 o v 20 M s L N EEHICEECH 5. K
ICHRESE LS S LoBE T, MRS S Ice8 R RE KRR D, HEl-EEO 7'n v 2%
ML X+ 2. M0 R 7 2 MR - WHBNRE IC X0, ARl BRI
BIKL 725 2 EBEZ b5, KRS CIZABESE I AR L 72 AT 5 5k 5 i
L, CABDETZEC MO T WSSO, Kiff%eTld TG-DTA /¥ ORzZEE\E
BT 1T XD BEM o IERE 72 BEAEAR - BRI 2 oS5 2 b & L7k,

EFHAR - WAHBREREE D 43T I V72 2 2 v TG-DTA it % Fig. 2-5 ~ Fig. 2-7 IR
I [EARAR - ORI (2SR NI A 7 A Y-SRk oI <, R 2 & SRR~
BEHEFE DN EFT U, SRS CHEE D A& B 2 2 5 2 & A3HEMI < & 5. BEEIR I AT
FROMITIC X 3 LA T 2, #EFoEIh (GREIN) OV R BEL B eNELDL
N o5, BERIIFHICHRNcMEMRZEHEICT ) V¥R H 5. BRI
DA X 1E NIUEEET A Y -Fgk-RFMONHIC A 22 37.2 °C, 1174 °CH X 181259 °C
o7z,

Fig. 2-8 1C Fe-C —JUA FHMRAER 5 2) & 5347 C°FF b L7z EMHBRREE - WHHERE 2 7 o
v b L72b DEIRT. REMOWATSRE 131318 0 BAKR 2 R LG 2 RE iR Eicd
%, GRS 1 y EAR OS5 T 3 2 B L D IEWEEZTR L TW»523, S, S,
Mn, Cr, Ni & ERENMTREE S ED C L RR L %, ZhiERIFE OHEK
CHHEST L, BTl CREESHMICA—ZTFA L ORBAERRZEATH Y, BEHRE
FEEZIIE IR (1,153 °C) L RIFOREEZ R ITHR L ko7,

DTA #h#g2> o (ZEFHBERE - WHERE N OHER A R TE 5. $ifkTI 727°C
D AERERE TI0CHEDF 2 ) — SR TE 5. REMTII ALELEDIEDZ3 200D
SR TE 288, MITHERD7ZDICERESSY 7 P LTEYHBIRHEL W, ZD/9,
S ATERHEB I AAERELZTFHILT 3 20Xl Aliv 2 2 & & Lz MK
2O EEERE R IR T 2 FIRIIRA BITERHER I LT3 2853 59 54 Andrews O
LD RLLFIHENT VL7200 NEMFHL. Andrews ICX 5 & AVERES B XA
ERSIAESHE2r 6K (2-3) XY (2-4) TIHHETE 3.

Ac, = 723 — 10.7Mn — 16.9Ni + 29.1Si + 16.9Cr + 290As + 6.38W (°C) (2-3)
Ac; = 910 — 203+/C — 15.2Ni + 44.7Si + 104V + 31.5Mo + 13.1W (°C) (2—4)

T T, Acy i NEAEFD A1 EREIRE (a-Fe+ FesC — a-Fe+ y-Fe), Acs : MZEEFD A,

L% (a-Fe+ y-Fe — y-Fe) THY, tHEEHFROHMMIT wt% T2, X (2 -
3) X (2-4) ZHWT, AL CHOAKFEMOFBEIIUATO X S ICFHETE 3,
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ACi(carpon steen) = 723 — 10.7 X 1.21 — 16.9 X 0.09 + 29.1 x 0.21 + 16.9 X 1.21 = 735 °C
Acs(carpon steery = 910 — 203 X V0.27 — 15.2 X 0.09 + 44.7 x 0.21 ~ 813 °C

COfEREFRE L C Fig.2-6 ® DTA thit 2523 2 &, AyVZRER I DT 272 23 3IT5FHRE
D ONE T DTA HIFROZM S S HERTE 2. Lo TURFEMICENTD 770°CFHhED ¥ = V)
— RO L AR TE 72,

NiiEHE 7 A v ClE T2 Cr: 20.24 wt.%F X U Ni: 7252 wt.%TH 5 Z & 2> 5, Fig.
2-9 1289 Cr-Ni IR FHPRAEXIS 5) & R %2 AT o 72, EIAHBRREL 12, 13213 Cr-Ni $h&hi
EERLTWED, “J0%R TOHEA Ni: 30 ~ 47 wt.%f2fEo & 6“6%%%5 DY)
L, fiesR%ic X 0 L F CEMBRIBEESMET LT3 tEZ OS5, 37.2°CL )
WALAEREIR OB X b PG Hlo Cr &R &P D 7 Wl oR IR BRI fEfEE L, % ItRIC
X B BB T IC X > CHHTE 3.
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Fig. 2-5 TG-DTA analysis of cast iron.
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Fig. 2-6 TG-DTA analysis of carbon steel.
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Fig. 2-7 TG-DTA analysis of Ni alloy.
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Fig. 2-8 Fe-C Phase diagram and parameters of cast iron and carbon steel
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Fig. 2-9 Cr-Ni Phase diagram and parameter of Ni alloy.
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PAEIT X0 SEERIC v 2 A0R o BRI 35 X ORI 1B Y ICHlE T &, BUE%
2 2 L3 TELHWd 5. Table 2-2 ICAHI TR b 72 FERAEL O EAHHRIRL - WAHFR
WEZ L LD TORT. UEOYEEIE CHV 2 HRERI CCRoNBIEZEMN T 5.

Table 2-2 Solidus temperature and liquidus temperature of experimental materials.

Material solidus temp. liquidus temp.

Cast iron 1,154.6 °C 1,272.0 °C
Carbon steel 1,400.1 °C 1,526.0 °C

Ni alloy 1,345.5 °C 1,382.7 °C

2. 4. [EHEIREE T OYHEERE
(1) =R

BB D IREZ AL I BA O 3 A S BRI - IR ICRe B L, It 0 FRBIG ) Pl b
LR YIBRECH 5. ARWFSE CILIERL- 2> < $#R-BEE Y 4 7 v O 3R 3 X OBE T %2 (1B I
A, WmEKES 2B DRIE % 1T > 7.

EMHIKRE COHEE L 20°C o PR & LI X 2 B RIE DR R AR L,
FMAMRLE L TR L 72, Table 2-3 Iffifl 9~ 2 S2EaMRI 3 D, WP FFERIC X 2 B
HERSRZ RS, EEMME 3 CIE NIBE7 A YRR FEEE, R CREM, Hek
DAL 7> 7=,

Table 2-3 Density of base material at 20°C.

Material Density(g/cm?)
Carbon steel 7.80

Cast iron 7.15

Ni alloy 8.34

RICE RO LT X 2 BIZIRIRE D UIER R % Fig. 2-10 183, KEME X O
BT AIEERICH T 24— AT F A4 MUDBIE ©& T2T°CHhE CRR AR b e, K
FH T Al BRESICEWT, bee 205 fee ~DFEEEZR(LIC X 2 —FR R E 0%, X
DRZEVIZIREOZNZ R L7z, Tt fec E TR FRIBERES X VB ich o7z Lic X
D, FRFIRENC X 2EZR~DERRKE S ho/z 2 L BRRNT WS, BT fec FhE 23
FAELZERD?PD CHRAL, BIZREOZNPKEL o Tn559, CORADTET T
% &, 760~810°COHTiZ bee 2> fec ~DZEREIC L B E, CHAREL =2 LT X 2Hk
IERBEACDIER D B L 280 A, B TOMIRE LTI & o T 3,
HETE T #21%, C 23EE L 7= ffhE I X 2 SRR 0N o 03B, ZREERT & [F] U{HE
FARIAN, FERAICH 2 XD S REWIRIZREDOIEME 72 2. 860°CLAREIZ Ni A& D
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MZIRR 2 2, B 3 MO TRARDMRZIREZ R L 7.

Carbon steel Cast iron

Ni alloy

| L
1 s

Linear expansion coefficient(%)

~ \~
1 >
0
0 200 400 600 800 1000 1200 1400
Temperature(”C)

Fig. 2-10 Linear expansion coefficient of base materials

KBEMEHC BT 2 2R 1Z, RBOLRMEE, 0 F N AMRESZ NS EELD
N5, FHCAMIIELE R S 2 3.5mm BEOHUNMEBICE T 258 TH v, ko BfER
ZESTHITH 5 LOE L TR W BT 5. BZRICE W CESERZ RS LIRET 2
&, PR TR 200CIC B 1T 2 % EEp(20°C) (g/cm?) & iREKEF 3 2 IR o I E #f
Ray(T) () ZEH L, BEKRET 2%Ep(T) (g/cm®)iEX (2 -5) TRIFT LT
B

p(20°C)
(1 + a,(T)/100)?

p(T) = (2-5)

X (2-5) ZHWTEN L 2R8I ORE-RE 2 7 7 % Fig. 2-11 1R 3. FEME O
PCENIBETAYPROEFELTH Y, RCTREM, SFROMRL ko7, ZILOMH
e LCIIBZRE L RRTH Y, ERETEHET 3.
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Fig. 2-11 Density of 3 base materials at solid state

(2) H#

IBEARL O LUV, TAEERR, TR BV ETS & RS 0 BEE O ILIR ICEE YT H 5.
FRCEY 4 7 v 0 2R (X HAZ ot 218 %, Skl claF v o Bk &8 ERTEO
HHHMERZ I EE T, AR ORGEMBEECIX, £HORZR 28ILBUC X VB
R CERN D N —I1c e D, NI BEEY A Y2 5 0RESEO» I E 2 T
ey EZLND. HWBVIE X DSC (Differential Scanning Calorimeter) Tf7\y, FH1El
25 150mg FREE OB 2 Y) 0 L CHIE L 7z, FEuEEE 1L 10°C/min, HIEFHKIZ T V=
VHA (Ar) TH 3,

Fig. 2-12 icFEEpEL 3 Mo HBIIER R 2R3, Sk TiX 770°CHHED F 2 U —xlicm
BHLHLNIE—IHRELNE D, A BELICOWTEBETET, Fa)—Dr—7
KD N TWB RT3, 800°CUUED e —27IconTiEX—F 4 b—>FA—ZAT7F 4 M &
& (a-Fe+FesC — a-Fe+ y-Fe) 58XV 7274 b—>F—27F4 +ERE (a-Fe+ vy
-Fe— y-Fe) TH2°D. KFMWMTIX770°CTOF 2 ) —fHPHEEFICR SN, ZOfho
BREHFICOWTIBZETET, 1,200CE ClIfFEerin bERAER L7, Z ollifgo a3l
B R B OFFE S L IZIZE L TH L. Ni A& TRFEN A — 7 E LT R o T,
540°C%> & 640°CHIE TH T DHIETS & & b 1L 2 22 3 EE 3 2 AN 3 22 7 LR/ %2R
L7.
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Fig. 2-12 Specific heat capacity of base metals.

L—H#7 7 v yaikic XY HIE L ZZBJEREE % Table 2-4 1R 3, $A8RIZRFEM X 0 LR
PR EZ 7R 328, & i I A E G I oA 3 2 BRIRERER I X 2 BMEBCR DK T ¢ dh
559 ZNICXVEESMICIE XV RVHEIPICREIRICI S INSE T L THRALYSREZ ) 2T
WZ ERTRTE 2. F 7R R I B A A H P I BB DA 23 5 A%, BEA N D RS
B X VNS, EENET ZIEEHIC X o TIREONABEXER LD 3 2 L8 E 2
bz2b., INOLOHRIFI3IHEOMIHPIEIC X o CTEBRICHEZRT 2 L0 TE /2,

Table 2-4 Thermal diffusivity of base metals.

Temperature Thermal diffusivity (cm?/s)

(°C) Cast iron Carbon steel
20 - 0.090

25 0.078 -

400 0.068 -

500 - 0.065
800 0.053 -

1000 - 0.057

1050 0.049 -
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2. 5. WHIREECoYEEHIE

AR TE C D HAEEDE I, ARSIE O S RICHESHIEDHEL 5. Ll L —F
BETIEF—F—AZERT 220, BREl-7 070 X Z2EET 2 720113 R
ECIREE THECTE 22 L AEE LoD, D EoMiiss, ARz L CoHETE
ifﬁfﬁ@‘ﬁﬁfﬁﬁkh‘f‘l%ﬁ%ﬁyb FRICHEIRICED 2 T —2 E LCTHIESIND Z L I TH

. AR JE O il T OYPERIE (X, MIZETHERE TOWELS K, BUNENT, EE)
Tf®ﬂ§%7mh///7 L BHEFEMNFAFK I N THE D, AR T oy v v
ZHECHEIRT 2 720 I IE B & FlE & 2, 2 O E O IE AR L ETH B, T
HIE T 5 T DIk A IRl TFIEDBIIFE I LT 5 02) 63) 64) 65) 66) A3 L] |3 lE &
MBI L Cllfficd 2 2 &, il L 23 BloRE2/NE {, BERRIGEWIEPIRZ 155
Na3ze, EFOHFTELANICEE T2 2L 20, BERIES (ELF: Electrostatic
Levitation Furnace) (€ X 2 ¥BYPEHIE 2 8 L 72, BEIHEEF IC O Tl JAXA H)1I0F
REODDERMEH T E Tz,

Fig. 2-13 ICHfFE IR OBINg 2/~ 3. GURHIERSA 2mm, BRI 20mg RifeTH 5.
BB S E 2B a Emilicil L, LEMmEAOBEICHMT %2 & Tl 27 L3
5. aﬁﬂ IERTEI O EiR CIlE S 5 70, ﬁaﬁ?ﬁﬁﬂj XV IEOwmELZMRFT 5 2 L28T

. ilkBlo BN E R U, OBk SRR CiRiE Z AR T % 2 ki LEBROEEE
fﬁ'Jfﬁﬂﬁ"Z) o) I E BB E R o BE IREEL & R T2 © L CRMEIRT) &R O HIE IR
Bih MIT T 7%, 600Hz & 480Hz 2> & [E G IRENE A BT CTER L 7=,

High voltage
amplifier
ONNONNONNO
Sample Top electrode
Position
Laser PC
sensor

Bottom electrode

© O O

Fig. 2-13 Outline of electrostatic levitation.
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Fig. 2-14 ICHFEIFI %2 LoD 7z & 2o, R TMEMUIOKSRECE 27 . koL
il He-Ne L —¥Zotie L <, Akloge L TRINT 5. (#JIJ'_%EP X Zﬁﬂ@ﬁa‘aﬂﬁf*?
7518 DA E 7% ] fﬁﬂﬂ“%. At MEC 13 CO2 L =¥ 2 v, L —¥5ic X 3Bl o % H)
MBS 2701 3 T OERL TRAT 5. ARl L Z5RHIEEEL — oD vy
X OEFRZIZ LD 2208, 7V X LRI L EMERNIEICKE L2 2 72379, SEF O
53234 rz 4 L, SR OREERIEZT 5. HEOHEICIE CCD /1.2 7 Ok
B2 o BRI 21TV, FIREBHCOWE 2T 5. RImR k*&?&f@zﬁlﬁ I3 TR 2
FTAN U CHRE) & & 7= 5Bl o B A IR B & =R 2, RY v MY &0 7+ b T4 77 2 —
M7 IRE) 2 v 3 CRHAIL 7.

Light source laser
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Laser dumper
Rotation detector

Telephono camera

CCD camera ~
CCD camera .

Heat source laser

Heat source laser

Light source laser

Laser dumper

Rotation control coils x4

Sample

Side electrodes x4

Position sensor

Telephono camera'

Laser dumper L/
|:|‘7 Heat source laser

oscillation detector ¥

‘ \ Position sensor

Fig. 2-14 Outline of observation system.

(1) %k
EEp IAEV LEEm oKX (2-6) THIND. K CCD H X 7 DHiRD b F
WEEARl O 2 FHAl L, 2B 2. BiRcoFHiliciZAREE 2 > 0ROt E= e L
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25729, HFITIXEMNREZ AL, BiMEEcoficr 2175 . Bl EE IZERRICE T
KEECHIE L 722 v 7=,

(2-6)

©
[
NI

Fig. 2-15 iCh#f 3 D HENE OFIR 2R T, WRE 7T vy v v 7 ORE F, B
O DRI D38nH & 7o TH Y, EHRRELL T O E CHIEATE T3,
Ni &4, BRFM, HHROIECHEWEZRL, ko "Itk ZXRkEaEOMWECS 0970
& RIRRICIREE B5 & BRI i & 7 o 72, 22 NWAEERRANE L 724550 &, fB
LU 72 EREBHR TR L, 20X o BERfIE (2-7), (2-8) XU (2-9)
DERICERE S,

Density(kg/m3)

8.5

8.0
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Carbon steel

Cast iron ——Ni alloy

@ : Solidus temperature

® : Liquidus temperature

haraa FRAN - M.__H' STl
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1100 1200 1300 1400 1500 1600 1700

Temperature(°C)

Fig. 2-15 Density of base materials.

P(cast irony = —0.643T + 7649 [kg/m3] 2-7)
p(Carbonsteel) = —0.807T + 8209 [kg/m3] (2 - 8)
P(wiattoy) = —0.862T + 8701 [kg/m?] (2-9)
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Fig. 2-16 I AR ERE OIS, HORRIER OB X [ Ic 70 v b LCRT. B
e b BRI ORIC 2 CHARIE LMY 5 LR RICRiA . FIHIRIENS O
FEITHE i 2 S EMAREE 2 (2-10), (2—-11) BXUr(2-12)
TRE KRN B TEIEDL, BoNERD 5 7 7 2R L 7. RN 0% X
K (2-7), (2-8) BEE (2-9) TRLTV . BEHSHIIE L TSRO <o
S EmERAIE, BEEINNE, BEAZRLTEY, RE#E Ni &S clIiE g #Hko
BEERAE R R L 72, $E8EOBEEIE 1L RIA D fH - REIC X 23 0TH Y, —RRIICHIS
NTWBIHRTHBT) 72) 73),

Ni alloy

Cast iron

Carbon steel
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8.0 T

Density(g/cm3)
‘--U\.,-I']
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Fig. 2-16 Calculated density of base materials.

Pcast iron(T=900~1000) = —0.938T + 7656 [kg/m?] (2-10)
Pcarbon steel(T=1000~1200) = —0.470T + 7985 [kg/m3] (2-11)
PNi alloy(T=1000~1200) = —0.509T + 8433 [kg/m?] (2-12)

AR AR S ORI C OB E DR D b7z DT, ZNZ N D% F v CREE IS -
[EREZGIRT 2 2 23 TE 5. IEEMRI O BEE G - 2R3 2B R OB IG ) Tl Ik
WICEEAEEL 22, X (2—-13) 2HWCAM 3FEOBREIGEE S 25k, FHEL %
fESR % Table 2-5 1C/R 3. AR - BEHIFR EOBEERIE IZARO X 5 REAR T oLy v v
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HREL T2 Y, AWTFE T D FEHIEZ F v 7 BEEINE - ORFIIRER T — X TH 5.
BRI R Z N L, SIZADMEEIS 25, AGRIOBEEINER 22 Lz Bl Y, AT 2
fRe& LTII5BRICN KD 2 L HiERIC 5.

(pSohdus pthddus)

S(%) = x 100 (2-13)

Psolidus

Table 2-5 Solidification shrinkage percentage of base materials.

Material Psolidus PLiquidus S

Cast iron 6.572 g/cm® | 6.831 g/cm? -3.79%
Carbon steel 7.327 g/cm® | 6.977 g/cm?® 5.01%

Ni alloy 7.748 g/cm® | 7.508 g/cm?® 3.19%

(2) ik

BEPOBBEEII~ 7 v I e F —F— VI XD ETEICX Y L Ens ™ 7
S, WS B ORMmIE I, BB ORI OB AR - Y32 -0 ICEHE AR L
5. AW CHME L 7 FrElEE <L, AR L T Rl 2 R X &2 2 LT, REK
FIORMBENZMEST 2 LHRTE S,

Rayleigh Ic X2 & n XIREIE—FD L %, BEHEAFEEw, I3 (2-14) TRI N7
o), kI Z MTEMBOBEEFIENIC X Y n=2 0% — F CIRE) - IR X &, WHEIRENZ 5113 %,
=20k E, R (2-14) BRAEEy2ETR (2—15) 0BT 3. RV IEH
HEFUFECERIIL, BEpbAiEH TR 7-EZ T 5.

W =n(n—1)(n+2)— (2 - 14)
PTo
3pV
=2 2-1
Y 321 ) ( 5)

Fig. 2-17 I< $58k, R FEH, Ni &8 0 KR J18IE O R 2R 3, % 1E 1,350~1,600°C,
12 1,200~1,450°C, Ni &4t 1,300~1,500°CO i Tl ERE LB O, Wb IE
DRERTFEZ R L7214, AOBRICEZL 2HAAH Y, ChFHKA L /NBEICLY 7—2 7

ﬁ'J(me{izflia LTHEINT LR T, (KRMAICIZEE FF e HicEIRET 2 L

CX Y, REEDIMPREL ) DECECREEF L LS IR TofAmERT S 2, &
MCIIMETGE L 0 R MEESED 720, MPREBORIMIRNI~BITT 2K EZ R L T
W3, BERBMTE THRIZZOF TMPREOEXMIEN L LGB eRT LB fEEI NS
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25, ZICR U LD IR ARICE T 2 REKR) ORI XTI, 5Bl o HIEHFH T
HIWT S HE Lo,

O Carbon steel © Cast iron 0O Ni alloy

1900

#: Solidus temp.

1800 - ®: Liquidus temp. " m o

1700

1600

1500

Surface tension(mN/m)

1400 0/

1300

1000 1100 1200 1300 1400 1500 1600 1700

Temperature(°C)

Fig. 2-17 Surface tension of 3 base materials.

(3) Mg

BRSO L, BHEP O K RBIREBNTT 210H 7o TRUCEE R X7 A —X T
H5. FRCARFEOM R BMEEIC X 2 B TIREMEID 2> IR 2 E R o SV I TERY
L, FRCNIBEET A4 YO CHPREINFNICOR-E T 20K & 2T 3.

FERVRIEIE CIIIFIAR L C v 2R 2 IREh & = /- 1%, Z oRERMZEHIIT 2 LT
WEZMET 22 R TE S, n XIREIT— FD L & O OER M, 13X (2-16)
TRINZ TP, HIHE L [FARIC TEMOBEFIEIC L Y n=2 THIRZ &, MHRKE T 2> 5 DI
HEMAHNT 5. n=2 0 &, R (2—-16) IMEn2ER IR (2-17) icEHci,
HREVIZHTE L [ CFE il s 5., BEpd FkIcEEFAOMEEMEHT 5.

2
PTo

= - D@n+ D (2-16)

TTL
2

p3’3V 1
== [— — 2—-17
1 5.4 Ty ( )
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Fig. 2-18 ic#k#k, KM, NiAeOREHIE DR Z RS, KFEMIZ 1,350~1,600°C,
8k 1,200~1,450°C, Ni A4:13 1,300~1,500°CO&ipil ¢ % W F NI TR EZE LR, W
NHimE EF LTI L Cns, AR Ty v v 7 ORHE L, BRI T OfEICDWWT
DUETECTH Y, 200°0CU LOXBITEMDOKE WHEEAEIE X7z, 1/2~1/4 158 D%
fLicb b 5T, 7Lv=U 27 vy CR? =08 EoJEH IR SO N, 2h%
No7L=y 27wy % Fig.2-19 <R L, ERAERX (2-18), (2-19), LV

(2—-20) icns. ERA»265 (2-21), (2—-22), (2—23) oRicEH#L -
b DIF Fig. 2-18 KD /R LT 5, BERM L 702 3 METIIERM T NI 482 DK
<, AKIRMIClEEESk o i AR VEZ R L 7z, SHERITEREFGRES 23t 2 #F & Heik L TR C
& 28, AKIRA < OO FR L #ER T & 5. SR ORE O T AR E D EE R L
TWw3,

O Carbon steel © Cast iron 0O Ni alloy

25 \
20
)
DCE 15
=
2 10
O
§ L]
- @ : Solidus temperature

5 | @ : Liquidustemperature

— I Arrhenius fitting ——

0 ] ]
1000 1100 1200 1300 1400 1500 1600 1700

Temperature(°C)

Fig. 2-18 Viscosity of dummy weld metals at liquid state.
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® : Liquidus temperature _|
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Fig. 2-19 Arrhenius plot of viscosity for 3 base materials.

4374
InNcast iron = —0.577 + — (R% = 0.873)

7814
InNcarbon steet = —2.817 + T (R? = 0.9342)

lnT]Ni alloy = —-5.330+

10378
(R? = 0.9658)

4374
Ncast iron = €XP (—0-577 + T)

7814
Ncarbon steel = €XP (—2.817 + T)

10378
MINi alloy = €XP (—5.330 + )
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2. 6. FEMIREL & fiE X

(1) 5I5RIEEE

MBI OB A FHlIT 2 1CH 72 0, EHEHEZIEEST 2 2 L BBEARIRTH 5. AEE
DRI L, BERICED X 5L 7zl 2 OB SR IC#E L 7=kl cd 2
DEB T 2EREAEREO DO TH S, F2HROBEEZR - IHFIC X o CTE L 2RSS
CHF L, BGEEED R CAMEI T I3 % DA IR T 2B 2 AR TR E O B IS I
WICHBE R RITT . FRICEM OB RS RO, ¥ v 7K e v o RS IS IR 135
LT, 22 CARIIZE T3 2 858k & IREHIC OV T, BERERTOREE, Fric KR
ICOWTIHHLE, M TRICIRIKENIRE T > 72 b DITOWT, REIREHE 2 &R % 1)
WL, BliRAERZ1T 572, Fig. 2-20 iChIiRABCfEA L 2888 oK%/~ 3. ikl
JIS Z2241:2022 (@M EISIRAERL) 1CER S 2 14A SilBaF icxn 3 5. BRI 4
v A b w8 5982 TReiBREE 2 fEH L, 93RS Sum/s TO1s HICEZY v 7Y v 7
T 5.

Fig. 2-20 Drawing of tensile test specimen.

Fig. 2-21 {858k n3, Fig. 2-22 <M n3 0 AIRRERIC 55 5 AW - OEE %7
& ANFRIG 1 BT ORI IC 351 2 WRITRT 2 il CHRBT L, b O SR O 28 o L
TV g, HIRGEIC & b2 ZH I O F A3 21D A3 70 I 3R E I L T 5 72
LT3, OFREFRID UL 25, BUNF CRlB R fkGE L 7. BhEk, I L b AR
SR SN, WIS X OBREHR oI5 - ORI AR L 7o, SRR IEIRASS
HETHITLTE Y, <=5 4 NHOBERS L < RO, KR I 7 S5 o
T OHRE & T L 35 X OBV IC X 2 SR o R4 B
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Fig. 2-21 Stress-Stroke diagram of cast iron.
1245 1211
1209 j
0.0 0.5 1.0 1.5 2.0 2.5 3.0

Stroke (mm)

Fig. 2-22 Stress-Stroke diagram of carbon steel.
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Table 2-6 IC Z N Z 2 3 [HIfT 5 72 5 IRARBR DAE R 2> 51572 0.2%I0 7] © 002, BIRBE : o
B, TEWIRMHON: e, Y v 7% E 2RT, $58kIE T X C OB C5IREE RIS 0 5=600MPa
B L, FHTop=662MPa &7 o7z, e i3 6.7%0 5 7.4% & HTDIER D % 28,
SREERE € =3% % T LT\ 5. BEMFEEOKZELE LCix, Z OFIRME
bLERERT SR —DDHL L D, AWML TR 0 5=1222MPa, ff1f ¢ (3P
BT11.8%L ), HEISMCHEL ZEME - SCAMOMETH 3.

Table 2-6 Result of tensile test for base materials.

Material nl n2 n3 Ave.
os(MPa) 671 652 661 662
) 002(MPa) 395 390 392 392
Cast iron

e (%) 6.7 7.4 6.7 6.9
E(GPa) 162 152 162 159
o g(MPa) 1209 1245 1211 1222
002(MPa) 796 817 796 803

Carbon steel
e (%) 13.1 11.1 11.3 11.8
E(GPa) 191 199 199 196

(2)

Fig. 2-23 ICHBROW S ME 2T 2RO A+ 77 2% R T, ERIRESNEEZHE L
7RIFELCEWfEEZRL I00HV A ToHd A o2 —7T, &= 4 FEZHEL 72
BE 13 400Hy 2 A2, $HFrE O S L O ENEE ICA LN S, KM ok
TzTAPEARN=FA IO RIZTAXTAMBCTHY, ZOWI DN B LE KT
L. R A 2 AR REBEGEEI IS ChontEtkr 2mT s L Tv T v 4 ML,
F2BFVT T4 P EECE LML EZRZ TARESE X ON DS, FRICRESE L OR
I CEHIR B AL L e 2 A B0 Y 2L T 7 74 P 2SELY P&, Mtk gt
T2 THINEAEL S, ERREMEEMET T 2HROBEI N80,

Fig. 2-24 \[CRFMOWE X IE Z{To RO 2 b 77 %R, BEREHICE LT
FRIRE T HRE L T ) BN TR X WL L 23503 A o ey, F L WELIOR
SFTHED T S NIMECH % 23, kL ~IVFTHE & <, BT ORI A 7 ik
ENZIHL R T 2, FHEEIEGZERT & L TR 28 & D X 5 Al & R 3 o EiHi
DHRA v PeD, FRiwrT VA PEEHNRERIC L) NiBET A Yo Lol
LTz CHB3A—RATF A PHICEEL CIREAZIFT T, 8lko~vr7vy¥4 Mk
D EEE R L 2R TR B B, CHIZEHY A 2 A A ERES LT O (5
BREHRIE) ITKIF LT LT 2 2 &b PRSI NS, nbdhidkl RERICABERE L offRIcD
W3, 4T, BEROBEROWMIMEIZ4. 2. 4HiTT).
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Fig. 2-24 Histogram of carbon steel’s hardness.
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Fig. 2-23 Histogram of cast iron’s hardness.
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2. 7. B OMEFREIC O W T oS

L— IR M L 728k & R SRR I N B AFIEE IC oW, FRICESHBE
EH I N2 5AEF R L OMROEE LTV, ZhZhoMERpEZ Mo CRE L2, &
W72 <l FCD600-3 Y4 O BRIREEAHESR A A L, 74 7 —MIciZ JISZ3334 (= v 7r v ¢
V= ZF VAN ICEFRI 2 Ni6082 IS E L 7= % i 3 2. ¥ 7 &SI th
HEWBTAMEICH D, GuBEANEL CAERRKDONE 720, v~V v 7 Ll
ML, BEEROBNRHORIKIE 2 RE L7 b D& MiHT 5.

5IBRIEAE (2R R8T 1,200MPa %2 2 DICHf L, $58kik 660MPa it TH v, kit L
BRI 2 E BT AMER D B L WO THER L 72, AT SOOI IR 2
DIREL FE2EER 1 ooHEL RS,

HP IR e TV X T A MRS TR, WX I N—=F 4 F>7 274 F>EIRoJE
IE, BRI T A IR IC M T MR B B 23, IR ORHic Bz o Tk 2. 3HiTH
Do T2 i D EEE M MKW Z L ICERT 25 C %Mkl o 22 K 3 2 Ma sk o 4 s R
Avbesd, NiEE7 A Vi3 cRbliEsEm L, BEIEO ANV F —%% CIRIN
TH BT NG, BEMZIIRSERVGEIEZRL, BESES O CH, Ni ofifins
I 5. REMIIR D BERSE O, BEFA 7V ORYNCER L, BATDA
WIEEEL RS TRIZITHS., HELBEERLINTEI2 LT VT4 F2d AyVERERS
EHEZIZETA 7 MCE 5 E NS L TEOREOBEANEL % R 3 20 23 O 5+
AVt end, RBEERICTE 2BEESEOMIFEIC OV TII4TECHLIHAES X
UOEEZIT.
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3. kL KR O L — YIS EE R

3. 1. BEEBROME

Fig. 3-1 I L —#AEEROMEZ /RS, L—FIZE L2 B0 iBg L, Ni AR
TAXYEEEH AR 0 A5 EOMECERT 5. v — 1 F A RAICIIERAS A% 20 L/min
THERAL, AR O 2 — 2% W59 5. EETIEEBEMEARERL, L - B X
UNiEH7 A Y REE SN Tw 5, ABREEEREERICE T 5 L — ¥ OETHE Tl
B, Kidd o, L-¥RIRICIE L. SEICHRALT A A7 L —FZFEMAL T 5 by 7H
TruDisk 6001 ZfEH L, ¢0.4mm OH7 7 4 N—T{akT 5. L —%~v FiF[ELHE D70

Laser
1

)
= / Focus (¢ 0.4 mm)

Carbon steel
r | -

Part rotation direction

3.5mm

Fig. 3-1 Schematic diagram of the welding experiment.

3. 2. BESEMC X 2EINIIE LA IR o IE L

MElOEEEZFHEiT 2 1CH72 0, T RENEZEL R WEHFCAELZIT O LELD 5.
FRICRREN AR BRI 2 DB H R ICHIN 3B 3 5 72 0, IAEER O FINAERE 721
TIAESEZRECTE T, 722 OB RIABIXEEER OB IS %, EHEFPICHY 2 A72,
AR L EE L C i kFEORICK S 8D, RiffFIcEs T 5 [BHERZICE N
AU ] 13 IS Z3118: 2022 GEEER o LBk BT %) 5%, [EER 72
FEfElR2E L T AT ) B REERE L W CEINLHE L] 2L 2&MFL L, B
tFOEEZIT o 7=,

FTFRTAABORBIR L KELAIET 27201, S L UNIBE YA Y 2T,
WHHREE 1.5 m/min 3 X O 3.0 m/min TiEHEE 1T o 7. Fig. 3-2 1< Z OERITH OTZAK %2
T, DL L REMICIEIEDS 207228 1.5 m/min DM TIREBESET oL cRH
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BHRONZ, TNIET74T7—TA4A YRR & TREAERBESIED, BEEIGHE % T
L ENnFIcE U zEmREln GREEN) LHET 2. 3.0m/min DEMATIR 2 FoEEsH
BT X BESEE S 2, BENFEES /NS o/ EREINE LU b o z—RK
EEZbNS. 22T L5 m/min @ Ni 587 4 Y2V RWEFRFNEZAE T Twian
25, WUNEIIRGRER D K5 R 2 b IS B I BHE it 2 4 U, BRI SFHERA T & 72 o T
W57, T RSE L LTI L TR nZ aibh o7 GElIZ 4. 3HiCHHT ).

(a): Cast iron

(b): HAZ on cast iron side
(c): Weld metal

(d): HAZ on carbon steel side

(e): Carbon steel

1.5 m/min 3.0 m/min

Fig. 3-2 Cross section of welded joint without filler wire.

FREDOHIFRA S 3.0m/min DEAFTIINIAEREY 4 Y 2RI L 72 & 2 ICEHEERKZERT
ZORNPINCHENL 7270, BEEEZEK S L, 1.0 m/min 3 XU 1.5 m/min D 2 &
FCcite 2T o7z, NiiaE:Y A ¥ OkiaE A 1% 2.6 m/min TH 5. Fig. 3-3 IR OE
RUBTIIZR 2R3, I d EmEHE 2 @R L, FrCEEEE 1.5 m/min, NiE#E7 A ¥
KA 2.6 m/min OGEMFETIRL —FARERA Ol WBERIIER /B o Tn 2, AEaEE
1.0 m/min, Ni &7 4 ViEEE 2.6 m/min O5MTI1E, RERER OBS HEERE <
FENERONGE» o7 d 00, 72 FEHOFRE CHINEZ AL L Tz, BEEEICITE
NRR LN ozt b e, BB cENEZELCHE Z R s, ZoFhidKEEIn

GEnElh) LHWT2. cnETo4EBoh TR KCRESELS 2D, Mhiaic
J1aTE 2 ILEE KR O % BN 2 T 72 2 & T, IREEKE DG T~ D i
IVENZELZbDLEZOLND. BIEMAICIIBETT20E N EZAE L TV SERICH
250, THITHESE LI CHRIICARIES K & »wZ & TlligEo g —%24 L, VF
FHROMTFEEL T2 ERREREHEETE 5. LLEOHERD L N1EHEY 4 YikiaEE
2.6 m/min ® & %, JREEHEE 1.0 m/min TIHEARAZ, AEEHHE 1.5 m/min TIZIZEY] 7%
ANBVETH 2L HL%E 2T, TNETNOHI % BEFEMICE(L X 2 TR IR B E
IS 7 REE 2 AT o 72,
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(a): Cast iron

(b): HAZ on cast iron side
(c): Weld metal

(d): HAZ on carbon steel side

(e): Carbon steel

1.0 m/min 1.5 m/min

Fig. 3-3 Cross section of welded joint with filler wire fed by 2.6 m/min.

Table 3-1 ICFNEFNDOEREZELEE/2L 2D 72 BFEILINOENERE (Hnd oIz
X)) &, ARIEIEIC B T 2 EWEAET - 3SR IARE (REA T : A) oFEks
BERT. STTRLZENA Y OEFZTXTERENTH 0, IBEEEE %1, (m/min),

EHEE 2V, (m/min) & L7z & FiC
Vi = —2.676V}, + 5.908 m/min
HcHnEE L2 (R?=0981). —fFcHlARE (Rt LfiloA) &
V; = 0.624V,* — 3.260V;, + 6.433 m/min

FRICHKAEL (R?2=0988). HmBRFAHTONAS mBBEARIAETHY, BLITHL
Ni BT A Y B4R T 5 2 & CIEBMTEER O EEicMAazE w3 (fl : Fig. 3-4).
Z DFER D b IEBGERE 1.5 m/min, Ni &7 4 Y& 8E 2.6 m/min 138 & BEARED
FIEPRICE L TE Y, FAEECBTRIEO02 B EETE 3, n "X MEDH B4
HHEEZD. hpint HRRKZEOEROEIIAEEE 2.2 m/min DE&EMF2RD Z O
FE2S K Z S, IREEHEANE 703 2 TNIBHET 4 Y OEMIR TR D 7 4 Y BB B AR
EERY, BELEBRPITA D27,
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Table 3-1 Welding condition and quality of cross section shape.

Welding speed (m/min)
1.0 1.1 1.2 1.3 1.4 1.5 1.6 1.7 1.8 1.9 2.0
3.8 AN - - - - - - - - - -
3.6 O AN - - - - - - - - -
= 3.4 O O AN - - - - - - - -
E |32 x| O|O]|A - - - - - - -
\E’ 3.0 - X O O AN AN - - - - -
28| - | - | xj]O|lO O || - |- |- -/|-
@ | 26 | X X X O]l O | OO | A | A A A
T | 24| - - - x O] O] 0| O] 0| A|A
k= 2.2 - - - - X O O O O O O
=l20] - [ -] -]-]-]x]olo]o|o]|o
1.8 - - - - - X O] O] O | O} A
1.6 - - - - - - X AN AN A A
O: OK, A:NOK (Shallow depth or thin joint area), *:NOK (Cracked)
Welding speed 1.8 m/min 2.0 m/min
Feeding speed 1.6 m/min 1.6 m/min

Shape of

welded area

»l
»

Thinner than base metal

Fig. 3-4 Example of thin joint area.
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Fig. 3-5 ICENEINOEF) 2R L & IC B T 2 AT E 2R3, B3 EE Ml 5
MR L, REE THREL TWwvgs, Ml X2y H LT 2. BT L%
M HAZ <H b, BRIRES & Bl L 2% ICHER T & 5. IR E AR S X
OFE~Z BB 28 L, BRIEER 2 5 KRB RNOENEINTH 5 2 L A HERETE 5.

Fig. 3-5 Fracture surface of delayed crack.

RICHEER L 72852 ok L <, VAT IC 3\ e 3.2 mm O <€ 0.2 mm v v
F OWE X AAIE 21T o 72, WERI & L CIEESHREE 1.5 m/min, NiEEEY 4 VikaEeE 2.6
m/min ICEF B MDA 77—~y ¥ 7% Fig. 3-6 ICnT. 7 B[RS CEEIEHIE
L7zfER AT L2 BRIIKRFTIT Y. 17—~y v v 2 h L iskilRM, 8k HAZ,
B RIER, IRFEMA HAZ, REME O S HBEIC 20T 2, i X 1385l HAZ
Db, R CREMM HAZ, REFEWMEM, BESEN, HHROMOIEL ko7, 7x
BEEEERIM & BRI HAZ IS L 7 7 7 4 MiC X 0 RO 7 KA S S & /8 L T
W5, Al HAZ 13 HEE)E & ORI TR d mWIEE Z/R L, &K T 1000 Hy ¥2 - AEREE
EFRLTWS, COMEHRTRLT 774 bhtoliffierv a4 reAabhd, KEMEE
MCix HAZ & OB H 23 350 Hy FREE & 72 0, EEERT X VIRV 2R L7z, it A%
AU TOERRFFICE o TeALT VI A B T7 T4 b XA v i 4 MTofREIncd
DTH5D.
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X
0.0/02]04(06]|08[1.0[1.2|1.4[16[1.8]20[22]|24]26[28]3.0][3.2
0.0 539 557
0.2 576 Hv
0.4 542 576
0.6 620 545 557 554 572
0.8 579 560 539 563 569 800
1.0 620 548 545 572 566 700
12 642 554 566 569
1.4 563 557 557
Y |16 638 548 557 576
1.8 560 592 576
2.0 569 576
2.2 560 563
2.4 665 563 576
2.6 569 572
2.8 542 572
3.0 548 572
3.2 569 579
«—Cast iron Weld metal Carbon steel—

Fig. 3-6 Hardness distribution on cross section of welded joint.

Fig. 3-7 ICHIE L 7288 X 340 5> 5, Ni 7 4 Vikf®E A 2.6 m/min © & 2 OEMH I L Ofiff
I ENFEL 7277 7 BT, eBHHIO HAZ 126 T 2 BRIRESAE 2 & L 72 sl
PRAFL T 3. [fifllo HAZ CABEREDZH 22 & E D ICHHI L TEH Y, 2mic L3
< T VYA MEAEERIC BT 5. FRC Rl HAZ < I3E 6% E 1.5 m/min DA B2
SR X ST B I o TH Y, 22 CCT M Eo LR GHEEcHE EELZLN
5. ZOHBEHEEIEL R ICONTIRABEIAFH L TV ERICAZ 20131 A v &
A PORAHTH L EHEMT Z., —MRIVNICREBICL LT 774 PR B O B E: CHE
HWE Nz, BOTHRGGHEECREEA V2L OB TObRETTE~LT VI 4
MEasHfE 3. —)5 CIAEEEEE 1.2 m/min T CO R X R IZERE A — 27 F 4
FTHBEEZLN, INRFBHAPCEERO~LT v A PRI X D BERE A (KT
SR 2AEEMED D 5. FAHMIC 1,000 Hy 282 2 AR LN DIIFFERRLT 774 Mk
SEMELZDDTH 5. ISR CIHIFEEHE 1.5 m/min ZE0ICHE X 2380 Lige T
Wb, CHIENUEEY A Y ORMESHNNTHEDP LT 2 EBBELTWw3EE 25
N2, ZOEEEHEE 1.5 m/min X Y EWHEEC Ni @faf] (%8, Fig. 3-19 (a) X Y Ni:
12 wt%ll k) Th v, Ni EE7 4 vimosRizcnd EEohitndoEzon s,
T XY HCFEE CIRAEEE S H 221 Lo THEXIZ ERL, Ni w74 Yo
ETEROVEE T CRICHEWEAZR S N, RKH S VAR 1.7 m/min LA OHHE
WTET 2RI DERATEDE AV 24 PRI TER VI EDMARE I TN TS D
D LHERF .
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HAZ on cast iron side Weld metal HAZ on carbon steel side

1000 femrmrmmembormemne e ede e 11707, J S SRR SRR NS S

Hardness (Hv)

Hardness (Hv)

200

1.0 1.2 14 1.6 18 2.0 1.0 1.2 14 1.6 18 2.0 1.0 1.2 14 1.6 1.8 2.0

Welding speed (m/min) Welding speed (m/min) Welding speed (m/min)

Fig. 3-7 Hardness change of each phase by welding speed (feeding speed 2.6 m/min).

O: Average hardness, /\: Maximum hardness, [J: Minimum hardness.

KiC, [FRED FECAEHEE % 1.5 m/min ICHEE L, NiAEET 4 VikiGlE 2 2 X ¢
7= & F o x 2% Fig. 3-8 1o/nd. Wifllo HAZ TlE, L2 TRHE2BNIAERT 4 ¥
DIXAGEEDE 72213 (SEBELS 2 5138) BIA LR L Tw3, ThiTERE
B WAR OmHAE C b, R ICAEROMAEEEZ ER IS T30 TH
2. $EEkA HAZ TR 53 2 5453 1.8 m/min 3T COREEEK T 13 Fig. 3-7 & [FkE, 7
=27 FA P ORETE AOoN G, WESEHTIENIBET A ¥ DXRGEI A L T
LI X DD 5 o 7245, IEHATHEFE 2.6 m/min LU T DFEILC, Ni 587 4 v ikia & 13 Fig.
3-7T CHI R LIED 2B XV D=, WmALERE I X VAR O 2>  #RIC X - TR
FAERWEEZ R > T3 LHEHITX 5. EAHEE 2.8 m/min TIAETRE L2 S THIIC T
THX AL TWAEAS RS 72729, 2.6 m/min LU T OFEB DK & SO S HIEE ©
BER L BRI D 2 C R E DR AE LIRD T3 &2 b5, LULEZHIAOEMRY I
L 2RSS b, AEHEE 1.5 m/min, EF5HE 2.6 m/min 13 Ni #5387 4 Y DR 2 5%
Wi no0, 60X ICL e "R MEDOEWIEESETH B LE X, AL CRICfH
3 2885tk LCTRAL 7.
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HAZ on cast iron side Weld metal

HAZ on carbon steel side

1200 , 1200 . . . . 1200

10001 e N— 1000 e JITI T SR S
800 B 800 } fomanna- 800 |-
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Fig. 3-8 Hardness change of each phase by feeding speed (welding speed fixed at 1.5
m/min).

O: Average hardness, /\: Maximum hardness, [J: Minimum hardness.
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Fig. 3-9 Appearance during welding.
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Fig. 3-10 Appearance of weld bead.
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Fig. 3-11 Picture taken by infrared camera.
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Fig. 3-12 Cooling rate of molten pool.
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Fig. 3-13 Cross section of welded joint.
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Fig. 3-14 Microstructure of each phase.
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Fig. 3-15 Microstructure of base metal and weld metal interface.
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ERT S, 2. 3fiTbhozLHiC, NiEEY A YIZEES X RS2 S, ol
EHHD, BRI NIBEY A YA INZ L 2 ICAESRBIIZoBEEDN, K
WICKZ S HEL G522 2 LIS NS,

51



Cast iron side Center of weld seam Carbon steel side
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Fig. 3-16 SEM image of microstructure 85’ .
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R ERIEOESY) 22513 X VEHFICE T LTS, Fe XU C 13 Ni FliEOR I
el L <L <0, it B 6 T E CHERS 2 Nildb 30 THh 5 2 LA 2 5.
MRICE T 20 TCIMERC ZRCZR CE CroEFENRS V. THIENIIIKCLE A —R
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Fig. 3-17 Segregation of elements throughout the weld metal.

T WAG: 2001 _HY: 20KV WD; 150 mm

Fig. 3-18 Element distribution of weld metal at middle8 > .
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Fig. 3-19 Element content
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of weld metal.

a: inside the dendrite, b: at the grain boundary.
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Fig. 3-20 Fracture surface of solidification cracking.
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Fig. 3-21 IPF map and comparison of grain size by EBSD.
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Fig. 3-22 Positional relationship between wire and weld seam.
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Fig. 3-23 Definition of weld bead inner diameter “a”.
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Fig. 3-24 Changes in the cross-sectional shape of weld metal by wire shift.
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Fig. 3-25 The relationship between x and a.
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(D : Wire added into the molten pool

(2) : Solidified upper of carbon steel side
(3 : Cast iron side is melted largely by Marangoni convection
@

: Solidified immediately after Laser passed

(5 : Solidified cast iron side at the last

(D : Wire added into the molten pool

: Carbon steel side is melted largely by Marangoni convection
: Solidified upper of carbon steel side immediately

@ : Solidified after Laser passed

(5) : Solidified cast iron side at the last
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Fig. 3-26 Generation mechanism of biased melt cross-sectional shape.
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Fig. 3-27 Hardness distribution at Experimental conditions.
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Fig. 3-28 Hardness of each phase.
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Fig. 3-29 Time dependence of diffusible hydrogen.
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FEE Ni s T A Y EAEE & oBfR2 b % DG B O FEEIC O W T ER L 72, A
%, S HAZ CRERRESEL DO 7 = 74 b S~ T v ¥ A4 PICE{LLTEY, +£—2
774 P OFLEIC X Y Ni DILED MR T & 2. KRR T o MiEIE 5 L OTR T cl,
Ni BT 4 YT X 2 BRI O R PR E g o &2k, T CRA LM & — v
ICDOWTHIEETE 7.

Ni BV 4 ¥ O E RO 2WTIE, 74 Y 2SR EMENC R 2 & Amsim IR L 85k
b, FEEENCHR 2 & 2 OO . fROALE & WK IZAERIR IC B 0, RORDH 4
DR %R0, BRI~ DIR.CIX 7 4 V23RN0 D2 5 2 LICHIR <, BRI
~DORODIIILENTR S NS, COBR» L b EE SRS, ~ 7 v 3 =3 R0t ME
Z5.

PEELM KR O A CIIAEREH BT AT L, % 0%iEe0 17 2 Hi 23R T
& 7278, BHICH) 0.5 weppm FREEDKEA R L CTLE L, 2D b 72 Kk T
HIKFK L Z I I JEIRREIRTER AR REICIIE > TR WAHEED R S /=,
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4. BEEIEOFRE & MRT O REE R

4. 1. FREFEL BT A0 8E

BERIE LN EESBEIIZIEF I W, FIECHRE L ZBRESFMFICIVBEONS
BB B Bl D WTIHAR ~HE (F 3R 1 CIE 2mm A2 L, T il K OV M i Ol Imm B2 CTH b,
¥ BRI, RFHIMZ N ENOEEN & TICAES BT O 22U Y T o LK
TH 5. MR TERIR ZEESTmICH 2 FHUNMC 2L L Tk ) =X aiatEeE il o
ERZHEL 225 OMTIIAAIREL Vo TE L X A\, RUFFE Tl U intze Bl
DEIIME I X OB % ST 5~ 2 72 o0 1T inie st & IS BT AR 2 © B-REM o iR Rl
ZEMREL, W2 EE L 2682 FR L 7.

EERTR O N HHM 2 R E IR L TABEL 72 D ol & AR WH & L, AR
ZHET 5L 4395 mm? TH o7, TOFT, BHEATOFLIZIR X DML w2 gl
UTo32THh5.

R D AR 70 D Wi R : 0.386 mm?
TBREHTIC A7 o 728y oW+ 0.804 mm?
S D A e o0 D Wi i : 0.160 mm?

AW CERA L 728556 <, HHEE 1.5 m/min 12X L C ¢ lmm @ Ni g7 4 ¥ %
2.6 m/min TEFFGL T35, Z D7D ICHERBIH TIX 2.6/1.5X0.52X 7 =1.361mm? O Ni
BETAXYBBRAIN TV 23T Th5. il 3 ooWmED AT NI g7 4 Y oA
ICEDHEINL 21337428, FOMEIE 1.350 mm2 TH B, TDI LD LIRERDOKIEIC K
KT IWATTHELEFEZOND., ERAZRPEI o772 LTH, MiM2LHFLL
BRI %720, SHIFZERIC X 2RI D 0 LKE L, AR EcodElEasr» o
BElER A FTE L 7.

AR DFEIR O =R OB & Z e L7z & &, WiE o Rl % HE 3 2% &

PR D 7R R : 1.814 mm?
F3& 38 Sl D 3 I A : 0.855 mm?

LB, CHbOED O RN Lo B OB G 2 BT 2 L Pk 4510, HEFEM -
21.3%, NiBET7 4 ¥ 33.6%L 7%, nk3. 3. ficbhdr o7z X 5IC, BEHEIHBIRZIKIZ
Ni BT 4 ¥ OVHGIIEIC X o TEILT 3. % -T2 O EREY, kA AR < 7R
L7Bse LT, $5fke REMOEIARS L\ o (358 : 33.2%, M 33.2%), #igk:
RO A 2 7= b D (358 21.3%, FIEH : 45.1%) DA% b 2 ERBEL 7.
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FEEFIEIC X 0 EE L RS ES O % Table 4-1 12/83d. Ni B8 7 4 ¥ % 5
filicy 7 b LA %2 K& VAR L 72 b D% Dummy weld metal A, L —# & [F]—ft_EICid
L7 3d D% Dummy weld metal B, ##filic> 7 F LIREHHIZ KEZCEMLZD D%
Dummy weld metal C &3 5,

Table 4-1 Cross-sectional shape of welded metal and calculated material composition.

Dummy weld metal Dummy weld metal Dummy weld metal
A B C

=

-

g 8

S :

IS

7

°© =

° =

SRS

L g

S,

g 2

Q 7]

=

Material Composition (wt.%)
C 1.73 1.32 0.92
Al - 0.01 0.01
Si 1.10 0.86 0.61

0.02 0.02 0.01

S 0.01 0.01 0.01
Ti 0.12 0.12 0.12
Cr 7.06 7.20 7.35
Mn 1.46 1.55 1.63
Fe (Balance) (Balance) (Balance)
Ni 24.39 24.40 24.41
Cu 0.29 0.24 0.20
Nb 0.77 0.77 0.77
Sn 0.01 0.01 0.00
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Fig. 4-1 IZ8E L 72 Dummy weld metal A~ C O 4 v =y bMEAERT. BEL 2680
Table 4-2 ISR I 3 HTEIC K D HERR 2 TR L 72

Fig. 4-1 Ingot of dummy weld metals
Left: A, Center: B, Right: C.

Table 4-2 Method of elemental analysis.

Elements Method
Inductively Coupled Plasma Atomic Emission Spectroscopy
Si, Mn, P, Cu, Nb, Ti, Sn
(ICP-AES)
C, S Infrared absorption method after combustion
Cr Titration method
Al Atomic Absorption Spectrometry (AAS)

BT OfEE L HEfE & ©7EF % Tabled-3 ICRT. 3 RCOEELTHIZHERY ©
A E2 2 L TE 7, B oFEICHV 2N C oS oY)y B L, ST %2
L7,
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Table 4-3 Actual material composition of dummy weld metals.

Composition (wt.%)
Material Dummy weld metal Dummy weld metal Dummy weld metal
A B C
Act. Diff. Act. Diff. Act. Diff.
C 1.74 +0.01 1.34 +0.02 0.92 +0
Al 0.004 +0 0.012 +0.005 0.012 +0.003
Si 1.09 -0.01 0.82 -0.04 0.58 -0.03
0.017 +0 0.016 +0.001 0.007 -0.006
S 0.007 -0.002 0.007 -0.005 0.008 -0.007
Ti 0.11 -0.01 0.13 +0.01 0.13 +0.01
Cr 7.34 +0.28 7.51 +0.31 7.69 +0.34
Mn 1.50 +0.04 1.58 +0.03 1.67 +0.04
Cu 0.29 +0 0.24 +0 0.19 -0.01
Nb 0.80 +0.03 0.80 +0.03 0.80 +0.03
Sn 0.012 +0.004 0.011 +0.005 <0.001 -

PR O EIC I FHFE DY 4 7 v Tld A {, D THEEROZAGB YA 7 v 2 BB L
T2B YA N5 32080235 5. BWEL 268%8 10mm oK T L, 1,150°C
FCTMEALKS T2 LT, WEROSMEHEL YA 7 V25 L 7.

YA 2V e NG5 LRGSR FA XAy F v 7 LG E% Fig. 4-2 TR
RE LT NIICX A —RATF A P HiART 2, ChDENIC X VMG CHR %z 2 gL
R 5%, Dummyweld metal Tl3EERI ZE L L7z, 3. 3fichoNnzLd fiﬂﬁﬁﬁﬁ?j
VEIAMHBER S ZLIITE RV, A=A T F A PRFUCE T B IR ERITOHERD
% %. Dummy weld metal A (C: 1.74%) Tl &\ C%2 5 % O T2 HBICiER cE 5. &
D4, 2. 4AHEITHNE X 5B e EE R Y Z o BB CHIE S vz, Dummy
weld metal B (C: 1.34%) T C% D& T I NEHTE AT 234 LU, 18 X HIE T & T o &
ZHIET 52 L3 TE Do 72, Dummy weld metal C (C: 0.92%) TiZ & & ICHRHT i FIT 2395k
YL, A—RTFA PHIEE L2 XS IR 22 d H 5. RFERITOREH > E
(Dummy weld metal A 25 C D) WEWiEMEd Rons=7-9, X o LR & TR
W& FT i Cric X DERIRIL L 7288l 7 e A v 2 4 F B3FEL T B EEx2LNS. BHEA
WCHHRIC R 2 2 B L O WHERIEZELTH Y, FIREEORICIZHB o R & 7t 5 FHp3
BaIns.
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View A (X1000) B (x1000)

Dummy weld metal
A (C: 1.74 %)

Dummy weld metal
B (C: 1.34 %)

Dummy weld metal

C (C: 0.92 %)

Fig. 4-2 Microstructure of dummy weld metals.

4. 2. BEEEOMEFRE
4. 2. 1. FEAHFRREE & EAHRRR L

ER L AdicovwTrnzn 2, 3. ik [ UFE CEMBNRE & BHERNRE %2 25T L
7. 357 TG-DTA M % Fig. 4-3 ~ Fig. 4-5 10754, TG M3 54 h 438 L <, Weld
metal A ~ C DFRTT 1%LUNDIA %2R L, FRCEHRRE L ECEE & 2 &5 O KR
HICHRDOIERCEANRLZ o T B EE X LN,

3 Dummy weld metal @ 72751358k & RARI O FERAIEIAIC X 2 CIREOZ{LT
B 5. B OFER, BEHBERE & WAHBRE X C%23% I MK T 3 2 Hm2 A o, Fe-
C ZICR FHEPRAER & it (Fig. 4-6) L CTd, FEMHMNRE & RAHFRE 0 MEm X B 5
£ Z CoDHIhc X 2D LT 2.
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Fig. 4-3 TG-DTA analysis of dummy weld metal A (C: 1.74%).
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Fig. 4-4 TG-DTA analysis of dummy weld metal B.
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Fig. 4-5 TG-DTA analysis of dummy weld metal C (C: 0.92 %).

Time (sec)

0 5000 10000 15000 20000 25000 30000
60
A
Dk 40
N e \
/X N S
[ 1/ N | N . 3
A LT :
W/ A=
i A ——
—/ -60
Temperature TG ——DTA

Z Z € Dummy weld metal B Z#] & ICHITE L 7= 72 & ISR 23557 T Z T nas,

kB L G o N7 D TR 2> SR - BAHBRRE D BAR 2 S HEH 21T - 72,

Jablonka ic X % &, y-Fe @ C% & HHSREDBIRITR (4 —1) THINZ8Y),

22T CRFEWLI), T guiaus -

1525 — Tyiguiaus 11284 X 1073(T jiguians — 1525)° .

56.0198

56.0198

(4—-1)

y -Fe OWtHfRECC)TtH 5. K (4 -1) #HV

T Dummy weld metal A (C: 0.92 wt.%) & C (C: 1.74 wt.%) D5 & DT iqus T it H I 5 &

1.74 =

! —_ ! 2
_ 1525 = Tjiquiqus(4) 11284 X 10 3(T" liquiaus (A) — 1525)

56.0198

56.0

T tiquiaus(A) = 1470.055 °C

198

lJ — ’ 2
_ 1525 = Tijguiaus(€)  1.1284 X 10 (T liquiaus (€) — 1525)

56.0198

56.0

T’liquidus(c) ~ 1413.496 °C

198

L7%%. T2 TCT quiaus & R X B Tyquiqus PD7EZFE S 2 L, T X Dummy weld
metal A: 61.496, C:60.455 TH 275, B OEH % FHEMHE 60.976 TitH T 5 &
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’ _ ’ 2
L34 1525 — Tjiquiaus(B)  1.1284 X 10 3(T" 1iquiaus(B) — 1525)
U 56.0198 56.0198
T’liquidus(B) ~ 1442.197 °C
Tyiquiaus(B) = 1442.197 — 60.976 = 1381.221 °C

CEMETE 3. 2ok ¥, Dummy weld metal B @ B ILFREI 134 145°C L 72 5.
—75C Dummy weld metal A & C O BEREIAEREIED 150.2 °CL 151 ‘CTH B T &b,
ZolgE CwDBREME T

Tsolid—liquid ~ —0.976C + 151.898 °C (4 - 2)

ETMTE D, 2T CTTopg-tiquia - FIMEIEFREEOIE(CC), C: R#FEE(wt.%) TH 5. 3 (4
— 2) 5 Dummy weld metal B (C: 1.34 wt.%) O B A iEIK 2 515 3 % &

Tsotia-tiquia (Pummy weld metal B) ~ —0.976 X 1.34 + 151.898 = 150.590 °C
& 72 % USRI A D EHBRR L T qyi0us (Dummy weld metal B) > b {AHBRRE 2 5153 5 &

Tliquidus (Dummy weld metal B) = Tsotiaus + Tsolid—liquid

~ 1258.6 + 150.590 = 1386.490 °C

BfEoiLsd.

Bohz2Ex KT 5 &KX (4 — 1) 2H 07256 X ER I FHEE 2 Dummy weld metal
BolZicfho 2L 0 /NS5, 720 (4 —1) [FHifli% Fe-C Ztko L %
OfEcH 5. A (4-2) FEUMES SEHCCEHRELATHICH Y, BRI S K
FHFRIREL D Co DI - 7z gy 2 #EFf ¢ % 2. LA LD K25 Dummy weld metal B
WA XX (4 —2) WX 2 PRMEZ M L, Tiguigus(Dummy weld metal B) =
1,386.5°C& ¥ 5.
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C:092wt% (C) C:134wt%(B) C:1.74wt% (A)

1600

1538

Peritectic
1500 F r'd

Liquidus temp. Lioui i Liquid o
: : Liquidus temp. i Liquidus
: temp.

[ 1352 °C

1400 Liquid+ y -Fe : B 1386.5°C

1394 &
1300 g Solidus temp.

; 1258.6 “C werevrerrenens 5 :
1200 | 1201.8 °Crevrererrennn ,

i Solidus temp.

C)

1100 |

1000 |

Temperature (°

912
300 F

y -Fe+Fe,C

800

--f---------f--------% ----- 738 °C
: : i L 727 °C

0.0 0.2 0.4 0.6 0.8 1.0 1.2 1.4 1.6 1.8 2.0
C (wt.%)

Fig. 4-6 Fe-C Phase diagram and parameters of dummy weld metal A to C.

AT, Table 4-4 ICAKHi TS b N7z, BESEZER L 7- 68O EMEMBRE - WAHRRE
ZFE o ORT. FHEICK VSN2 Dummy weld metal B OAHMREE T FENEZ & L
T3 28, LAEOYIHMEIE cHW 2 BRI ZCofRo - 8izfEH T 5.

Table 4-4 Solidus temperature and liquidus temperature of dummy weld metals.

Material solidus temp. liquidus temp.
A (C: 1.74 wt.%) 1,201.8 °C 1,352.0 °C
B (C: 1.34 wt.%) 1,235.9 °C (1,386.5 °C)
C (C: 0.92 wt.%) 1,258.6 °C 1,409.6 °C

4. 2. 2. [BEFHKRRECOYEENIE
(1) %

BERR 2 B L 7264 (Dummy weld metal) iICB5WWC, 2. 4. fi&[[UFECBEMR
RECOEHEHEZAT > 7. Table 4-5 TP EIEIC X 2 HEHEDH R %/ R3. B-C-AD
NEIC K Z s, B2 ITH o e d o 72, EBIERICE o A-Cltrd o7 =
T7A L DWAEERET DL, BEIL CODB I - TS 5 LNl TE 2720, ZOH
D ChDZAITFHEZACITE 2 KIEX X ) TH S,
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Table 4-5 Density of dummy weld metal at 20°C.

Material Density(g/cm?)
Dummy weld metal A (C: 1.74wt.%) 7.84
Dummy weld metal B (C: 1.34wt.%) 7.89
Dummy weld metal C (C: 0.92wt.%) 7.85

ZIZ Dummy weld metal A ~ C Off LT X 2 figRGE O HIERE R % Fig. 4-7 1,
2. AL FCFECHBLAZZEERE S 7 7% Fig. 4-8 1083, 266 b KE A4
IR SN, A BRESfHATIE 2. 4 Hio#EkofciiX7ZRFEDIRAIC X 5572
BT 2IcA LIS, Dummy weld metal (34— 274 b HuTH O, ERES o2l
EERNCEET 27 2 74 P28 fee ~EREL, ZZWWRITL T3 C DR AICK > THE
[ZERELMRT 52 LT, FIDAVICX VIRV & e 2 X FEAET 2. BREHIZR TH A4 —
ATFAMITH L L BEDLT, BPRFOLE b IZLALR LN, ZOHIEDL L
b, WREMKTTF 3 %5 Dummy weld metal A~ C D% X, Z OFMKELOFEI TRz e AL
BrH5 2B ei3brb.

—A(C:1.74%) —=———B(C:1.34%) —=——C(C:0.92%)

2 7///

Linear expansion coefficient(%)

0 200 400 600 800 1000 1200 1400

Temperature (°C)

Fig. 4-7 Linear expansion coefficient of Dummy weld metals
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——A(C:1.74%) ——B(C:1.34%) ——C(C:0.92%)

8.5

8.0

Density(g/cm?)
o

0 200 400 600 800 1000 1200 1400

Temperature (°C)

Fig.4-8 Density of 3 dummy weld metals at solid state

(2) H#

Dummy weld metal ®HEICOWTSH 2. 4HiE [ UCFETHEZITo 2. HEMRZ
Fig. 4-9 IC/R 3. Dummy weld metal D HEACTIIRM ORFD X 5 B RBRHICHG 2 v — 7 %
MLTELT, BESI7 FOLMA L IZIEF CIREFCETOETEZRL, ChD% WA
ICHE AT TW S, TG-DTA 347 Tld & O EFI T TG #2322 L 2w £ £ DTA
MCRIABR SN, RFRICHFET 21XV 24 PARLA—RTF 4 PITELL T2 EkT
TH5LHBTE 2, ZOWMEIHIC Aem $RBHET 2 L E 2 DL DD, ik FHEREEX
DEFLIFTCUE DB TH Y, NiZ Y OEEDITCHRIC X 2 EM R AR FE 2 5.
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——A(C:1.74%) ——B(C:1.34%) ——C(C:0.92%)
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1.5
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0.5 | enm—m———— /

0.0

Specific heat capacity(J/g

0 200 400 600 800 1000 1200 1400
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Fig. 4-9 Specific heat capacity of dummy weld metals

4. 2. 3. WAHREETOYEMENE

(1) %

WAIRFEIC B 1 2 WMEEIIE o WTd 2. 5HIEFA L FETENENIT - 72, BEHE
% Fig. 4-10 (R ¥. FEHRED L & LFEBRIC 3 oM THEESIZIZL AL RONT,
HTOMHEWMDPZRTOARTH 572, ZNEFNR=09 LU LokiEacX (4 -3), (4
—4), (4—-5) ORI TEBPITE 3.

EFPRAEDRE DT L [FIFIC 7 vy b L72d D% Fig. 4-11 1R 7. B & & L[EkRIC
BEFHIRAE 1< 351 2 WIE im0 O BEERE £ cidxX (4 -6), (4—-7), (4-8) D
BEXEICE T L TEE L T3, lifEIZiz e A YRN8, EHRER
B L AR EERs 2 vz uc, EFEBRREE - AR LM R o B3R & 131 F U fiE %
& 5. kFHD C:0.27%72> 5> Dummy weld metal A © C: 1.74% £ TTIF & A LEEE %R
Tn—77T, $ED C:3.7% TR IR WE R Z R Tk T2 b, BEITHEMARESAR
TRALSHEEREBICX > TENLTWR T ERbA %, THICX ) IAETS X Ok e A
HE RO R TIERIRESR oMo AR 2 2 L CHEEMIA (=IUF) 5 2 L2
HURcE %, 2. 5HiOREED O CIIEEIRE 2R 3238, BROREHFELC IO
BIEAE Z 2 AJHEMEDS B D, HEE 7 o e 2o BBICHTER %2 XV EM L¢3 DL
EzibiLs.
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——A(C:1.74%) ——B(C:1.34%) ——C(C:0.92%)

8.5 i i i
@ : Solidus temperature
® : Liquidus temperature
8.0
)
g
B
= 7.5
E
a ~
7.0 = o
—
6.5
1000 1100 1200 1300 1400 1500 1600 1700
Temperature(°C)
Fig. 4-10 Density of dummy weld metals.
—A(C:1.74%) ——B(C:1.34%) ——C(C:0.92%)
8.5
8.0
=
b
= 75 \ez-.\
T \
O W\
I\
7.0
6.5

0 200 400 600 800

1000 1200 1400 1600 1800

Temperature(°C)

Fig. 4-11 Calculated density of dummy weld metals.
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pa = —0.767T + 8079 [kg/m?] (4—3)

ps = —0.753T + 8069 [kg/m?] 4-4)
pe = —0.584T + 7829 [kg/m?] (4-5)
Pa(T=1000~1200) = —0.582T + 8053 [kg/m?] (4-06)
PB(T=1000~1200) = —0.603T + 8116 [kg/m?] 4-7)
Pc(r=1000~1200) = —0.624T + 8081 [kg/m?] (4-8)

Dummy weld metal 3 ffIC2 T & EHFRRE & WHBRE COBEER KD bhizD T,
REAF &R U BEEINAER S 23k 5. GHE L 72655 % Tabled-6 IR d. EELH L BF
OCRRFMEFCTH D, 4%EOFEINGEFE Z/RT. ZORE LY RKRME BEeE Tl
BEEINAE, PEkD HEEIZIRZ R L, 2> DRDE D#FEEIC 31T 2 M 2 IR 3% 2 5 1,
PRSI CIREIC ) b, FEF AR ZRRILICE 2N S Z L el T 5.

Table 4-6 Solidification shrinkage percentage of dummy weld metals.

Material Psolidus PLiquidus S
Dummy weld metal A (C: 1.74%) 7.353 g/cm? 7.041 g/cm? 4.42 %
Dummy weld metal B (C: 1.34%) 7.370 g/cm? 7.026 g/cm? 4.90 %
Dummy weld metal C (C: 0.92%) 7.295 g/cm? 7.005 g/cm? 4.13 %

(2) KRS

KERAICOWTH 2, 5HiEFEUCFETHEL 2. ZDHiR% Fig. 4-121 :,?a“ 5
T & 72 HIPIE 2@ A T, BRI AT 8855 < [ AH B LA o 4y
Dummy weld metal C ® =i CHIENRTE, AL BIC2WTh 2‘)?‘75”&{@@%75}
CWAMET 5 & & HICKMRNIEL L RBA R IRICHZ 5. B0 & X I3RS

B DAKIRMI CIEDREMKE 2R LT b LS 8k 1-25fER8 C© & 7223, Dummy weld

metal TITHIEREE CREICEFERET O@PTH Y, UEOMBIREE L 72 2 B O REKAF~m
FTHRL T BT A o7z, Z DI C ORI B O Ni iz 7 4 v O fiE
EEERIL THE D, Ni OMEE{LshEME %2 5.
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OA(C:1.74%) 0B(C:1.34%) o0C(C:0.92%)
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1400
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1000 1100 1200 1300 1400 1500 1600 1700

Temperature(°C)

Fig. 4-12 Surface tension measurement result for 3 dummy weld metals.

(3) Mg

RICE LK 2. 5HOFETHE L 2REEHIE Of R % Fig. 4-13 1IR3, & 2 TOHEM
Xt Fig. 4-14 07 v =27 oy b offalX (4-9), (4-10), (4—-11) %
X (4-12), (4—-13), (4—14) c&HLZDDTH%. Dummyweldmetal B D
K@ EERT Y, N oM EMREFET 2 L ERERETIE RV LT 2.
SF ) C%D7, NiAEHEY A Y OAEIC X > CHIEESE O II2(Le 3, BRIMEHE
R OZALCHEEE A /1 = X L DZAIZ T R TEEEC e R (LD RIC L o THEL B T e 2b
5. FEMELE T 2 LIAESEIE NUIBEY 4 Y L IR UM 2R L, $58k L R
I LTERSETH Y, DDV BH Y 50 b NiAHET A Y2 &R ITELRIESR
THEHE T TECVEI—HTHELEEZLND.
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In Viscosity(mPa * s)

OA(C:1.74%) 0OB(C:1.34%) o0C(C:0.92)
25 ; ;
@ : Solidus temperature
20 ® : Liquidus temperature
— I Arrhenius fitting
w
[21
a 15
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2
210
3]
2
=
5
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O 1

1000 1100 1200 1300

1400 1500 1600 1700

Temperature(°C)

Fig. 4-13 Viscosity of dummy weld metals at liquid state.
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Fig. 4-14 Arrhenius plot of viscosity for 3 Dummy weld metals.

78



7245

lnnA=—3.516+T (4-9)
5618

Innp = ~1.886 + —— (4 —10)
8962

Innc = ~4.915 +—— (4 —11)
7245

N4 = exp (—3.516+T) (4-12)
5618

Ng = exp (—1.886 + T) (4—-13)

8962) (4—14)

= —4.915 + ——
Ne exp( 915 + T

4. 2. 4. HEWOEREL L fEX
(1) BlIIRMmEE

R A L - AL 05 RME 2 3T 5 2 &, BMEADBOIME (SR OiRELL
bz d) RERT LN TEL, BUELAZAE2 5% 3 HF O5RRBEEITV, Z0
B Ic O W CHHE L 7.

MEEH 134, 1. BICEBRLEX I ICEIALL L, EAN oW 2% < 72> 7-. Fig.4-
15 ~Fig. 4-17 I 2 L Z N DS -Z2ifR M %2 R 3. BERIN T OMMTHITEMR R L, sk T
DML AR TSZF IR T, RN TR L 725155 #1IC 351> T, Dummy weld metal A ~
C CHIRmE =R IR T, BB 600MPa LA EZ/RL 7=, 5I5REE O <I3#Eek
DIEERIMELA E (600MPa) LA E& 72 Y, AREEMECoORBMEES ORI EAFZ 2, MU
R & LT Chp et uRigic BRI L, #IREOmE TId Cw23 7% (5Ni i
T A X BGHHMNCY 7 b 2, REMREKE QAR ) HAEMICEDbNS. KR
TR L N7ZEIRIEE % Table4-7 1% & ®, RBAZICH XA H OO E &0 72 K
% Fig. 4-18 1289, 4. 1. HiCOBRMEREIE 2 LE M (F—R2T7F 4 Mk
27274 F) DD EERIRE A VA4 FOEEETICXVHUEBRILLTHL EFEZL
na.

79



Stress (MPa)

Stress (MPa)

600

500

400

300

200

100

600

500

400

300

200

100

/\ 641
/526
/
391
/
0.0 0.5 1.0 1.5 2.0
Stroke (mm)
Fig. 4-15 Stress Stroke diagram of Dummy weld metal A
Black: n1, Red: n2, Blue: n3 (n2 and n3 break outside the gauge).
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Fig. 4-16 Stress Stroke diagram of Dummy weld metal B

Black: n1, Red: n2, Blue: n3 (n2 breaks outside the gauge).

80



600

500

400 ‘¢

¢
/!
300 ¢

Stress (MPa)

§
/
200 N

L/
100 ;

0.0 0.5

1.0

Stroke (mm)

1.5

Fig. 4-17 Stress Stroke diagram of Dummy weld metal C

Black: n1, Red: n2, Blue: n3 (n2 and n3 break outside the gauge).

Table 4-7 Tensile strength of Dummy weld metals.

2.0

Tensile strength (MPa)
Material
nl (black) n2 (red) n3 (blue)
Dummy weld metal A (C: 1.74%) 641 (391) (526)
Dummy weld metal B (C: 1.34%) 608 (628) 640
Dummy weld metal C (C: 0.92%) 646 (627) (634)
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Fig. 4-18 Tensile strength and elongation comparison of dummy weld metals.

(2) mx

Fig. 4-19 I Dummy weld metal A ~ C D~ A4 7 n & v i — XS HIERERZ RS, 55K
B & [FRR, Co% DAt ) IRBRITOEELTIC L VEEI 2K T LCTWw%. 200 ~ 400
Hv O X I 3ECITo BB T 2 X M & —EL 72, ERORESEHICE T 2
X WE T 230 ~ 400 Hv 277 L (3. 48D, BRESHHZR T oL vy ohb
Dummy weld metal A 23 g L L WHIKCTH 2 Z L p3RB I N 5.

C% D% \» Dummy weld metal A Tld A — R 7 F A4 b Hl & RBEMRITER OB 7 2P 1R
L, AT L 250 Hy FREE O & 278 3. Dummy weld metal B Tld A — 27 F 4 +HiOHH
T AEED LD, fEE ORI, RITERORE X 29K L, “MHE OB 7%
BEESR SN > T, Dummy weld metal C TRl o X IZHETEJ, C
FEREHDICEVET LA —ATF 4 IO X DRHPIRI Nz,
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Fig. 4-19 Micro-hardness of dummy weld metals.

i & OE A 5, Dummy weld metal DFHfiic X 2 & SEEEl DVARE 2 5 3 2 & TARE
BIBEOMIL 2 & O T &8, CAMEZMERCE 2 REMED H 523, SETR/RALLKEL
B R GHEChNIE, BREBRITEHNEZLL S L) EREETICE RV ERY
TeDbrd, FENBEYAYEHCRWEAICEWTY, BESEROR X 13K FR M
Hl HAZ L RIRRETH Y, BECEROENZY CHITONITEL YD NI BT 1 Y H1E
INTNERF TR THS. ZORPOBEERBRLY b, HOBELES CAEDET T2
M HAZ XL 0% OBHERRE & OB COMERT, HlihzEE S5 2 L PHEET
H5.

4. 3. BUNSIEREERIC X B IAEEES o SR ST

AWFZECHUD % 5 IREERIZE & 3.5mm, 1§ 2mm LU & IEHIC/NE <, @H 05 1R
ZITO O L v, — ) TR F OIS 2 T T 2 1 H 72 0, MR EEREL 2680
FHiiZFciREFOEEMEICZ LY. 209 2 4. 1HiCoOBEAEOHBEBIR T3Sz
LR S, FEE L CEBRA OERANTOBEBIE 9 [ 4 [ DA TH Y BEMIERRE O [
PEICIIEERI 2R 5. C OFSEE RIS 5 720, RIS TR ARSI i 3
UG IRERBREEIE 2 v ¢, ERRoEEAMF 2 6V 0 L 7258 <5 R % 1T - 7z,
WUNG RS EREE o 481 % Fig. 4-20 i<, ERH 0~ % Fig. 4-21 ISR 7.
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Fig. 4-20 Micro tensile testing machine.
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Fig. 4-21 Drawing of specimen for micro tensile test.

U IREREB O EEIC OV TIIEE HIC X > THER I LT 520 23, LIRpLbiic v
SNTMEHIEIRE A — AT FA4 FPRAT VL RTH o 72, BREMT A CIIRFICHER
TR R E <, BB O/NE IR~ E 2 JE T eI ns. 22T
ARG~ DWUNGIIREEBEH O 7=, $58k % Rl & L 2Bk oGl %2 o <t 5 F
I L7z,

WUNGIERGEER C IR 2 0 b DD VT A ZEEAE S 2 2 L 38 L Wiz o, ik o R
HoZfiE %z FEM f#ric X v ke, 5 v v Z7[EERZHIEL CTAROT A2/ T0S, L
s LA OB 7 RA DB Tl FEM BT IC B Y v IR KT Y Vi o)
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HEEZ TPOMB L 3L, 724, 2. ficbho/zkoic, Ni BT A Y ofiE
DET 2 LIk 2IRBEBOMRENIC X > THURKRE AL, By vy 7KL
FEM T ISR Z RIS T I3+ aZtxmnd e ExoN S, M TERES OfE D I
L2 L RTTEWE %2 & oplRh i X 2 g1RGER <X, HEAERE L SRR WA O A K 2
VI EHNIREL BB R EINTE Y, MUNIREEBRIC X o TR %252 C & I3IEE
CHEELWeBbng, Ubo XS aMls o, RIS CIMuhg BRRERIC X 2 5FliX 51 5RE
EolsEis FHNEEL 2812 T 5.

Fig. 4-22 122, 6. ficHhtkorliRiEE &, MUNIRAERIC X - T2 51REE D
el % 3. NS IBRRER D )5 2SR T 8%I1& SR WE & 72 o T 328, lH O 515RRERC
b 3%DENHY, FOOXOFPENTD 2 LT 5. F72MU/NIEHER n2 bzt
1%THY, ZOFEEDLFFICHEMAREDORKE WHEKICEWTOMUNIRRESETH
&R L 72,

800
671
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§4m
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| |
Normal Tensile test Micro tensile test

Fig. 4-22 Comparison of normal tensile test and micro tensile test on cast iron.

AR DFER 2 E 2 C, RIEOBREMF 2000 1 L 2 @il oy g iR R O
% Fig. 4-23 12, 4. 2§i<f37 Dummy weld metal A ~ C O 5[5 & O [L#K % Fig. 4-
24 1R T, O TIHRRTH K L, Dummy weld metal TO55REAER 9 8], 5 [B] o bk CREE
BRIV C O & 72 o T 2 23, KERRN TR L 72 3B 05 R0 #5495 & Dummy weld
metal A~ C THIIRBEICHEEZ IR O N d o7z, F72EEERIC X 05O itk
X, VAR QTR &1 X D432 5 Dummy weld metal A iR b I L WVWEEZHNDE D
Th o7z, WUNFIERRERIC X 2 519REE 1 150MPa i KE WiEH & 72 5 72, Fig. 4-24 ©
g kR IC X 2 SR OGRS %, F71C Dummy weld metal A OF5R & KT 5
&, WUNSIREBROMERIT 25% Kk % <, 800MPa fW iR o7, 3. 3ffiickT A

85



LT IE O BIZZIFIC Dummy weld metal DR ZEFLIFHER TE TH 69, F MM RER
ORI S> (Fig. 4-25) 3 X OAWIGT -2 B 2> & UG IIRGEER L@ D) IC5E T L Tw
5 eEZ LN, WUNIRRE TR O N/ 2 RSB O AR O GIIRIEE TH 5 &k
TE, ZO5[REE % 799MPa & #5520 5. 7272 L Dummy weld metal @ 5[3Ri E#RIC X
BAERIT, BN ML 2R E S LoEo 22 /N XI55, Dummy weld metal A ~
CTHROLN ChDEIC K 2V DN I ICHET 5 LEZD.
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Fig. 4-23 Stress — Stroke graph of micro tensile test (right).
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Fig. 4-24 Comparison of real weld metal and dummy weld metal.

Fig. 4-25 The fracture location on the specimen of real weld metal.
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AWFECRICBIER I N2 BEEEINIE 3. 280 RIGMF T O 72 #58k HAZ < ofKimEl
NTH o7z, T2 XA HIE T b RARE S I35 ICHKHE HAZ o cBE I N0,
AR & LTl EINAFe4 3 2 AlREME DS E W D 138686 HAZ ©H 5. IWEkT o 7 T
fifi 1 13 $58EM HAZ DOBIEBE D Tl 2 2 L AEE LW, KEMNZ & =mHlo
HAZ < s uhgI5RaER % 1T - 7=.

Fig. 4-26 <858k HAZ & BB HAZ OIGH-ZAARK &, Fig. 4-27 &I T 3
SRR D 2 R . 58k HAZ TIZ R b u— 225 40%{K T L, 5IEME I 11% D8
e EE2FLWMLER L. CoOMRIZ3. 3FHCHRALEZ7=74 FDHEEkL <L
FvH A4 MEL AR, B X OO AL T 774 b odipk e 87 5. REMRC I AT
DHUNERER AT o TRz A b o — 27 OHEIZTE 2\, IR 33%KT
LTk, BERpcmb I N5 RMED A\ EREABA 28I A 7 itk ) Yy b &
Nd0TH2 EHEMING, RIFFRICE T 2MELETE B X RS CImEM2 5 0
HAZ f8-Cco¥gEz @ U<, S0 & RERHANC 22 1F CTHIRIMEE T BRSHIC B L Tl
Tebrot. TRICX Y HHROMEIRERSICHE L ClRERGFE T 2 5& 15
RFFIREEAROND Z LD 5. FREIREBEOMH CIIATEHO NiEEY 4 ¥ OfEE
LIty s BESE O CHZ b ERE L Cd, FIRME AMHRIIZ e 3, MPmE I LE
LCELNE T ERbho Tz,
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Fig. 4-26 Stress Stroke diagram on HAZ of both sides.
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Fig. 4-27 Comparison of tensile strength in each phase.

22T, 3. 2ffiCli_ NI 7 A Y2 Hwd, BEHE 3.0m/min THEE Lz & &
ICEHINAFEL Tozad o o3, SR |2 OWEEMETF IO L 2\ & 212D W Tl
R zFih 3 5.

Fig. 4-28 13 Ni 5827 4 YL, AESEE 3.0 m/min OERIMIEICH T 3 X 05 H 5
—~ v v ThHs, 3. 2fiCHIE L2 NiEE T 4 Y24 L 256 O & 04 & g
LA O X1k 3 58 <, ~ AT v 3 A4 MUIC X D IZISHE HAZ & [F% ol X %R
LCTWw3, ZZTOLTvHA4 MG ZRL vy Xwrv7 v 34 bTchh (Fig. 4-29),
JAF OB A — AT F A4 b CREEEHBIEIN TS, ZZTRONIE-EA—ZXTF
Arfor vy X7 vH 4 b T URIC X ) ET 2REEERH D 02 DR
THBEE M E L CERMEH Eo#E»K 2.
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Fig. 4-28 Hardness distribution of welded joint

(without wire and welding speed 3.0 m/min).
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Fig. 4-29 Lenticular martensite in weld metal.
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U CHgk D imERIG 600 MPa LAFCH b, HM X VIRWEZ/RT. A TZDISIIZENL
B DR & Fig. 4-31 R THEBI O T2 b A — 27 F 4 PRFICERLEZL v X~ T
YA PICKY, BREERIFTELOMMERL WS Z LA bA 5.

UED XS At —2TF A4 bho Ly X< 7 v3 4 R gl s X og)
IRBEOK T2 5, RIFFECEH L7288k REMEZFEHAL T NIBEEZET7A Y2 HTITHE
Lz %, R LU T2 FRHE cEnEE L Qi &b 2 OB TS 20T
LABWZ b oz, $7220 X5 B RITEEZROBEER LB ZEL CH
WD DHMBICIIEE I NS, THEZODDHRAKITHE EHEZLND,
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Fig. 4-30. Stress Stroke diagram on weld metal of without wire.
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Cast iron Weld metal

Fig. 4-31 The fracture location on the specimen of without wire.

4. 4. BEAETF MR IC OV T DfRiE

BRR BIRSEER DR LV RENE, L — IR OB, BEME L L C RIS, Rk
T THL DML THEMINTE 7228, RFFETIRZND A LELEEZHITFIC ANLAE
ST ORAEE LCRHliZ T o 72, Fic 3. 3HITRLZE NiEEY 4 Y ofBEE{bictk
O IR AR O 2L 2 E R L 7= FriE O FAE AW D T TH 5.

Ni Y 4 Y ONLEIC X o TEL T 2 ERTEIIR 2 3TRIREZR L, Z DM 2 Bk L
e BT 5 L oA YRR ORERITVWEELR T — X 25 L TE -,
Dummy weld metal OPJEERFEFAE CIE 2 B TCOMBIRERE ORGSR & 08 5 & & CIAEE
OB 702 2 % X ) B ICERRES 3 2 L AT E B IREEAS 0B E T 13k B, AR
&, $EEkolETH b, NiiEE:T 4 ¥ OfEZ( CiaEee @il o wAHAR - BEHFRIRE X 50°C
MEZT 2 EThrod, ZORBZIE 3. 3 HiCHREE L 72 ARIBIHNIC 351 2 BEE
Taw ANRENT B LT, FHPRHAR CARL-EEE S 2 IR L, R F T
AJREMED & 2 I LT 2 IR & X Y BANT 265 R & 7 o 7. BEE ORI 2 EE
T2 L, BRESERSEELIZ U2k, KKE L CHSER TR 2 AR ET 5 C
Ll ZOWEMTL—FREREGORAGBYA IR EIns e, Ni 74 Y% &
NETLLBHLTOFALRBICZERTER Y, B LABRESEFTO NIEET7A YD
HlEoHE 2 5 2 & T, BHESRE &SR OBIE R ZEBIA Y, FERHR O ERITEE & R X ¢
52 TTFNERIRT 2BNED 5. F-FHBkoEER R 2. 5 HioFEMR T MR
TE, Bk A TR 2 AR T % L Bk IIRIC X 0 FEMEIC I 235 &, ETRE
ENDIESI N T v AREMLT 2. o kS RibhnfihciPEOAMETH - T #Hgk
WTOINERZEREL D Enicohd 28101 H 5. —/T3. 2HioFHE/ES, S Ni
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BT A Y OEHETIRIIE A LRESBEHOEE NEN LA, 2O e2b, RiESE
HToENIRL VD NIBEETAYBEENTURITRL, 2h XY b #EgklloSmEE s
LV FNVDERICFEEZIL)RNETH S,

Z DM IEREBT TR O Z L IC X 2 PRFFEOZIZ Z g &% IR b N 5 7228,
FIRBEPH I OUECEZNENKE LN EHZAT 2 b3 T& 2z, FIRMEIZITL
AMEEA LD DD, IR FHEZ KE ET 2 503882 K& (R 25
HIHRTHEU EEEL, B iconThREGHROED I > TREMIT 37 { 72
DA 2R AER T E 2. TS ORI IR 2 S (2R R 2 K & < EREL 7275
DR TRE AR E X2 X512 225, RICBR7F A ALEIR DB R 238 i) & 7z
D, HHRA OB AERKELS TV EETH DL LEZ 5.

519 O FRA T VNG R IC X 0 fEFHHE O & HH o R L % i3 % < & T,
KfFEic & 0 72 AT S OO 2 ASICHE L. L —FAEMT o5 REE I
DWTRESETICE L DIMETHEMINTE 2D, MTHELEOTRABREZTI b D
BB AETHY, BEHADFRBEIC O W T IZHERENIT L A LHEN, KETD
PHAE CII T BRI X BEE LM > © BEESRIA T 01T T, BRPSAIC LR L, MORHERE L&D 5]
IREREEDMEWHEREE TE S 722 &2, AWFIEIC X 2 IREEE TG o O E AR < &
7z, 7272 LRI 0 BB Cld v — FBEBRIC X 28 A4 7 v i X v s Rlo 51 iR
FEAME T 3 2 IR & /-, — M Ic8sk % S0 BEE L, s$igklloBEttoE X,
HAZ S oMt 3% <Gl b b 23, $SBEskbz v 2 561380 4 7 510 X % K
TxBXIET. 5% LA EHEBO/NEREMZED T ICH Y, EHEIMLIEN &
IR AN T 5 &, T ORI HIRE DK T % KIT T Al AEME2 S 0, I IZ AR
LA ONFRN R TE & HEEBALETH .
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5. ¥REICT O
(1) zvxikic X 2 BBISHE
P 3.5mm 1A LIE 2mm LUF OUNMESIC BT, FILke X AR ETEIC X 2 REI0
JIHEIE i%ﬁbb\ AW TR 2 BB X 04 BOREBEMIC L U b TSR, B XU
BTN 72 5 £ CTHYPFRHE 2 R T L 72, AWFSE TSk o I g © 72
% Fig. 5-1 ICRTET NV E/OoNNIFRERZ R L Ca v 2FRC X 2ME LT 7-.
Fig. 5-2 ICAEEHWIR C1T - 72 2 v 23K X 2 BRAISIHE OF R A2 R 3. Hm e LTk
ISR ESE O REMAUcRmWEIERIS N 2R L, WHERE T O RFHENC 51 2 B
IR DR DA 2 5. HESNTEEERZ IR 2 3728, BRI B X OSSR o BERE T I
D FEREIG NI IE R S 2 WA IR WIS i 2 R LT 5.

Fig. 5-1 Computational model of the contour method.
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Fig. 5-2 Residual stress of welded joint area by contour method.

Fig. 5-3 I Fig. 5-1 H1® Upper, Middle 3 & U Lower Ot Lic31F 2 E)IC 1wt 7
7 7 &S, wmKEIRINTT 3SR Y OBEEERRNT 357MPa IREECTH -7, 3. 2fi
DFEERCTEAEBEHE D 13%RE M35 LEEINZEL Tz e e, 2. 6ffiicksT 25l
IRABROFEREEE ST 2L, a2 v XFEIC X ZERAIGTE DR RIZ 072 VKD DETH 5
LHhbohd, avERYMHORARREZHCCHEZIT) FETH Y, RIFFE T &
o7 &9 B OEETCIE, HEmOY)Y ) LKE T Fig. 5-1 Lo AJ5mIc b L2 4L L,
HHEEOERBICHBHBREINT LE o TwE e BE LN, RIEERUINDZETEK
BRI E XY IEMHLRNIESTE 2 RS H 523, SRlIZZ ORZHF2 L TICiE
B0,

FRERE DWRIIC 351 2 BUNRIRBE IS oA 1, CIWT 2 8 5 I © 2 v 23K OB A3 81
BIECIIELC Eobr oz, Lo LU ZMED v, JERERIC X 2 FiRCRUNME T D
WREICHHE ZAT S T LIZIZITAARETH 5. £ T TAWNIED 3FEBL L U4 E TR
P 2 FH > CEVEIEVE DT 2 17, JERIERG DR IC T TPl 2 17 o 7o BVHRYERET < I3 L
—FIC L 2 F —F— VWD OERONRE TER L mE R EEZToTw3 0,
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Fig. 5-3 Residual stress of welded joint area by contour method (graph).

(2) EAGHEBVERFATIC X 2 BB IG ) 3T

Fig. 5-4 \C BB PEfRMT ICfER L 72 7 v &, Fig. 5-5 IC#bTIC X 0 57288607 (8
F) ORI A T Z RS, RRICHIZa vy 23X D 2580 EEZRL, DT D RiE
BHEEET CENEINZE L L 2FETNE, K OVRENREEICHE RGN L
HEETE 5. REMUDITHICH IR Z HANIZE D & 720208, ARICHITHEENERIC XD
L, SICHTEAL IS HAZ I T XATW S, BEeERA S X OER T3 K
FE IR <, A Rl- BN O = RITHY 72 IGHE 23 i b IR IS NICHFE L T b 2 e Ml 2 5.

Fig. 5-6 iIc a2 v 2 ko & % L[EERIC Fig. 5-3 1@ Upper, Middle 3 X O Lower ® 3 2D
R EICE T 2RBICH D 7 F 7 %R RIS RFIE HAZ o hdeifsric o L,
723MPaicd B L& LA L4, 3EIOMUNIREABRORIR A & SR HAZ DGR
13 Z DIEYE D P2 T Z OERHICHTICIT T2 9 2 &F 2 b, FHEE LTARIRF T
RFEMM HAZ iIc TOEINZ R L Tz, & L A3l HAZ 12510 % 677MPa 2353E
THY, FLL 4. 3HOKED O Z DFIRBEIZRAIREICH & 6% L6 > T 223, #
BlEic X 2mEE e HAZ S CH UK T L CWizEEKEEET 2 &, RIFFEcl o
TS TR ERIN SR C 2 AR E T 2 L EZ b NS, A CIETROIG
Jext3 28 EEIN) DL Twinndd, o1 T ENEH o i kg kR
DZEENC S FZE L, FrcEEMl HAZ ofafb & Flici 2 o877 EIC MG D i X AR IC
WETLEZLND.
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Fig. 5-4 Computational model of thermo-elastoplastic calculation.
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Fig. 5-5 Residual stress of circumferential direction at welded joint area

by thermo-elastoplastic calculation.
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Fig. 5-6 Residual stress of circumferential direction at welded joint area

by thermo-elastoplastic calculation (graph).

Fig. 5-7 1C1[F U= 7V CRJT M QRIS oA Tl 2 iR 3, SR S 07 Ol < 38
Fr e UL BIERICTI 2250, — T L TFimClEMmA R b7z, Fric ki<l 283 MPa
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Fig. 5-7 Residual stress of radial direction at welded joint area

by thermo-elastoplastic calculation.
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Fig. 5-8 Residual stress of radial direction at welded joint area

by thermo-elastoplastic calculation (graph).
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