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P, EREINE L CREERAESR AT D 2 ENATRRIC /R o 72, HARTIX 1930 45
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1 Ar (He) OAES I LI Z2A CTdH D Z & D26 TIG IaEE MIG (metal inert gas) I8HE1E.
BIWREAT A —V KT — 7 IHREOBE RN\, IREET AT — 7 WA,
7T EEOHR THRICHEINPNZHAT L CE T EARTRE LIZEEETHD EE R D,

1.2. IREBH AT — 7 BREEEICB T 23858 & AFzED BHY

IRERTT AT — 7 TRERRIFBARE D B 60 AEAFGR L, 2 F TOREERP L OV
MEIOSW R -BIRIC L » T, T T — 7 IBBHEO i 505 F TITRBLTE Y,
Fig. 1.1 (ZIRBEHN AT — 7 IR R ORI Z R T, TROAWESNT —27 THY . HH
AMBHALZONE 2—LThD, SHI, 7T—7MSEMICHD- TIET HIED N
MR TE D, ZNNANR Y X REEIE) ThD, ZDO X DITRIEHT AT — 7 IR CIIR
HERFIC R B Ay ZNFET %, Fig 1.2 I EHC ST B =— X% 517 %10,
BKHEW=—RIANR X LATHY 2FHD=—ATHDIE 22— LV RAEEDDHEZ
DELERIT 400 Z 2, BUETH ANy ZIZE D DI EEMEOUCEN R EERE & S
TW5b,

Fig.1.1 Photograph showing CO; gas shielded arc welding process.
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Fig. 1. 3 ITIRBET AT — 7 IRBHEOHER A~ 9, IR, HIEEEE, U1 vskatiE,
H AR h—F LR S, L R R ITRBRIRBE DIR AR & KA T DR
RN ORETHHITHWOND, ZORBHTATIZE 0 THY, @ERD7 7 X
~ T OMERE « WS (C0,—~C0+1/20,, CO—C+1/20) 12k > TT7—7 2BHE S8 5
L2102 HE AT Ar R0 He &S —/b KT AD TS & T 5 I VU~ J1RHE & il
LTC, REEH AT =V EHACBIT 57 — 7 JEREITHRRIR & 72 5,

N Others Less spatter
Improvement of slag removability emission

Improvement of
bead appearance

Less fume
emission

Appricattion

to Rodotic welding Improvement of resistance

to porosity generation

Fig.1.2 Market needs for welding consumables.
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Fig.1.3 Schematic explanation of CO> gas shielded arc welding process.
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fRA Ry ZALIIARERNCE#H L E SN TE T,

1. 3. ABFFRICEET B UER DA
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Table 1.1 |2 1IW (2R DI TIED N EE =~ 9, ‘%ﬁﬁ@ﬁ% S0 250~
350A) DIRIETT AT — 7{@&@%{%%17 HEIZ1. 1 7o a—ABITcEsh, 1.2 A
T —BATE I L TROD TAREZETH Y, TORHBITIY A YRLD BHKRICHKE L
ORI RFZENCH D, ZOFEINC L > TV A YIRIET DMLY A Y Ol
HANND, FORER, e LTT—27 OFRAERE FRILT A Y HLEIOIERER 5 K
<HH, BT DOREE T — IV A~DLREBITHT B b,

L3. 2. T ICER T /1 NTF R

IREE T AT — 7 TRBECBIT DIRMBATHRIIEECH 5, FHLIXT— 7 BSR0ET
Vo ZIZoWTRET L, 7—27 BIBOMHIIZT — 2 KE, 7—7 77 X~k &
T OBIS . B L OEIRTO? ﬁﬁﬂ@%@kﬁ@%%%ﬁ_ﬁézgﬂaékﬁi
LTW5 W9 Fig 1.4 2V A voehs Wﬁ#é%ﬁ VERT B 1577, WRlGEIT
FEFENCE > T & 720 U A Yool %ﬁﬁéo_h_%@wﬁﬁwmbf A ph
— I BIUIEEAR, 5 £ <R — USE L2 0T ARy Z LD, Z O
B HE LTEANRDH Y, FhAE ORETHIVIRIENIRH 2T & LT,
BRI S L LB, 612, BT —7 TIET7 — 7 Eiic L > T3
T HEMNDRFB IO T A< 0l E2 52 5 M9 B> TELDT
— ZEINTERD 2 FICHHI L, FOEED 2 FICKHIT 5, IAHEEG 300A, 7—72
PR 2mm IZFS T B RO SIE T16Pa LRE XN Y, XL X—A OENDL T T AR
J¥ 10, 000K, % 0. 05kg/m’* (21T 5 7T A~ OHEE L 170m/s ERE SN TND Y,
F72, HPLIEZ R X—NT U ZANEEXH LT VEHWTCIRIET AT — 7 75
X2 D RTRIZT NI T — 27 75 X~D 3.5 EET A LRE L TW\WA Y, Bl
X7 — 27 OIS TYERA L. SBITREEE D e b ERWER D TR & 72 5, LR IATE
IR U D TS T — 7 DMEHR T B IREE T A T — 7 Vet IR ) DFRF5IZ L - THy
& LTI OBAT 25T 5 L& o hoMERT %,



Table 1.1 Classification

HIE

of droplet transfer modes by 11W.

Droplet transfer modes

Typical welding process

1. Free flight transfer

1.1. Globular transfer

1.1.1. Drop transfer

Low-current GMA

1.1.2. Repelled transfer

COz-shielded GMA

1.2. Spray transfer

1.2.1. Projected Transfer

Intermediate-current GMA

1.2.2. Streaming transfer

Medium-current GMA

1.2.3. Rotating transfer

High-current GMA

1.3. Explosive transfer SMA(Covered electrode)
2. Bridging transfer
2.1. Short-circuiting transfer Short-arc

2.2. Continuous bridging transfer

Welding with filler wire addition

3. Slag-protected transfer

3.1. Flux-wall guided transfer

Submerged arc

3.2. Other modes

SMA, Cored wire, Electro slag

S>

Electromagnetic
pinch force

Plasma flow

S

Plate

—p

Electrode
wire

| Surface tension

Gravity
<V

rc

| : Current

Fig.1.4 Forces of acting on droplet.
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1.3.3. ANy ¥ DORAKE

A%y X DOFETERBITE S < OBIEFER L ENIE ST D, LS T &
LHE % Fig. L5 ITRT, FO(L, g, h)IZROND ANy ZOFRAETREIL T — 7 14
REDE 2 — XNEAIC K> TRAET HEIR, (¢, d,e) DFEREITT —27 NEDHDIZL - T
TR DTRECT 2818, (a, b) 135 - ¥ ﬁw»—/m%@m/ﬁk EBITRETHEISZELT

W5, HSITSEIC A Ny Z OFAEBE LB L, IREET AT — 7 Ut ClIF#é %
DT — I RHIRAET D AN INRHEL . T—7 ITEDEDIZ I > TR B T
5%%@i¢ﬁ%iwkﬁ@xﬂ/&ﬁ%$¢ék%%bfwémo%#Eﬁznmm
2 TR T AR ER EBIEOEEC L 789 ARy X ORELZHEL TV
SR 3 e ‘74 ’vﬁ‘a (R DI DI AR b DIE ERRID ARy XN FAET B L
WEL WD, AR DIXIREEN AT — 7 RIS D A%y X ORIE AR & IR 2815
L. 14 Ay 2Pl EERL 2m LA E) OZ Ny ZITREPRETH L Z & EDIEN
R KIRIC S S BIREND Z LA WME LTV D P, AR BILREET AT — 7 ISR
T B ARy ZOREEEFE 2B L, FIHORBANAKEND 700 OFHICHHZ L. B
FOWEED 10m/s LR THDH Z L 2HE LTS X ZHBIMEEBFRIR COREES 2T
— VAT B ANy AR a iR U AKEE AR CIIhiAE 0. 26mm L R D A3y &
DA EEEREIL CIIRIER Iim LA ED R Xy X332 L B2, ANy X O I L
WEAGEE T2 ZENARTHL EWMELTND P, BOIIEERE COREBET AT
— VT URBEZBIT D ARy AR ZA L, KifE 1. Omm LLFD A%y Z 32K 80%LA
FE2ED, T2 EBEDERE L IR I BLED A X OFRAENET Z L AWRE
LTWn5 9,

R : ﬂ lo j°

(€) (d) (€)

L H )

(f) (@) (h)
Fig.1.5 Typical spatterings in CO> gas shielded arc welding.
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1. 3. 5. TBREEENE L ORI OHIE

IREETT AT — 7 L CIEE L L CEBERIEOERPAVOND, BBTA ¥ Th
LERE 1 2m BB OMBEY A Y& —EHE TEHB L, EROE CHIEERZRIALTT
— 7 K (EL) 2 LZEb3t 5, ZoBCHEWERILT — 27 EOZEITG U CER & B8
SHCT—VEZETLEIETHLDTHD, Thbb, T—7ENELI DL, &
JENTFNRL DT, EBIEOEFRFFEIC L VBRI, VA Y ORBGEE NI 5
R, T ENMETT D, —H. T EREI D L, BEENERLOT, EIRHS
KT L., VA VYORBEENBDTH L T — ENETT 5, £/, 16ROV AV
A4 IRk L C 100 {5 2L B @il 2 fREI LA v 3—Z HIER 7 L&
PR SR OMEHRIT L 0 BIRS SHLT= T DX U BEAT 2013 L 0 Ao R BB I E A AT RE
Wz L7,

A%y B OIEIIEEF 1 OERTH 84— 7 — 7 FAEREO 28y N EETH D,
T — 7 O H CHEBEER CIIERRIC L AMICED LT — 2 B (=EE) 21E 5T 5720
IZEWD I U BT — 272X D IEiE C R — 2 LS RS 5, Ziucxt L ¢,
B HIEE A LRSI B W CER AR T &, 77— 27 AR Z e P L CERR
EIHITH L TED AL—RRBERBITE T — 7 FAEZER LTS PO, -, I
FOILT A YRERREERIENC L WVIRA T A — IV KT — BRI D Ay XA L AD
AREMEZ G LTV D Y, 2B DEERECO Ay Z IR LT, PERETO
A%y AR E BEY & L CEROER OV AU X DEEEBAT ORI BTV b,
BIRDOHE IV ZUTIRA T AL —IV BT — 7 IR BWT 1 2OV A LRI T 2 32K
LRE e Ay ARG R A TND 20— IR AT — 7 B RWCRaH,
FEDITT VA TIREBITEZ BRE L TR Ny ZRAETGREOSIE, 7SIV AIRT A—X
O, T A YHEOZEIZOWTHRAE L, ANy ¥RAREZEFEO 1/6 IR L1z
PHAEL TG B F . EBIE2 VLR VIR TEIER L, A8y ZIAEBAE
O /2 ITRBLZEME LTS % Lnhl, 22 THWS YL A FEREIE
120Hz & TTH VY Z ORaHEaH 3k,

TABEEIROVERER) 112 £ 0 BI%E S =B ORISR ERIROEERBITIC
BIFAEHKLE T — 7 FEE A L= LAy XOEREER L, — . PEER
(21T 5 B HEHEBATOLEL & Ay AR LCid, o, VA0 X 28
BATHEOAMEINREN TS L ODIAEL FERIL SN D £ TITITE - TV7RLY,

1. 3. 4. BB A YHEAK

RERH AT — 7 RBEC O SN DB Y A ¥ OB ITEE SR & L COMRAEE,
REEME, B — REZME, TR KOG 2 B8 L CakeTH & s, BEILETH Y
RSB OBILITETHH S C, Siy Mo, Al, Ti lZHIZ TP, S, Cr, Ni., Mo, Nb, V. B,
ERWEEIMZ BN TND P, BT A Y OB EE RSN L DRk n 2 %
B2 U-BATRIT, EBRIC C: 50~235%, Si:30~60%, Mn : 40~70%. Ti : 20~40%.
Cr&Ni : 90~100%Td 5 & & TND Y,
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T — 7 BIGII T T BT A PHROFZIZEA L, 2 E TS < ORFZEREN

Wi ST D 22 N BT, ARy R RIT BT A Y R OEITTHED
B ONWTRHET L, A28y ZOERIZIL 0.08%D Ti NXEETH Y . REM(rare earth
metal) DEFNNIRET H_RETHD EHE LTS Y, FHSIE C Si, M, P, S 12z T
Ti, Al, REM, Se D22 54 L, REM & Al ZFRUWNT ANy Z O EITEEEEE &b
ML, YA YHo M, Si, Ti OIS L ONC, AL, REM DKL E & & I3 DA %25
HLTND 2, IS, REM 23 CTH DRI E FND Z EICL > TRy XD
FAEBNHETEWE L CWD Y, Fia, FIESITEM Y A Y ~0 REM FRINE MIG ¥ 822
BT BRSO LEIKRERIRENH D EWELTWD O, REM 1I7 — 7 BT RE
TR B B 2 DINIRIETT AT — 7 W) 5 % O DWW CORMGHTIERE ST
UVWeW, E72. A Lesnewich H1E MIG #8482 « MAG I8 IZRBWCT — 27 OZ2E. Wi
ITOAF L —(IZH LTIV H Y &JE L1, Na, K AR TH D EMEL TWD VR 7L
H ) EBITEVINIAZETH O HIPICENT 5 2 EIXREETH D, ZIUTK LT, Ei
T A YHREEIZEBIT Do & TECMBRIEEZFIHL T K Na 259 58 MnELINn
TWD P | LU, IREET AT — 7 EBACEIT 57— 7 BiGeks L OVATRRA T~ D2
DT OHE LR,

IREETT AT — 7 BRI L > TSR LN AIREERIL. TA—AZNVEINC L > TEED
BRE a2 G Fr, < DEIE 600ppm (IZEET D Y, ) SIXAMAIBOREES ~DIEFE DO FE
IZOWTHET L, T OB E (0) 23 0 235 600ppm ~HEINT 5 Z &1 L » TIEoF
EIEINT A0%IE T2 EHMELTND D, —JF, Ti,Ni ZBRE AR ORINTIAHD
REENEILTFSED Y, I, Ti,C Si, M, Al ZEOBEETHRIL, H A — A X IVIGIT
Ko TN LU 7-EAREE IS ED Z ENARETH Y | IRIBH AT — 7 5B BT
LIRS BOREEINE T E2MHT 2 EEZ6ND, BBFEORBEE L OWERIZIEMN &
— )V RHATHDHIREBEIT A L DRIETH Y . WHOREETH D Z & OIEHH OmE
FELL OB IR THEC TWDAREED S 5, Ti 1, BEERTLEOF THEWK
SR TS Z EDIEOEmET, BLOHROBITHSE L T OREMHIIRKE I
BAEHZHDEERILHETHHEEZBND,

IREETT AT — 7 BB W TR Y A YO C &R L Ti EEINEIC LY ANy ¥
PR TE D ZEDRENTND DN, DAy Z ORI IERE L SN 5 EMY
AXD 20WHEE->TEBY, ZNOHE MY A VICET MmN L > TR Ay ¥
R RIE Y= Ay a Wbl e A AN A
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1. 4. ARF@SLOHERK

ARFFE T, BEEERE, PEEMNR. TSN EF 72 & O BEREEY) O RLE IR 72O R R
TAT =V EEAEZBE LT, 7—27 ORELE Ay X O ETRY B, A3y 20
FETCREDBIZE, BIRT A YUK EWBMEOTRRAT & OREME~DEBLRHET D &
EBHIT, ARy HED A T = X LRI ZE B L U CEMCTORE L AR TEE~D
REM ¥IND KAF T B ZIEST 5, HiT, WEA Ny Z{bZER L7z REM ISINY A Y %
P A e~ A F A (DCEN) & 9587 LUVIRBRHEDFERbZ B L LT, EResRiEsity
e U COBLMEICHOWTIRGERT 5,

Fig. 1. 6 [CAGMSCOMERL & VAT,

H1EITHGR CH Y, AR EIT OISR TR E LT, IR AT — 7 L DH
FEE ZNFETOAN Y AR LTZAFERE R 2 £ &0 % & & BITAIIED EEEE &
HEYZAREZ LT D,

552 BCIX, MMEA 7T A (DCEP) & L, IREEHT AT — 7 IsERC BT HlaHE T A v
O T3 (Ti, REM(rare earth metal). Ca BTN K BN OB DU TR L T
B FT. AR EREOFERTHIEMEET — 7 BAEICER L, ERY A ¥ & ik
D Ti EAZLSET T WIOA Sy ZAKWENR L 7 — 7 TEREA~DOR BB LT, 2
AU X > TTi I X280 EZD A = XA LEZRMEIC LTS, RIS, 7T—7
TERBIC K& 7050 % 5. %2 % REM, Ca, K Z BT A YITfF5- L, A3y ZFAEEOREIIN
A CT—VBSBEETH LT, BAT AL —IV RT— VBB A A L—{bEs
FEG & OBRZ BRI LT D,

3BT, IRET AT —IV KT — 7 BEEEIZB O TR ERA L S @\ Okl 245 C
WDV ATRBHEICEH L, IREEH AT — 7 YRR BT DI T~DEFE LV A D
WAL FRIICHE L T\ 5D, REEH AT — 7 IBEHEEICRBW T, ISR TIC T ER
PNV ADIRENT, ZHE T/ IV EREBATORBIZ B E Lz 1 7VLV R 1 IERBITS
HUNT 2 7OV A LV IETERBATOBIG A BIET D LI EE o> TV R, AifFZETlE. &
it VAR A T50Hz TR S TG L. WHRATHIR. WA X, BLTA
N B DOIEAEBASDEG VAR O B Z A L, ANy ZIEEORBIC A
PV AR AR LTV D, S BIT, R T~ OIRFEIRE OB 2 i3 5729
IZF RIS IIR LRl L 72 B 7 VAR L. ZhE W Tl O IIRBIG A fiRhir L
TWb,

FABETIX B L BB T — 7 BRICKREREEL 5 5 & SNAHREMIZER L,
ek~ Z 2 (DCEP) & & H12, —fRICAEE & S bt~ 2 (DCEN) (2
SNTh, T—7 ORENEE BBTIER B LN D, A8y 4 ORAREHIE L
TWD, &bt b~ F A (DCEN) 12T 5 RMEINY A ¥ O 7 — 7 22 bsh iR
& ARy ARSI A AREIZ LT D,



FH15

FHETIE, RRMIINT A YEFEHA L& JIEGEONDRERT — 7 & ARy ZAEJ
DA B =R LEMIHICTHZ L2 HE LT, BT A YO REM 237 A YIREHE
P, WHZRE E ZOREIICHEZHFELZTHEL TW\D, £ LT, BMsEmnbE
HENT- T A ¥ OEERER, & BE TR ESW T, BHORAEE. 1BE, &
R & BRI D7 — 712 LDV A VIR OZELE 2 KD, BT A v ~D REM IR0
PNERROFEEN & BB BRI T DB EBE L CND, IHIL, 7T—IHZIZLD,
IR OBATIVRE & A% ZKEIR 2 Bt LT D,

6L, BIRYA VICEED REM 2N L, Mz~ A+ AOCN) 452 LT
R A 2% AL Z ATREIC LTZIRBR T A T — 7 Va0 FE A b2 Hig L LT, EIEH|
O I X 2 SR Ovsettm b, 38 X OBAFE LIS ORHECH D IRRIA I & 1%
F U 72 3RBR I MR SRR OB & 8B R~ ARG 2 BA9 & LC, @B
ThD 1% - v v 7R bm, BEIOVIERY 25° - X+ v 7R 2m O T
& Z DR LA BEICT D & & BITIRBSEA A U 7oA — kR ok g 52
e L CEDOERIZHENT L TND,

F TR CH Y . ABRIC L o TR DN B RZHIL L Tiliim e LT 5,
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RIEIT AT — TR BIT DAy AR B4 DHTZE

Varax 1 = 1 Eﬁ
CE O LA ZED B
O AR5 B 2 0E R DR %2

BT
%75 X (DCEP) #E~<A1F X (DCEN)
Irh-zil:
%4 %
RINVAFREEICRITT R .
AN ETEDSE T—ODREMERNVAREIZRIETT
O 2o 2 (D56 A Hsh 1B EREMBR D R E
O TidINC L8R LA 3 2 DIEE O 7 — 7% E M~ EREMIR N0 B8
O REM,KIRINZ XA T — 7T RE~ D E O WA S X RER T AT — 7 VR BE1E D B 7
EIE
BRI/ NILRZERN-
RN BB AT D B 5

O BEERIC AT TV RE R B DR 28
O BELiRTET LORE
O & B VAR EE OB %

\ 4 \ 4

e -z
9

BEBIAVOBMEELT—IREICRITTREMGBMDFE
O VA Y IRREEE | T2~ OREMIRI O
O WHERE ST — 222D T AV Bl O M £ ~DREMIRIN D 528
O ARy Z A EHR AT AT AT =X L OfFA

\ 4 \ 4

F6E
IBIER Sy B REH R 7 — B RO R

O BB O R - LR BT 7L

O A S SRR AT — 2 B0 S L AR B St BB D B

Fig.1.6 Flow chart for this research
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E2E BMHET T RCBITBRANRy ZRABICKIET
U A YR ETTRDEE

2.1. ¥%S

R ST AT — 7 YRR 3R~ 5 & (DCEP) COERMNRZEE SN, FO7— 78
B RIET T A YO EBIZOWTE L ORFGEREAS IS ST 5 202559 TV (2
BWTRIEH AT — 7 RHEDIRTBATIFREIL 0 B a— VBATICHE SN Y, Z3v ¥
DRAEFREL L CTEEHBOET — 7 NMeb %< 2 (WA, 77— 27 BIEOSW% 72 28,
BLOT —7 N X DEHORENRE SN TND B0 BT A YRR D D ARy
4 58 BRI B DA TR & L C C AR & Ti SN X 0 BB G o] & A<
o ARG RN s ST g 2O 2D 2%y H ORI RITAERE L SN DR
T A YD 20%BICE £ - T D 2, HEERE D ORGFHE L QEEER ORI HIEC X
HIRA S ZACDIRRR S, TR OV % k5 & 3 D IRETTHRO A /Sy 2RI K Z
RN E O TG 2585 X512 BT A YEICE > TELND RN D
EHIEISNTERY 9, REEHN AT — V7 IRBACEIT 5 A3y ZRICIZEMm Y A YD
RN AR THD EEZEZHND,

AREETIL, WfEZEET 7 A (DCEP) & L, A%y X OIS AT EER S 40T R S
WOBEHZ AN B AL D maEniik (250~3504) DK A X > Z b &2 BIIZ, 2T A v o
Ti, REM(rare earth metal), Ca BL O K I L AT — 7 EREER L ONA /Ny X I8E &
DEAIZHDWTIRE L=,

2.2. EBHIE
2.2.1. HLEME

Table 2. 1 I[ZHGREMRY 1 YOk A R~T, MHEEMT A vid, JIS Z 3312 (2
BWTYGWLL, 12 BE VIS ITHE S NATHIRIEEEDY A v, BL OO YW1 582D A
Y OLFA L2 X — A2 Ti, REM, Ca BILOK Z2ZNEHUREIRIL7ZEL 1. 2mm DY
A Y&z, REM X Ce, La, Y 22 B2 DIRAEM TEDHER 6:3:1 Z V. WIS
T5Z & THIFIZ S, Ti o2 seBEMba e L ThliSw7e, Table2. 2 [ZfaASK
DAV 2 R, SR D Ti BNVERRB LA Ry X OFRAICE 2 DB A THE T 57
WIZARZ Y N K> THIERED Ti &% 0. 01%LL T, 0. 07%3 L OV 0. 14%2 28 b S H-7= 4
M B1,B3,B4 AWz, NZUTIE, =L KA R E LT Ar-5%C0, & v, B8R
300A, 7 — 2 FEIE 30V, VAHEZHE 40em/min T 2 A Lz, #EREIC IS 582 U v
JEIFBLE 8mm, KEMIROZELZ RS 72012, UIHIINTIZ L D A& Y > 7 REmD
My & 2 — L& fRds U CIs e dEBRIc gt U=, 8k B1, B3, B4 @ Si, Mn &0 SM490 |
X DHINIAZ Y o TIZHNTZT A T O Si, Mn BT IS SMA90 (2% L TE o7
7280 THY , Cu mDEENNIY A ¥ OFREITH S TZHD > T DN EEESE & L THIRLT-
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o EEZLND, £io. 0 BEOHEANLT —/V KA A= Ar-5%C0, 7 B 7k
ZEPE, ST L2 LB 265,

Table 2.1 Chemical composition of electrode wires used (mass%).

Wire [ JIS Z 3312 C Si | Mn| P S Ti K Ca [ REM
W1 | YGWw12 |0.061 |0.91] 1.39( 0.01 | 0.023| <0.01 — — -

W2 | YGW15 |0.080 | 0.56 | 1.29] 0.01 | 0.003| 0.08 — — —
W3 | YGW11 |0.048 [0.70 | 1.65| 0.01 | 0.010] 0.20 — — —
W4 | YGW14 |0.046 [0.70 | 1.62| 0.01 | 0.007| 0.40 — — —
W5 | YGW11 |0.044 |0.76 | 1.67| 0.01 | 0.006| 0.22 [ 0.001| — —
W6 | YGW11 |0.045[0.70 | 1.62| 0.01 | 0.008] 0.21 — | 0.004 —
W7 | YGW11 |0.048 [0.69| 1.61| 0.01 | 0.007| 0.21 — — 0.03

Table 2.2 Chemical composition of steel plate and buttering layers used (mass%).

Steel |Buttering ] ]
plate wire C Si | Mn P S Cu Ti 0] N
SM490 — [0.16 (0.2110.79 | 0.01 [ 0.004 | 0.01 |<0.01 | 0.0006 | 0.0036
Bl W1 0.11 10.60 | 1.07 | 0.01 | 0.016 | 0.17 |<0.01| 0.0172 | 0.0076
B3 W3 0.09 [0.45]1.18 | 0.01 [0.006 | 0.15 | 0.07 | 0.0140 | 0.0048
B4 W4 0.10 [0.47 |11.22 | 0.01 [0.006 | 0.16 | 0.14 | 0.0064 | 0.0037

2.2.2. VRS

Table 2. 3 \TAEEDIRBSA 2~ d, WHEFEBITEBERED Y A U 2 Z B A UV,
WREEELIX B PATRBAT & 722 300A, 7— 7 BIEIT— I &b 7 — 27 &EIE 31
~ 35V TR T b B DY — S B — RS LV 5l (FFEE 33V A FEHESIE & L,
FSHAR T SR OESHEZ 35U CT—iRAY72 40em/min &, 2 —/L K77 A% 100%C0, 77 A
Z Wz,

Table2.3 Standard welding condition.

Welding Wire
Shielding Polari Current | Voltage speed extension
as olarity _
9 (A) (V) (cm/min) (mm)
co, Electrode | 4, 33 40 20
Positive
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2.2.3. FHliAE

ARy BN, Fi 2] U728 2 SRR O RN T — R4 7 L — MiEEE
L. BPICTRB L 72 ARy Z 2RI L CalMli L7, WIS T — 7 BIEIN R EE
D 1/2 LFIZIR N L72RRE 2 404% E I L, 77— 7 IRef St 3 2 A& IR oD b3 2 40
BELERE Lz, . BV AYOT7T — 7B EORMEiRE L LT, ~ 7% —b
R A Ar-20%C0,, 7 — 27 &£ 30V) 28T 5 A7 L —{viE R EREZ T L=, Fig 2.1
WZEHE T A2 W=7 — 7 BGOBIE 1EZ T, WHEOHIT I LTI E
FUORLD B BIREOBATIE GRS L ORI IE R L7 IR /7 — L D=8 2 8l52 LT,
EEEE U A OMREEFEIT 1,000 frame/s. v v X —HEEI 1/12,000s & L, LR
1% F4-200mm, 7 4 /L% 13 ND400 % v 7,

High-speed
video camera — (2)

Torch

Xenon lamp
5kw

Fig. 2.1 Experimental apparatus for observation
of arc phenomena.

2.3. ERFERBLOBE

2.3. 1. [REEIT AT — 7 BWHECRIT B A/ Z3AKE

IRIRTT AT — 2 TREE Tl IR A DFRBER BSOS & > TEHE L7277 — 7 3
ERICEETTT D 2 L T — 7 ERIIMARIR & 22 B, Z DT BT Ay D Ar &L —)L KA
ADERGy ET D~ TUEEE g U CIRIR T AT — 7 D T A Y il RT3 5 IR0
IR THY . E FEHO T — 27 ST L < 2607 5 7= DI I I A AN R84 5,
ZDIRBETT AT — 7 TEHERF A OBIGUZ LV | EHEENT 260~350A TO A Xy X 584k
I FEIZ Fig. 2.2 IR LIZ 2 DDH A ST HZLINTE D, Fig 2.2 OBIEICKBITS
VREEFEDTIL 300A, FBHRY A VIXEEBIRIREET AT — 7 A & LC—/%M7e W3 ZHWn
7o a) IXEERSIE DR T — 7 BRI R L OVRRL T — ViR OV B IR 2 % A 7T
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F25 R T XIZ51 S XN FIEERIZRITT DA VR T E DO

TAE DA LG WKW T — 7 SBIE T B S D, D) IS T — 27 77
IZE > TEHITREEND XA 7 THY | ERHEEE OB LW i@ 7 — 7 &L T4
LW, LEDZ &t ANy ZREBIGIITEEEF OB LT — 7 DR K E <
WEL WL LEEZLND,

b) Scatterlng of droplet by arc force

CO; arc welding, DCEP

300A, 40cm/min
Fig.2.2 Spattering processes in CO. arc welding.

2.3.2. ARy XFERBIZKIET Ti BOE

Fig. 2.3 12V A VYHDTi B2 2L &L D7 — 7 EEE Ay XRAROBRE
Y, WEHEERDE 300A IZB W C RBAF B— RIBIROMSE B D 7 — 7 &I 31~35V T
HY ., ZOWERT — 7 EFEFPHEEKICBWT Ti & 0. 2massbDOIEET A ¥ & -3
B DAy Z3EEEIX, Ti & 0. 0lmasshPA FF L TN0. 08 massh & belg LT RE < Wb L
7o Flo, WIET—7EEFETIE, 7—27EEO LR E LB, EEEERERBS IO
ARy 2R BT T A Ao LTz,

2.3.3. ANy ZBAEIIKIET REM, Ca, KEINMOE

Fig. 2.4 IZREM, Ca BL K 2K~ U LTz & & OFEEEEGT 300A IZBT 57 —7
BIE & AR X FREBOBMRZRT, KPS TRLZDIE, Ti & 0. 2masshdD<—
AT A XYW WG ED ARy ZIAEETHDH, ZOX—RAT A F|Zx LTREM, Ca
EUWIN LT BB T A Y DAy ZFAERTT — 7 FBJE 31V /15 37TV O CRE<SHIRL
72o 2@ REM, Ca OIEEANINT I D AN ZIAEROEAIE, B BOT 57— &
JEOEWEE CELTTEBY, 7T—27EREUAND) BNEEL WD EEZLND, —H. K
EIRINUTZERRY A ¥ TO Ay ZRAERITIBIE DL \NT — 7 &L 29V 206 33V DO T
RKELFHLL TR, BENPEEL WD LEEZLND,
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Spatter generation (g/min)

Spatter generation (g/min)

F 25 IR T RIEBIT S RN R RIFT T A Y i or 3E D

12 - |
COz arc Weldln_g, DCEP Electrode wire
[ 300A, 40cm/min, EXT20mm Ti (mass%)
10 | WL
0 ey -0+ W1 <0.01
—/— W2 0.08
8t 1-O— W3 0.20
-@— W4 0.40
6 -
4 -
2 -
‘Proper conditions
O N 1 N 1 N 1 1 N
28 30 32 34 36 38
Arc voltage (V)
Fig.2.3 Effect of Ti content in electrode wire
on spatter generation.
10 . ,
| 300A, 40cm/min, EXT20mm Miner element
8t REM addition |__g_. we cCa addition
- A, |-O- w7 REM addition
) N QT W3
6| v |—V— W5 K addition
a4l K Addition *
2}
O " 1 1 1 1 1 1 1
28 30 32 34 36 38

Arc voltage (V)

Fig.2.4 Effect of minor elements of electrode wire

on spatter generation.
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2.3.4. ANy X FEAEBIT KT TR LR D R

Ay ZREAEDTERNTH DU & AR — L DEREIN Ay Z ORI RIET
BT OUWTRRET LT, Fig 2.5 |THEMERSEESEIC I 1T D BE R HLR & 2%y Z 384
EORMRZE R T, BRI EERIL, BT A v D Ti &<0. 01mass% T 2. 6%, 0. 08mass% T
1. 6%, 0.20mass% Tl 0. 8%LA FIZIHA L7z, K, Ca, REM Z¥RIN L 7= 1 ¥ W5, W6, W7 %
FWT- a2 TlE, FEASIRERR EERIZ 0. 3%LA N ISP L 72, Ca & REMEINY A ¥ ZfRrE A%
v AR RIE, ARSI R & & BT A H 0 . RIS O P L RERORE
Rélpol, Ti BEZLI VT A VITRET UL A S > &Z ORI I TEAE OHH 23
HTHY, Fig.2.2 a) DX A TOANNy ZIERIH SN DEBEZHNDH, Ll
7235, Ca BIONREM Z RN L72 BB T A v & W22 Tld, ARSI RMEDZ
LD LT ANy X OFRAEEITID Lo T-, F72, Kt 0. 5mm LA ED ANy &3
ARIE. UA Y W3 AW EETI 1L 5g/min, TRE L7222y X BT ED DRI
50% T > T=DIZx LT, Ca, REM 20N L 728 Y A ¥ W6, W7 &= AW eiaizciiene
AU 4.3g /min BEUNE. 2g /min (THEINL . R L7z BA Ny X &EITED D FITENE
I T0%FB LN 5% L=, 2D L. A8y ZIRRO 7= D13 EFITERT 5
Fig.2.2 a) DX A T DAy ZFELEIHIT 57217 TiE+-5 7Tl :rm\ L ERE LTV
Do

12 CO2 arc welding,DCEP

" 300A,33V,40cm/min ,

10F EXT20mm
| (Wa)
sk Addition
O of REM(W?7)
O Addition (W2)

6" of ca(we)

Spatter generation (g/min)

4k
s 3) Ticontent in wire (mass%)
i <0.01 0.08 0.20

2 Addition o A O

i of K(W5)

0 1 2 3

Ratio of short circuit (%)

Fig.2.5 Relationship between ratio of
short circuit and spatter generation.
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WIZ, BRI A YO Ti EOMEINT L 0 BRI LR BT DI OV TRRET L
7o B DOIAMME L BRT D 1TIE, W &7 — NV OFE 2R T 5 Z LN EHET
b5, T, Ti BEOWHE LT 7 — VOB ~OFEEL X BT H 7= OEMT A Vi &
ORI D Ti Te% K2 2L S TR B LRy X OREREEZRE LT, 55
NTRER%E Fig. 2.6 BEX OV 2. TIZRT, #iHD Ti £<0. 01masshiZIBWNTIEEMR Y A D
Ti EFBEZEINSE2 2 & CEERFF RS LA Ny Z 384 m3H L, EmY A ¥
? Ti £:<0. 01mass%lZIBWTIHE O Ti A IS5 Z & CHERE LR TR
Xy AR BT UTe, RSB O Ti 8% U A Y1 L ORI S 2L & 7203, &
PN BB L RBEEIE T O T BIZIZBVHHERREO HD, 2O G, FEHP O
Ti &L HIEFET— LD Ti ENANRNY X OREEZ I L TWVWDHEZEZBND,

Welding

: wili w2 w3 w4
wire

Steel |Ti content
plate |(mass%)

SM490| <0.01 O A 0O V
B1 <0.01 O - - =
B3 0.07 (@) A - =
B4 0.14 o A - =

<0.01 0.08 0.20 0.40

CO. arc welding, DCEP
O 300A, 33V, 40cm/min, EXT20mm

Chemical composition
of weld metals(mass%o)

C:0.08 ~0.11

Si:0.22 ~0.55
A Mn: 0.83 ~1.05
P :0.009~0.013
S :0.005~0.016

N
0)

H
T

Ratio of short circuit (%)

A O A
®

0 1 1 1
0 0.02 0.04 0.06 0.08

Ti content in weld metal (mass%)

Fig.2.6 Relationship between Ti content
in weld metal and ratio of short circuit .
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F T, BERETFT A EHWTCEESEO Ti #<0. 0lmass%Is L0, 04masshic it 5
T — 7 DIGEEZ g LT, FDO—fl% Fig. 2. 8 1TRT, ZDOHERX VA BD Ti
EREWEEIT, RO RIS 4, B &R — L ORIRMR T2 D 2 & T
RSN E CERRIEICH 2 Z ERH BN E 2o T2, Ti lTMWREBRERZH 352 805D
ARl — NV RBORREERE AR T SE5 2 & CREmIES CREME) 2388 L. W7 — L ors
BN S VRS TS 7oz EHEE S LD,

Welding

. wl w2 W3 w4
wire

Steel |Ti content <0.01 0.08 0.20 0.40
plate | (mass%) ' ' ' .

SM490| <0.01 O A 0O V

B1 <0.01 S, - -
B3 0.07 o A - -
B4 0.14 o A - =
196 CO: arc welding, DCEP
300A, 33V, 40cm/min, EXT20mm
= 8 Chemical composition
I= of weld metals(mass%)
e © A C:0.08 ~0.11
S ef Si:0.22 ~0.55
g Mn: 0.83 ~1.05
S P :0.009~0.013
© 4r S:0.005~0.016
o (@)
(% A
2 =
1 1 1
Op 0.02 0.04 0.06 0.08

Ti content in weld metal (mass%)

Fig.2.7 Relationship between Ti content
in weld metal and spatter generation.
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a) <0.01mass% Ti in weld metal

b) 0.04mass% Ti in weld metal

CO: arc welding, DCEP
300A, 40cm/min, EXT20mm

Fig.2.8 Effect of Ti content in weld metal on arc behavior.

2.3.5. ANy ZRABIIKIETT — 7 TBREORE

IREETT AT — 7 TRBAZBUWTEMRY A ¥ ~D K O TEAEGEEF LR 2 <85 &
EBITANN Y X OFAERBZ D ST, THUTxE L C REM, Ca D FINTFEAG IR 28 2
D EZRTIN ARy X OFEEITICRE IS A HA Z/~r L=, Fig. 2.9 (ZX—X
DEHET A YW, K ZWIML7ZEMY A ¥ W BLOREMZTRINLIZERY A ¥ W %
W2 IREETT AT — 7 Uiz 7 — 7 Bl md, K 2RI L 7Z&EMR Y A v Ws & 72k
B AT — 7 VDT — 7 TEREIT R — A DEMRT A ¥ W3 Ikt U CT — 7 MDA L | TaTi
BATZ D L OB LZET DM Z R LTz, ZAUZxt LT REM 23 L7 &MY A ¥ W7 &
T = REIR—ADBEBT A ¥ W IR L TR VIAEROFER & &L HICT—7 DR E &K
LBLERT, WIS, WREOLEDONT —7 K-> TR 5 Fig. 2.2 b)ZA 7
DA X DIEAEINS  BIEL S ILTz, ANy X34 EOIRBIC BRI 5 Fig. 2. 2
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a) DEA T DAy BIFAEDIRIRE 7 — 7 DR & RHE ORI L 5 Fig. 2.2 b) # A
T DAy BZIEEOHFINERETHDH Z EERE L TN D,

K (a0’ 1032K, FEREEL 4.3V HK< (T AT OEHEEEILE 15.7V) ™, Bl A
YR ENTZ KITKIRE R0 A N T D e TT— I BINTDERH D EE XD
N5, —J. REM IZRICE D 2 LT Lo THREID A Ry 23T L STk
0 T A FAA> REM ASFHARNC I T35 Z & TR O 7 — 7 i (Faiaf) (2 2 k34
U7 —27 MKE A LIZREMER B 2 H D,

S

a) Addition of REM (W7)  b) non-addition (W3) c) Addition of K (W5)

CO. arc welding, DCEP
300A, 40cm/min, EXT20mm

Fig.2.9 Comparison of metal transfer behavior in REM addition,
K addition and non-addition electrode wire.
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IRBETT AT — VDT — 7 Johe % BB 5 & S IXREECH 5 3~ V1R
(Ar=CO, J&A T AT TIL, WHOBATIREOZ LR (FaEa—BIThH AT
—FAT) IZX o TEREZFHMIT 2 Z ENAEETH D, ~ 7 s (Ar—20%C0,) (2B W T K &
TN U2 A W5 [ Z_X— R MY A ¥ W3 126 LT AT L—{% 40A 1RV IR BEERT
THREE L, U A P ~® REM 3 L TX Ca IR (W6, W) 1T A 7 L—{biZxf L TENZEA 50 F5
FONT0A BWEREVLEE Le, 2O~ 7 EETOART — (LIS ETHE & IREE T AT
— VWD 2Ry B3R LY ORISR % Fig 10 I T, ~ ZAHETO AT L —{LEE R E
BEIME T T2 & & BITRIBHT AT — 7 RBECTO ARy X3AEBITWA L TEBY, ~ 7R
BECOAT LR ERMIZ X > TREEHN AT — 7 V8% C OB T O R ENE % Mz
PNCRHMIT 2 Z ENARETH H B2 LD, LL, v 7EBEOARA T L—RBITHEGIC
X DEMT A ¥ ~DK, Ca, REMIFIMDEEIZ SN TIIESH OB NLETH D,

Spatter generation
in CO2 arc welding(g/min)

8 )
CO- arc welding, DCEP Addition
300A, 33V, 40cm/min, REM(W7
EXT20mm
°r Addition
Ti:0.20 ~0.22mass% of Ca(W6)
4 =
Addition
2r of K(W5)
MAG welding
(Ar-20%CO3), DCEP
30V, 40cm/min, EXT20mm
0 1 1
200 300 350 400

Spray transfer current in mixed arc welding (A)

Fig.2.10 Relationship between spray transfer current in MAG welding
and spatter generation in CO; arc welding.
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3.4. %=

IREETT AT — 7 TP IBIT B A% Z 3 ABOIRRIZ OV T F DIETRE & BARY A

YIETLR OB OWTHE LR, LTOZ EnNH LN o7z,

() ARE IR CTO ANy X DX, g — 7 — 7 RO L OVEHEEA R ORI
KoTHEL, MEBHETOA NNy XD X, 7T —7 NTXDEEHE DS DOFHEK
WZE->TAHEL D,

Q) WWBET A v ~D Ti WL, Rl — L OREh L & 225 2 & TRy # 3¢
HEBOIIBNTRETH D,

Q) BT A Y ~D KL, 7— 7 B I OEMBITOREIZ L > TANR Y X584
DI FIRETH D,

(4) T T A v~ REM 33 LT Ca DUINZ, T OFEE) & 7 — 7 DIRIAIIZ L D A8y #
FAEBROHERKEZG | &7,

(5) ¥ VIRBETD AT L—{LIEREFTAEIZ L > TREET AT — 7 I8 CORMBAT D%
TEMEZ MR T 5 Z L N AIRETh 5,

-28-



FH3E  FEWER S E RN 0 SRR O B

FI3E EREK VR E RN RNy 2 EREF OB %

3.1. ¥=

MIG IA8:3 LT ONAG I8 A S O - T A —)V R T — 7 ¥RaEIL., ML FEL Snb
A%y B ORI LT — 27 o2 e A2 AR E LTS < ORFZEN 7 S, B
TSR, ARy X RAEBS IRBEER - ELEOBERRNMHIN TE =, TOREE
LT, ¥V A RIZ Ar-20%C0, & FiV A o 3— 2 KoV R ER & R OB 2 5 5 &
L7BIRT A ¥ 2B DR To~ 7 7SV AEEREIT A Sy Z R4 2 MR & TR T =
DIRPELEE L CRWVRHIZ 2T T0D 27 L L, <77 UL RAEEEEE D Ay X
U RN & SN DIRBEEIT Ar—COIRA T A 2T 5~ VIRBENR— A L5 TH
D AKA Ry 2D T-DIIT L 0 EfliZe Ar T AZFEH LT U2 5720 0NBHRTH
Do —HF REEH AT — 7 EHEEIL, Ar T AZER L2RVWMEa 2 bk s LTH
TETIISREEM OBUWEIZ B W CEERIESEE L 7o TS0, WEEEEME DR EH 50
LA ZIEEBEDIRL EIZONTE L OREN 72 SN TE T2 b DD~ JIREE & ik
L CANR Y X OREITUIRE LTEOVONBRTHD 7, [REEHT AT — 7 IR
B ANy ZARIEAROBAF DERIZx LT, ~ 77 VLV REHEE & RIS L A B & i
AL L2V LEEBITH DUVNE 2 7SV A LIERBITIC L IR Ay 2L K DS
IRENT D IREEH AT — 7 TR DIRTBATRIRR L~ 77V APRBEE DR 10 %
EIRL TR OYREBAT &V A B A R S LS5 2 L2 HE LTH
WOV AR 1200z LLF SRS, ZOFEFHITH, 72, —EDNRNFED
DT DOEHHI & U TIA ERAES D E TIZIZES TR0,

Z T, RETIH, »OVRERICEH L, 7V AKIEDIREET AT — 7 BT 5
TATRIEE, IRTHRBATIEIER X ONA R X BAEBICRIEFTHEBIZOW RS R L., &)
WOV A BRI K D A ZARBHEAT ORI $LATZ,

3.2. EBHIE

3.2. 1. f#EbEk

Table 3. 1 I[ZHGRIARE Y A YOk AR, HEAEED A vid, JIS Z 3312 (2
BT YGW1L (ZHIE SAUVARREE 1. 2mm DOTHIRIEHEY A ¥ 2 A, IR IR L
Iz X Y R A —/L &2 RE L7z SMA90B ik 2 Fv 7=,

Table 3.1 Chemical compositions of electrode wire used (mass%).

C

Si

Mn

P

S

Ti

K

0.044

0.76

1.67

0.01

0.006

0.22

0.0006
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3.2.2. WBESLME

ARFFETIL, RO~ 73 AR BRI R B OV A BTN &2 filE 35 2L &
NI A—=BFREL=y MRV T TEBE L, WRBITE LA Ry ZAERIIRIET
TR TG/ N T A — & OFEZFIAE L=, Table 3.2 (ZHEERICHWZ/ VL ATEHHKE O B
FRELRRE CTX DB NT A —2 2T, KR T A —F1X, ©— 7 Eifl
(Ip) 250~600A, ~X— ZFEFE (Ib) 10~250A, /LA E°— 2 I (Tp) 0. 4~40ms, 7. [V
RE (Tup) 38 L ONZ T Y B (Tdn) 0. 4~3. Oms O#HIPH CHRTELEENTRETH 5, IKHEET
VL H BIRHEBIT L 72D 3004, 7 — 7 BIEIL—RENAER &5 7 — 7 &I 31~35V 128
WTH S R OY—7afE B — RS DD Bl FEIT 33V ZARES & L, R
VL ESIAR DIRBE BN T— %72 40em/min &, 28 LE SIXER O UL AKX 5 U
A Y URELEE ORI 2 F5E 45 HAO T 18m (P UV A L A TiE 20mm) & L, —/L KA A%
100%C0, A A Z VN, ~— R EFAE (Ib) 100A, 37 F ¥ B[ (Tup) B KON T 0 B
(Tdn) 0. 4ms & L7=,

Table3.2 Welding equipment and pulse parameter.

Power source Inverter controlled
Arc-length controlled Constant voltage characteristic
Pulse controlled Constant current characteristic
Pulse parameter Pulse parameter ~ |Experimental range

§ Tup l Tdn ip Peak current:lp 250 ~ 600A
3 Base current:1b 10~ 250A
% Peak current duration:Tp 0.4 ~40ms
= . b Down-slope duration:Tdn 0.4 ~3.0ms
Time Up-slope duration:Tup 0.4~ 3.0ms

3.2.3. FHMEiAE

& 250mm X £ & 600mm X 15 & 200mm OHFIFAZRN T 1 OB — RF 2 7 Lb— Mg
AT, ) RTAEE LT2 AR X8R L ORISR LTz Ay X B2 X CHIE
TEHZ LT, WHERICRAET D L ORYE Y DAy B EEFHEIL-, SHIZ. TFIA
Uy va—F—rH\WTT—7EEEZRIEL 10V L FIZELEMET U2 @2 s
17 RELET—Z7EELVEENR LR LEEHa /o a— U BITEHET DL L
TRBATRIEAEE L, 2 X o TRD S EIBATRIR & U A viEas ) S
BATERT O B L IR A F LT,
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3.2.3. BHEBATOBILE

VAR TSI EE I ©F A BRI L > THRT L, IRIR AT AT — 7 BRI B B i v
AW a T LTea O, WtEais L NSRBI TEREOZ L 2T Lz, &
B E T A OFREIEFEIT 6, 000 frame/s, /¥ » # —# 13 1/20, 000s, L > AL F4-200mm
L. 960nm /N> R /XA T ¢ LA & -,

3.3. EBRKER

3.3.1. J U NVAYRBEIRIT AT

HA =)V RT =V R BT 57— 7 BB —/v R AR L » TRE A4k
T %, RGBT AT — 7 EEIZRIT 57 1 B2 — VB TIE, Ar-20%C0, DA 7" L—RATIT X}
LTARZEL ZNTWD, 78t a—/UBITICRIT DA/ Ny X ORAX, MR E
ZOREPRELBEURL, BEEHTT—7 . 7T —7 HEDHDIZ X DR OIS
SD, ZhS 7 0Ea— BT 5 Ay ZRAOHIHNCIL. IWREORZE T
BOMHNREETHL LEZBND TN,
Fig. 3. 1 \C A IAHEERR 300A, 7 — V7 EE33V & L=/ VUL ATORBH AT — 7 ¥R
BRI DB E 7 — 7 BEOWEI 2 /RT, T — 7 BEOEE) ST X DA
DOBATIHIRREE 29~48ms LA IZHOE HRE WV, U A PiaflaE QAR & BT
SEMH SN DT T 59mg, BERE L7256 OB 2. 4mm TY A YD 2 fFI2HH
B35,

800 —

Bk, . GEHs

Voltage(V) Current(A)

sl iy o sjpin i 4 shie wiss gy s s Ajaws

I.” - | | | | ]

0 80 160 240 320 400
Time (ms)

Fig.3.1 Current and voltage waveform in non-pulse welding.

-26 -



FH3E  FEWER S E RN 0 SRR O B

3.3.2. cozz\°/1/7\7’~—7?*1§¥£ (BT BT

IRER T AT — 7 VR BT 5 7V A& & AR EER X OB TRIBIC W TR

EﬁbtoﬁgBZLJV%Nj&@243W%%EEﬁﬁmf%Tﬁ‘41WN?ﬁm3WA 7

T 33V, X — A FE it (Ib) 100A, N2 1 ¥ IK#ft] (Tup) 36 L ONZ T Y K] (Tdn) 0. 4ms & L,
2OV A B — 7 & (Ip) 350, 400, 450, 500, 550A (ZBW T/ VUL A E— 7 B 228 (L &4
52 ETrOVAERE S A 20~T40Hz [CFHFE LTz, 1 7SV AHDHUVNE 2 7SV AT 1 AT
1T U 5 JEI A 40~100Hz (238 TR B &L 41~52mg (2P L, 2L R AL 40
~55Hz TII/ VAERIZERI Lz 1 7V A VIEESIT VS DLz, 2V AR E 100~
300Hz DA EE (L 55~65mg ([ZHIIN L7223, & HIZEVW LRSS & L7 400~T750Hz
°iﬁﬁiﬁF%%m¢5@ﬁ%ﬁb 2L A B — 7 & 450, 500, 550A, 2L S EL
500~T750Hz (Z31) DI E R IX 34~3Tmg., 7V A &KL 40~100Hz OFEIR L Y & 1A &=

B3R L, BRI U7 EAE 2. Onm TH o7,

Fig. 3. 3 127V R B H 500z (28T HIRtEEm & 7 — 7 BIEDK 4 ~d, B — 7 &
7t (Ip) 1% 450A, v— 7 H#i[H] (Tp) 1% 1lms, ~X—REFE(Ib) 100A & L=, Z DOV AJEME
£ 50Hz 12BN T VRN L TRBATRN R L7z 1 SV 2 L BT BlEL STz, <
7 (Ar-20%C0,) FBLOMIG 7 IV AEHCEIT D 1 7V A 1 ImATIR, B —7F ouﬁ%
BT AERMOME & K TTINDOEK, N—AERYIMIZBIT 2FH O U A iomn s
BERL & VAR — L~ DR TABIE ST D #0Y,

80
| ® 100%CO2, DCEP Peak current

S |A 300A33V,40cm/min Ip (A)

E 70! ® 350

2 g B 400

2 I' vt @ 300A A 450

@ 60" R O 500
: n

s |k / \ O 550

S I

g |1

B 50

S \

-

N
o

30 ; ' }
0 200 400 600 800

Pulse frequency(Hz)

Fig.3.2 Relationship between transfer droplet weight
and pulse frequency.
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SAUSKELC CO, /AT — 7 D 1 79V A | RBATICR1 DB, £
7 BRI D 2~6ns OEIBIER STz, BT O ©— 27 Bk L Ok E
EEBITRNT =7 Lo TUA Y L~ EF O, 727 NN a0 ~—2&E
TR OWTRIL T H~IUD 2 & TUA PRI KON ETZ L, 20 < UFUSHERL VER
B F AT B 2 & CHRIIL T A v S DRENE LIRS — L~ & AT LT, =
AEFHIRNCBT 57— 7 Bl < i AVE LT,

Ehz, 17OV A L RTBAT OELAUTHLR AT 2 7 A VIl R S 65 2 LT85
IZERENAE UR0T <, BB OB T — 710X > TEL DAy ZBSIRET D BIGR0B152
SN, 00,/ VAT — Z HEBERCET 5 1 7V A 1 IRATORZEIT I~ — 2 B
FOMMORENEE EE2 b, £/, 7 OVAREORE (R—AE 120A L)
2L 5> TEIR—ABFNC T — 7 45 L s ST 5 oY,

800 — -- CO,, DCEP, 300A, 33V, 40cm/min
~ B L o e e S | e e Tt
< et Bhar
<3 B S T o o S B 0 g X Pt AT s SR T
S b
L e R e e LU A s
E 'J:LUUEIEEHIEM
I ............ I I I I ......... I
210 TR 218 222 e 38" 230

. 890 - e

< e, 0

= :

g 400 I~

3 .

© 0 " a00; divees

50 ;
>
8) 25|
8
fg oL Bl e i S s | ; : ;--;--f ”"'”ioﬂ?ﬁéﬁ

L 1 R L T I
0 80 160 240 320 400
Time (ms)

Fig.3.3 Current and voltage waveform in 50Hz pulse welding.
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Fig. 3.4 (27 VAJEREEL 2200z (ZH861F DisHEdE & 7 — 7 BIEOW R A RT, ©—7
Bt (Ip) 13 450A, °— 27 #A[H (Tp) i 2. 0ms, ~_—REEH(Ib) 100A & L=, 7LV
220Hz \ZBIF 5 1 OB TR 31 1], 1 BT 57OV 258038 7 -0
A, ZOHFPL A DS 12 7V LR EEOBATHINT 18~55ms & K& < T HD0
T2o 2OV AJEE 220Hz 1B WL, 2OV R ER 5.2 5 2 & TSR ERIZ2 3588
AU, WHOBATE KX ELTBIRBBIEZ ST,

800 — [etvs e : : - CO,,DCEP,300A,33V,40cm/min._.
—~ UL, GO0+ - e e B U ot o
$ i .

g | ! -

qt') 400 I (1] | |

3 |||I| I LI il
L dialidbll) O I e et ot

. S0 e et p_ e e

Ei ¥ ﬁ‘ 1

S 25 [WFIEEFEPEREPEENITRT

8 U2 ... .0.000E+DN. . ...

° e ; . _ : : : :
| ] ] ] ] ]
0 80 160 240 320 400

Time (ms)

Fig.3.4 Current and voltage waveform in 220Hz pulse welding.

Fig. 3.5 (ZJEW %L 580Hz (ZH31T DIstEENL & 7 — 7 BIEOW I ER R 2 ~T, B —

7 i (Ip) 1% 450A, ©— 27 #[E (Tp) 1% 0. 6ms., ~X— A& (Ib) 100A & L7-, 7L AJEI
¥ 580Hz (28T 5 1 MM OEHEBITERIE 58 B, 1 IWRBITICET 5L 250349 10
IV A L TR ONEEIRATRIRRIL o7 SV ATEHEDSE D 3Tms 726 1Tms IR L72, &
7o AT TIRIRR O 14~20ms & FEF IR < BLAIROZR IR T CTH D Z & IR S
iz,

Fig. 3. 6 127V A AL 625Hz (Z351F D 1 AR DRk 2 & BN & CoEtftimifg 2 7~ 9,
v — 27 & (Ip) 1% 500A, ©—27 HiR (Tp) 1% 0. 4ms, ~X— A (Ib) 100A & L7z, i
ITEHZ OB A Oms & L, 5.2ms 775 6.0 ms OEEITIETERITHR 3 7V A H ., 8. bms >
59.3ms X5 /7VLAH, 12.3ms 7°5 13. 0 ms 1£8 7L A H ., 15.0ms & 15.5 ms 1% 10 /3
NABTHD, VA YHRIGOERIIREOBEE & HIgkE L, LA —7 HIOR
M7 =27k >TEFITH ET R L L, X—2AHAM O IE T HIHONS Z &
THLN FHA~BENT 2SN B Sz, 2 ON— A WRICEIZ S =i u@T
FF~OBENL, WEO/NSV 4, Tms BE NS, Oms (ZBW IS L, ZORIRIT
BRCTH D,
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¥
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oy

COz DCEP 300A 33V 40cm/min

800 Gl &, D00E+0E

400

Current(A)

o

800 —

400 [~

mn L bR ALLALLLLA A

59”“'3*'31 IR TR Morits it et o e

o

Voltage(V) Current(A)
N a1
ul O
|

Fig.3.5 Current and voltage waveform in 580Hz pulse welding.

ZHUTKE LT, RN T A YR EIZEE Uiz 11, 8ms DA IEHET MR O= 4R
Lo TEY, ZOFNITHICRESBEI L, W& VA YRIO S CNOIRILZ
@ﬁ%GIZMMﬁﬁﬁumbgh/%@% VAT & Tl E AR 3ms Th -
=0 1 7V A L ISTHBATICRB T DI £ T v — 27 B 2~6ms (Fig. 4) & & —%
waéozmﬁﬁﬁﬂwX%ﬁ_ T HEBAIT ORI E LT, 2 UL A X AT O
U A YT ~OWRE) (- TE) & FOREDRITIERR & U A YR ONZ AL LEE
BUZEDBIRPBE SN, £, wﬁ@ﬁ%ﬁwﬁ%&ﬁ%ﬁwﬁi\%ﬁwwwm
& VTR FEEN O SRR ST, WO ED DBATIZE 218F1T a) IR O, b) /3
WAL L DO ETE e SINDIEREL, o) IO < O ORkR. d) i OB K5
TZ 5,
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Fig.3.6 Example of droplet transfer behavior in 625Hz pulse welding.
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333cmﬂwa—ﬁ%ﬁ%:ﬁiéxﬂ/5%E%

Fig. 3. T \ZHJIRBEERR 300A, 7 — 7 FBIE 33V IZBIT 57 UL RS & A8y 234
BORRZ T, A%y ZIAERIT UL A JE R 20~25Hz OFEEKTlE 2. 3~3. 2g/min &
%< 7NV A JEEL 50~100Hz OFERFS KL OV 400Hz A EOFEIE TIX 1. 2g/min LA T :ﬁi&ﬁ
LTHY, Fig. 3.2 O/ VAJEMER & SRR ER & OMHEBENTRO bz, FFC
7 B B00A, ~X— AT 100A, 7L ADN | V) B (Tup) 0. 4ms, 3 F V) BFfE (Tdn) 0. 4ms.
JEIIE L 626Hz (2B D ANy Z AT 0. Tg/min IZF TIERI L7-, Fig.3.812./ 7L
X/@%ﬁibgt@ 6250z D AR OV AR IIT D A8y ZRIE i &y, mE L
AVSPED AR VI INREE 720 RIFE 0. bmm LA R D AR Z 31X ) o7V AEEBED 52%
D T8WIHEM LTz, F72, Y — RITBEA~OfE & BRESBEME SR8 0. 5mm
HBZ DAy ZISAERT ) 27V AEEED 1. bg/min 236 0. 2g/min (IR L7,

3.3. 4. BE IV AYEEE DR

Fig. 3. 9 {CEYURBEE TR 300A, 7 — 7 B 33V ICBIT BUERD 7V AR L &8
Iz 7L A (Ipb00A, 625Hz) T Dl ~ 7 v ififk & v — Ml Z 3, EiD, VLA ki
Ko THEIAFRS N L3I L7, —J7. B — R ~DORRLOD A/ ZAF75 03
D LUTEY ARy ZREFEORIBIRBO G CE 2,

5 CO: arc welding,DCEP Tt
[ 300A,33V,40cm/min ea CllrJ)rren
o ©@ 350A
A 450A

O 500A

° [1 550A

Amount of spatter (g/min)

0 0 200 400 600 800

Pulse frequency (Hz)

Fig.3.7 Relation between pulse frequency and amount of spatter.
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100%CO,, DCEP Spatter diameter (mm)
300A, 33V, 40cm/min ] 1.70 ~
[ ] 0.85~170
4 [ 0.50 ~0.85
B 0.11 ~0.50
3| 3% I ~0.106
26%

Weight of spatter (g/min)

(a) Non-pulse (b) Pulse(625Hz)

Fig.3.8 Comparison of spatter generation in non-pulse
and high frequency pulse CO; welding.

CO,,DCEP
300A,33V,40cm/min

SM490B winlem lsmagoB e
(a) Non-Pulse welding (b) high frequency pulse welding

Fig.3.9 Appearance of bead-on-plate welding.
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3.4, E%&

BRI OV AVABAZ BT DI O OWCEAIREIE T V& VW TELRT 5, K
FEH AT — 7RO 7 o — BBTICRIT D ANy X3EFRE L LCid, QKL
T—7, @7 — 7 N LD OREENZET SN H0., TOFREL, WL T A Y i
THRET DB T, 7 — 7 SWNENT B 720N R E < $58) LIS A AHANC 7
HZLITERTLEENTWND B9 LER-T, ARy ZORAERFD ST 572012
X IR ORLEFZB ZHHT 5 2 ENRFICEETH D, @A LA E W Co,
IVOVAT — T EHETIE, 9~11 7SV AT 1 IWEIBATT DIEDNROD TEETH Y . )
O BWHORE SIINEL D, ANy ZRARY KIBICKB T2 L%
3.3. 2 THB L3 3.3 THTHRA 2, Z DAy XRFESRIT Fig. 3. T IR LT UL R |
X DR OEHIZRENC X 5 < OO A T, B — 27 BRI < O
HECDHNE T IINT A Y A~OBRA R ERBITEEB L D Z stk b L
Zizohb,

Fig. 3.3 IR L7=L 91, W REREEA LTz & & O ERERD B EIR G2 b
DT NG, {ﬁ{ﬁﬁ@j(% S CEAREBOBURET D Z L2 LT, ORI S %
@@M#ét L EFRBICE T ST D TEP EHWT, Fig 3. 1117 L9

fﬁ%@ﬁ;%%@z\&fﬂ%ﬂﬁ%@ﬁ%ﬁ@é:ktbto

1 |k
f:— e A 1
2z \m W

2T, miEHOEME R ke) . k IXFEOEMARELE N/m) THD, Lk
D, WHORE SIZEH- T, T4 Vil ES DIARPIRIE R Y, RiEENICED
i SR EENIEALT D, 7o & 21T, WO RmIES 1% 1.2N/m &35 & BEEIRFEN
smm’ DFE, ZAl SR ER 1380 16 (N/m) ERHR &N D, L7dd- T, IRREERER D %
7.5X10°%kg/m* &35 &, IAHERE 1% 3.8X10%kg & 7420 . EAREER (X1 X068
100Hz & 72 %, Z DX DT L TRD T REIIAE OAFE & BAAIREEORR % Fig. 3. 11 12
AT, EEOBRTERRE LR DITE, BEAREENMET 52 03005, Fig. 3.111Z
(IR EA A BRIUE L7 & S OERLOFL L TV DD, IIHERN 1. 2~1. 5mm TO)Iﬁ
PRENAE 300~600Hz & 72> TV A, Fig. 3.2 12T X 9127 VV A JE 45 300Hz BB 2 128
T DR A RFEEER O & VNS 7es TR Y, 7LV RAERRIC X 5 HRIE
%Kiof%ﬁmﬁﬁﬁﬁufwéﬂ%@ﬁ%ék%i%hé

728, Fig. 3. 11 ITHAMUL L7 7 W COBEARBEOHEM R TH O | FEEIZIET
XONIMZTLEBEEDOHMDY . SHIITERE T HHIERT 5720, 5%, {
THHIRENFS X OVETHBENL B3~ 2 37 MG L Th 5,
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(a) Pendent drop (b) Mass-Spring system

Fig.3.10 Mass-spring system equivalent to oscillation
of pendent drop in axial direction.

Melted metal diameter of wire (mm)

1.0 15 20 2530 5.0
1000 | T | 1 I

Wire diameter 1.2mm

N

o

o
T

O 1 L
0.1 1.0 10.0 100.0

Melted metal volume of wire (mm?)

Character frequency of melted metal

Fig.3.11 Relation between volume and the calculated character frequency.
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R

FRIBEHT AT — 7 THEAZ BN T LV AR & D WA TR R D2 E L 2 i L7
fide, AFDOZ EBRHABIMNERoT,

(1)

(2)

3)

(4)

2OV A JEPEEDS 300Hz AR X D A CILEP B oI & & SIS ET %
%z L, B — 2 &k 500A., JEP ¥k 625Hz TONYHRHEEREIL > 7L A D 59ng
5 34mg |2 F THA L=,

F 7o @RSV ATEBAEIZ X o THRE OB & & I TRBOHERIER F23
P BT,

EEN OV AVEBAC Ko THE UTe ARy XS AR, HERE T T0%EK L TR0 |
B RUTEA~DOfTE DS SRR 0. 5mm LA EOIKID Z 2% 213 13%I IR L
77

ISR ERAR IR STl U727 M X 0 S 572 B 1. 2~1. 5mm CTOEAHRE)
FE 300~600Hz & 720 | EJE VAR T DEERICITIRIC X > TR
BVE U mREMERE 2 HiIVD,
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AT T—r OREME Ay ZFRAEBITRIE TR L REM RO

4,1. #=

[REE T AT — 7 R 2 B O =D H A o — )L BT — 7 TREHEIH ORI 3
WCEBWBTHLIMT A YN T T ALRDETT ADEEP) NEEL END 7, H2EB X
OV 3 ETIBWW TR DCEP 12381F D A7\ & DRI 2 AR Y A TR & it LA D
BLEDOIRET LoD 070 A8y ZARBEN ARG O L IEE 2720, — . BRI
REZE L SnHE~ A 2 (DCEN) O7 — 27 HBICET a7 FEARLIX
I DT D O Z BI & U TRIAR DR~ A A TOT — 7 ZE{L A
FHL. EEHEOEIZ & D Ay ZRREREZHRE LD @, JEik e SICERA
BAZRBWTIAD B AN IRETH 525, HEmdEiakl T, M ~"7 212 L TE R
L OEMOMWEEICHE D P Z b0 Z &M DCEN (231 5 7 — 7 Z2Efk & = DL
GUIBT 2B, — 07, FEEMATH D TIG IREAEIL DCEN TOEHANZE & &
N, B THDW(H T AT ) ~D REM(Ce, La, Y) IS 7 — 7 O L EBMRO KT
HICHERITHL L ENTWVWD Y,

ARETIX, KRBT AT — VBRI BWT Ar TAEZ ELTHRAETA—NV KT —7
TABEEE P ORBE A R Z b2 R T 5 2 & & IS, Wkt~ A (DCEP) {21
2 TC—RICAREE & SN AMmMEEE~ A T2 (DCEN) |22V T, BIRY A 7 ~D REM (rare
earthmetal) WA T — 27 ZEM., A3y 234 R OB TIZEIC RIT 2T
OUWNTHRET L7,

4.2. FEBRHE

4.2.1. AR

Table 4.1 I[ZHGRERY 1 YOk A R~T, 3T A Yix, JIS Z 3312 (2B
TYOWIL IZTHIE SN ALk 2~ — 212 C : 0. 031~0. 050%, Si :0.60~0.72%, Mn :
1.62~1.74%, P :0.010~0.013%, S :0.009~0.017%, Ti : 0.16~0.26% & L REM &
% 0 ~450ppm (ZAML & W72 9 B ORIET A ¥ 2 H\ 2, REM X Ce, La, Y 2572 51RE
M CEDHE6:3:1 2, TN 2 2 & THPIZS, Ti o7 2{bEmE LT
TS ET, VA VEAT L 2m & L, REIZITIES K 0.4~0.6 um D Cu b > X & hE L
77

4.2.2. VEHEZM

Table 4.2 (27 —27 ZEMR LA/ Ny ZRABITKITIHNE L U A ¥ REM D
(DN C ORI AT, FHaE, EBERIR, 10050, v —/b K A%V,
Vi 300A, PAHEEEE 40cm/min, ZEH LR E 20mn, 7 — 27 FEFEITFRRIERE £ — FRAS
FONLEIEEESE L, EMY A Y OMMEE~7Z X (DCEP) 1% 33V,  #~ A 7 A (DCEN)
1330V ZAEHERF & LT,
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Table4.1 Chemical composition of electrode wires (mass%).

Wire C Si Mn P S Ti REM Ca

WO | 0.048 0.70 1.65 0.010 | 0.010 0.19 Tr 0.0004
W1 | 0.031 0.71 1.67 0.013 | 0.007 0.16 0.010 0.0005
W2 | 0.044 0.72 1.74 0.011 | 0.009 0.20 0.014 0.0004
W3 | 0.036 0.70 1.68 0.011 | 0.017 0.26 0.016 0.0004
W4 | 0.045 0.67 1.71 0.011 | 0.010 0.20 0.025 0.0006
W5 | 0.032 0.71 1.72 0.012 | 0.009 0.18 0.033 0.0002
W6 | 0.050 0.60 1.62 0.010 | 0.012 0.20 0.038 0.0001
W7 | 0.032 0.71 1.72 0.012 | 0.009 0.18 0.043 0.0001
W8 | 0.044 0.70 1.74 0.011 | 0.007 0.20 0.045 0.0004

REM : rare earth metal, Ce:La:Y=6:3:1

Table4.2 Welding conditions.

_ Voltage | Current [Welding Wire
Polarity speed | extension
(V) (A) [(cm/min) (mm)

Electrode

positive 33

Electrode 300 40 20
negative 30

4.2.3. ANy ZIEABOFNFE

250mm X £z X 600mm X 5 & 200mm OFEIFZRN T 1 oMlO B — R4 7 L — MNEEZT
WV, RUSE LT ARy Z B L ORESRNICHRB L T2 ANy X &2 X CTHET S
Z LT, WHERRCRAET S 1 MM 0 Oy ARl LT,

4.2.3. WRBATOELE

T — 7 FRE, fﬁiﬁ%@%%k‘i(ﬁ%@%’rﬁ%fﬁ'ﬁk‘i(ﬁﬁ?s@ijﬁ WO L7l i A A
7 & AW TEIE LT, Jlmoi ki ol g 1, 000frame/s, ¥ v ¥ —
i@ﬁﬂmﬁ%skL\V/ZMﬂ%m\T IR OBER A B E L CTROE T 4 V2 —
ND400 %\ 7z, RO B 6 0BT, REHEE 6,000frame/s, ¥ ¥ v ¥ —iHE
1/20,000s & L. L > X F4-200mm, 7—7%@@@%%%#6*&?%%%%%&@@
7 — Vv ORE e BlE A B & L Tk & 960 15nm D73 R/NZA T ¢ L& & Ve,

-38-



FABE T2 DLEWEE RN 5B RNFTHEE S REW S D 2

4.3. EBRHERBLIOEBE

4.3.1. kL7 —7 OREM

FMERE~Z A (DCEP) (Z351) D IREE T AT — 7 VR0 7 v B o — VBBATIL, Ar T A% E
ETDIREHT AL =N KT =V EHEO AT V—RATIZH L CEEMICS D &S, 2D
70 2 —/VBITICRBIT D Ay X OFAT, MR & OfEEn ks < BR L.,
TG ETHT— 27, T—7 NEDLDIZLHEMOMBNIZFT bns B2, £,
Xy A DO, T OMHME E FEBOMHINEE CThH L LEX LD (FH3H),
JREETT AT — 7 TR BT DI TBIARIY, IREE T A DRSS L > T —
IINERETHZE T, T3S biEilE MO L RIS X O ITEH L., %
IIBATE T s Z E THRICKET S, 612, 7T—7 AR RKRESENT D0
ARIIAANCFREY 95, Table 4.3 ([THBMEE U A YOKHMERIZL DT — 7 ZEMED
S A 7R, MM DCEP, REM Z 3N L TV WD A YWO D7 — 7 B L 5 &
REMZEHTHTAVIET =7 ZDELODMENEAT DI2DICREERTE L7256 (5B
2®F), —J, ¥~ AT ADCEN) TIL, VA YW I THRRAH AT 57207 — 27 0
NIRRT D DITKE LT, REM % 250~450ppm & A5 U A YW4 72 HW8 (3~ 2
(Ar —20%CO) IAHEIC I T D AT L—BAT L [FRRICZE LT T — VBl L Ino7c, 2D X
INZT — 7 DEEMIL, WEE U A YD RIM G4 DFEIZ L > TRELS B LT

Table4.3 Evaluation of effect of polarity/wire
combinations on arc stability.

Polarity Electrode wire
WO(Si-Mn-Ti) W5(Si-Mn-Ti-REM)
Electrode
. Normal Poor

positive(EP)

Electrode

. Poor Excellent

negative(EN)

4.3.2. ANy ZFRAEBITKITTHRMEE REM EDFE

Fig. 4. L IZIREEAT AT — V7 THEZHRIT 5T A YH O REM & & A3y Z3AEBEORGRE
79, MRPE DCEP D A%y Z 38 A 8T, REM Z UL TWRW D A YWO0 78 3. 5g/min T
ZDIZ%E LT, REM & 330ppm TIXKI 2 2D 7. 6g/min (2N L7=, REMDOEHIZ LD 7—
7 DEEEAT DAEM A7~ L7z DCEN I8V TC, REM 2L TWRWT A FWO0 D A%y
2 3EA T 4. 3g/min, REM ORI E & HI1CPE L, REM £ 140ppm T 2. 5g/min, REM &
250ppm C 0. 6g/min, REM & 330~450ppm {233V Tl 0. 3~0. 4g/min (2D L7=,
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REM £ 330ppm DFEMRT A ¥ &2 W IREEHT AT — V7 IRHAC L - TRAET H ARy ¥
B3, M DCEP DA T REM Z U L TR WERR Y A v & W EEORI 2 /5D 6. Tg/
min (ZHION L7228 Fd DCEN 123V Tl 0. 3g/min (2 F T L < W L=, B Tkifk 0. bmm
LLED 2Ny Z ORI, REM 2RI L TWRUWERRY A YWO0 & FV 7= ARf% DCEP Tl
85% T %D DIt LT, M DCEN TI 5% £ TR L 7=

PLEX Y i DCEP DRBEHT AT — 7 5 CIIR S MO T —2 &7 —7 2D H 0
DA ENEAGT DI DICRLEREE L 720 23y X O R AL (5 2 53) BiG ) @iz
7= REM ZUshn L 7= FBARY A v Z f5l: DCEN D IREEH A 7 — 7 s THWA = & TIRES
T A=)V R (Ar—20%C0,) 7 — 7 YHAEN S DK A 7N AV ST,

4.3.3. T— 7 JRE L IRERBATIC RIT IR & REM BEORE

A & 7 — 7 TR & il 2 7= DI ElE B 7 4 &2 W e Blg2 %4 50 L7z, Fig. 4.2
(CIARBATIERI O G 2R3, EHEEIT RS LTl ooz s L, &/
T T AW R AW BRI T — 7 SR OBIERNR S 72 100A B L UHH
WRIRAT & 7225 300A & L, MY A VI REM Z%I L TWRVWWWO0 & REM % 330ppm &
HITHW5 &V, ki~ Z 2 (DCEP) 38 L O~ A A (DCEN) & L7, BARY A ¥
WO % W= IEBE Tl M DCEP (2R THRBEERDT 100A TIFMU N2 BRI TS, IAbE
VR 300A Tlt, 70 B a— URBITABIE S,

5 3 6.7g/min
DCEP-
o CO- arc welding
= 4 X Welding current : 300[A]
S ' Arc voltage
2 DCEP:33[V]
5 3t DCEN:30[V]
[<
(]
c
)
o 9oL
3
©
o
n
1k
0 : 1 ! | . 1 A ] .
0 0.01 0.02 0.03 0.04 0.05

Amount of REM in electrode wire (%)

Fig.4.1 Relationship between spatter generation
and amount of REM in electrode wire.
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FHAF T2 DEEME XN KL RIFTREIEE REN G102

FiEAE~ A A (DCEN) (23U Ti, IHEEEIT 100A 35 KTV 300A & HITT A Yoo HIR
T T OIS T — 27 SR LS AT 2HENEE S, Zutk- T,
AT L <EEE L, BITOMHT HND 2 & TUA YD 3fEICE THME LT,

Z U LC REM % 330ppm & A4 5 EM T A YW5 & FV 7= DCEN OFaHE Tl
VREEFEIT 100A CITHLKARIRH A2 TS 2 & OO M T — 7 mngEd L, i OFE
NS S A, IEERENE 300A TIXEMY A Yiima THA &3 2 MHEERO T — 27 DRk S
AU, AT L 2mm B2 & OIGIME L7z, IREEH AT — 7 IRHEZ BV T UL R E RO
T bR K B ARy ZFRAEEDOIRGE 3 ) Mo Ty, &MY A YWs %
FHNTZ A8 DCEN OFAHEZ 3T b I ORI LRI K > TA Ry Z 3 A s R L
mEZLND,

TRRBAT 2R T DT DI EHICEHEEI A T ERE L, N RAXRAT 4V H %
FANT U A Y oeiais HRBATT DA & i 7 — /L 2 EEBIZ2 LT-, Fig 4.3 ik L1z
TR 2 g, BBMRY A Y1 REM % 330ppm 5 A3 5 W5 & V>, 4 DCEN & L7z,
PEHRD REM Z RN L TR WY A v & O 72 DCEP COIRFEHN AT — 7 U DER
TRBATRIMRIL, T 3Tms LR, Lt ZDORIRIX 29~48ms & K& S LT 5 (65 3
) DIZxE LT, REM % 330ppm A 32 VA Y W5 % 728 DCEN OV TIX, FE
FIZHOK 4. 5ms REIMECRIZR ST, F7o. ERiE, RO &R Z ek &
U7 —7 SRS L NP o DB B ST, 2O OBIZE, HHliaE Of%Hh
il & EG BT LU A YA TE R & T2 HEERO T — 7 TR L 520 TH
HEEZHND,

Polarity Electrode positive | Electrode negative | Electrode negative

Welding wire | W0 (Si-Mn-Ti) WO (Si-Mn-Ti) | WS5 (Si-Mn-Ti-REM)

Welding
current
100A

Welding
current

300A “/

Fig.4.2 Comparison of arc and droplet behavior with various polarity/wire combinations.
(photographed from side video camera)
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/ere

v " #*_ Dropl
Molten pool i dis

[Conditions]
CO; arc welding, DCEN

Welding current : 300[A]

Arc voltage : 30[V]

Welding speed :
40[cm/min]

Fig.4.3 Continuous images of droplet transfer in electrode negative welding with W5 wire.
(photographed from upper diagonal direction video camera)

4.3.4. REMEIIV A ¥ DYt

TR RIS AT A T — 7 TEHAZ T 5 H IR TOFREIL, 1IW CTOLFEICRT
L7082 =BT THhDE SN BT A ¥~ REM BN DCEP (238U T AR
v ZOWIRAFL (2 %F), LA L. A LESNEWICH i3, DCEN @ Ar H A — /)L R
IZBWTC REM 2—7 4 VT TA YIRT—7 OBENE AT L—BATIC RN 5 D & His
DLTEY, REMITIATRBI TEIC R E < L, Mk DCEN TOWREEClE 7 — 7 ZEfl
IZHR TR TH D EEZXBIND,

Fig. 4. 4 I[ZVAHERDE & ANy ZFEEBOBRE~T, REM % 330ppm & A3 5 ER Y A
YW5 & =i DCEN OVEPEES K OMERD REM 23RN L TWRWERR Y A YWO0 % H
UNTZABM DCEP DVEED 2 550 & UTe, JRER AT A T — 77 I35\ TRl 2 DCEN & L REM
% 330ppm & A LT=EMRA Y W5 25 Z & T, 1RO DCEP DAz & Ll L CKIE
7R ARy ZARIRSEERL SAVTE Y | F ORI, AR T & 72 DI T 260~380A
DOFIPHTE LV,

Fig. 4.5 {2 REM % 330ppm & 3 D&M A W5 & HW Ml DCEN O e — R4
L— MABACEIT 5 B — FAMEL L i~ 7 v fifk2nd, MBS IT e — Rt ~D &
Ry ZFEDIRVWVETE LT — MBI, S 512, 20 &Ll EoWm~ 7 o fiika 852 L
7203V T I 228 LTI RIA B DISHER S T2,
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5 +, Welding
CO: arc welding Polarity wire
Welding speed : @ Electrode

E 4r  40[cm/min] . positive WO
> Electrode

= O negative o
o 3r

©

2 O Q.

()

> 2

o

IS

[oR

n

1L

0 ] ] ] ]

150 200 250 300 350 400

Welding current (A)
Fig.4.4 Relationship between welding current
and spatter generation.
a) Bead appearance
[Conditions]
Electrode negative
100%CO>
Welding current : 300[A]
Arc voltage : 30[V]
Welding speed :
40[cm/min]

b) Macrostructure of cross section

Fig.4.5 Weld bead appearance and macrostructure
in bead-on-plate welding using W5 wire.

-43-




FABE T2 DLEWEE RN 5B RNFTHEE S REW S D 2

4,4, HE=
folE & BT A ¥~ REM (rare earth metal) ¥IIINT — 27 ZZEME, A/ ZFEHE
BB L OB TIFEEIC KT T B OW TR LR, LD Z ERH LN E 2o
77
(1) MMt A R~ A F & (DCEN) & L. REM % 330~450ppm ¥l L7= BT A ¥ 2 Hu\5 =
L2k, T—7 OENEMEA R 240, 3g/min) HSERL ST,
1) AXy Z ORI R T EE TR 250~380A DOHIPH TH LV,
2) EEEE A T X DBIEIT K o T, MDD O At A T (RIFRKY 4. 5ms)
DR S T,
3) B— RA U7 L— MEBAZBWT B — RiITfE~D AR 51372 BEL
TRV NEA R DR S AT,
(2) TERT A ¥ (REM=20ppm) & FV T2 iz~ A J- & (DCEN) DFEFEIL Y A -V Sehinl ik
T O Z U A VRO 345 DCEP Tl 2 %) ICE THR b Y, ARy ZDOREES
4. 3g/min (DCEP Tl% 3. bg/min) [ZHINN X H-7=,
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HFHE BRUA YOBRREE L 7 — 7RI KITT REM IR &

5.1. =

IREBHT AT — 7 VREEC BT D B ORHBI TS/ e B a— BT ThH D ¥
ESITETZMN, EaEE~ A ADCEN) & L., EBIRY A YIZ#EED REM (rare earth
metal) ZIRINT 5 Z EIZ L - TRy ZFREGEDDVIRVIA 7 L —BAT03M5 BTz,
= DYRBEE O FIR BB IL 250~380A L AL . FOT — 7 HREOEHMIZ Y A ¥4k
SO S 2 TES & T A RERMMRIR T — 27 THDH Z L2 4 ETHLMNI L, @k
DEMRDT A X Z AT M DCEN OFEBAT. U A VIARLEE 2 5 < . BRI O T IA N
BT & DIRESIR OB B W TRE B RO IEICEZY & SH, B O T
RSN ZBEBACB W TIA— =T v I L DIEERNRE LS EESnD ?
23, REM Z &R L7=U A Y& Huv 5 2 & Ttk DCEN Tdh - T HAmME DCEP LV ¢ &
DITRVEIABR Z S Z EMARECTHH Z L HFE AETHLMNT LTz, £7-. M DCEP
IZBWTEMT A ¥~ REM IINT A Sy Z ORBAERERIEDLZ L &2H 2, 4 FETHL
M LTz, BT A ¥~ REM IRINE. 7 — 7 JBRE S WA TIC R E B b2 A U &
TEBY, FOBSL L A =X LOMRANRNETH S,

ARBETIL, BT A ¥ ~O REM TN L > TH LN MHHA 7 L —BITD A 1 = X L
figlH 2 HigE LC, MY A ¥ REM BO U A YIRRLEE, R L OVATRZEEI ~D%
BATAR L, B & EBOFEENIKTT D REM IO Z SV Tt L=,

5.2. EBHIE

5.2.1 #EEATE

Table 5. 1 |ZfHEK L7 Y A Y O/LFME 2R3, JIS Z 3312 1BV T YGW11 (Z
HIE SN DL AL 2~ — 22 C:0. 031~0. 048%.S1:0. 67~0. 71% Mn: 1. 65~1. 72%.
P :0.010~0.013%. S :0.007~0.010%. Ti : 0.16~0.19% & L REM &% 0(=20ppm)
100~390ppm {2281k X472 5 FEADRIET A ¥ 2 H\ 7z, REM (X Ce, La, Y 22572 HIREW)
TEDOFE6:3:1 2V I ICiinT 5 2 & CHFIC S, Ti o bBdm e LT
Sz, VA YOERTL 2m & L, ZEIZITE S 0.4~0.6 um D Cu H- X Zfifi
L7,

Fig. 5. 1 IZHE S DOBZIEIRE % Fig. 5. 2 \ICHENO 274, FEBRICHW-ER Y A
Y RO DR TOEBBSIEI TR R 1F27X10°[ Qmn] TH Y | 30U 4 Y OBLIEGTR & HEL
& LT RO BEIEHTRICHE BTV 0. 033C-0. 55Mn—0. 173Cr—3. 47Ni A& DESII TR &
A =, 0. 033C-0. 55Mn—0. 173Cr—3. 47Ni A& DO E SR TERITHEIR TIL 27. 1X10°[Q
mm], JEEL & HITHEM L., £ 1200K LL_ETIThoOME 41 & FEEIZ 120X 107°[ Qmm] 12
KT %, Table 5.2 \C&KTTHE & T O OLERE V25101617 Ly 2R3, Fe
VAR 4.3V, BT 3023K, BRI CTd D FeO I IALZHREE%L 3.8V, b 3687K TH Y |
Fe Ik LT Fe0 1 XLV EFZH LT KAWL L ETH D,
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C (J/g-K)

Specific heat :

Electric resistivity :R (x10°, Q *mm)
(2]
o

HhE

BT A T DIGEE S T — 2 TEEEIZ R IF T REM 10D 5 25

Table 5.1 Chemical composition of electrode wires (mass%).

Wire C Si Mn P S Ti REM Ca
RO 0.048 0.70 1.65 0.010 | 0.010 0.19 Tr 0.0004
R1 0.031 0.71 1.67 0.013 | 0.007 0.16 0.010 | 0.0005
R2 0.031 0.71 1.67 0.013 | 0.007 0.16 0.020 | 0.0005
R3 0.031 0.71 1.67 0.013 | 0.007 0.16 0.031 0.0005
R4 0.032 0.67 1.72 0.012 | 0.009 0.18 0.039 | 0.0002

140
120
100

1.80
1.60
1.40
1.20
1.00
0.80
0.60
0.40
0.20
0.00

Temperature (K)

1000

1500

Fig. 5.1 Relation between electric resistivity and temperature.

2000

~, transformation

0.33C-0.55Mn-0.173Cr-3.47Ni

0.08C-0.37Mn-19.1Cr-8.14Ni

Fig.5.2 Relation between specific heat and temperature.

500
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REM OFERTEE T D Ce, La, Y IFW T3 HAEFEIEIIHK) 3. 0V, #BAUZX 3600K LU & HIC
TETHY ., TOBAMOMFHREEITHKIS.0 VTH D,

Table 5.2 Boiling points and work functions of materials.

Material Boiling point (K) Work function (V)

Fe 3023 43
FeO (3687) 3.8
Ce 3716 2.7
La 3730 33

Y 3609 33
Ce,04 - 3.2
La,0, — 3.1
Y,0, - 2.8

5.2.2. VA YYaARLEEE DOHIE

Table 5. 3 \Z¥AHESRM 2R, TABEIL, EEEEP. 100%C0, > —/L KA R &, &
BEEETE 300A, IBHAHE 40cm/min, U A Y OZEH LE S 18mm USRS U, fEiE~
Z A (DCEP) 38 X OMgs~ A 1 A (DCEN) (Z81F 2 U A VI HRE A5 HHI L. 7 A YIRRBEHE
L L,

5.2.3. T — 7 BIR DB

T A vk GRS ORI & FIRHCESEE E T A2 W TR T2 8L, VA
YRR E & R AT R D BT MR 2 RO, mEE T A3, Ry EE
5,000frame/s, /% v & —E 1/20,000s & L, L2 A F4-200mm, &RZAROEERH 7281
2x2HIE L THEEEE 960+ 15nm DO/ RRA T 4 VX Z W=, 7T—7 HOKE X
\IXAHEEMDPRE AT DL 2 N7 — 7 OBRNL, EEEEROEEN M2 5750
R 2SR L7,

(<PI>T— 27 FBHE 1V O T3 DB /IO A 24 (Z47H])

Table 5.3 Welding condition.

Shielding ’ Current | ‘velding Wire
gas Polarity speed extension

(A) (cm/min) (mm)

Electrode positive

CO2 50~300 40 10~30

Electrode negative
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5.3. HEBRERBLIUEBE
5.3.1. UA YIsRLEE & BT

5.3. 1. 1. UA PIRELEE L BITIAMRICKIETT VA ¥ REM EDRE
Fig. 5. 3 [ZEEMY A ¥ D REM 5 & U A YIsREE OBk &2 7~ T, IsEEE X B B S
17L& 725 300A, VA YDOZEHLESIX lmmkbﬁo%77xmﬁmuk7574?@

@ﬂﬁﬁiﬁﬂ@ ﬁ94¥%1%~wmms@ APz B %ﬁv4%@mmici5
FAfE IR Do T, — %74%1®@m T 5T A Y OV RNEEE X

BT A 7 REM £ 200ppm LA F (R0~2) z)x 217~220mn/s & mu \DIZ%F LT, REM £ 310,
w%mm&QTiﬁﬁMHWNicowmms_ifﬁwbto
Fig. 5. 4 |Z¥AHEERVTE 300A (23T 2 MY A -7 REM & & BATIRMEOBR 2 /R T, ﬁr
D@PK%H%%W@%&@I@iz2~2mmf%@ AT A ¥ D REM &4 &I1C
IR ZE RN IR DR o T2, —J5, FRfE DCEN (2881 DB A T a1 @$ﬂiﬁﬁv4
F REM £ 200ppm LL N (RO~2) 2% 2.9~3. 2mm & F K TH->7=DIZ%F LT, REM £ 310,
390ppm (R3, 4) TiZ 1. 1~1. 2mm |Z F T L 7=,

4 DCEP (123317 %@U4%~®mm%m5@\U%%%@ﬁgﬁiw%ﬁﬁﬁﬁw
5t U CHREZR R22BED5R D BV > Te DI LT, At DCEN (238U Ti&, REM £ 200ppm
LLUR Tl DCEN R D ENT A YRR & IR0, REM & 310, 390ppm TV A v
VAR FE D) & T OB L3 iR S iz, Fig. 4. 1 (88 4 #) |27~ L7281 DCEN (233
FH A & L REM EOBRMR & FRIEEIZY A - OWREEHE & I LTH 200~
310ppm @ REM FRINC L » TR EX 2Bk E U,

BT A ¥ ~D REM #SIINZ &> TU A YIRREE & TR R & 2B b3 A U 7o pift:
DCEN (ZBIT DT — 7 e L oz @) #8155 L7z, Fig. 5.5 BLU'Fig. 5.6 (Z REM Z ¥
L CUWZRUWVEML T A 7 RO 38 JLOVREM % 390ppm &4 9~ 2 B U A ¥ R4 % TV = IR BEE TR
300A 21T DEETHATIERITD 0. 2ms HEOHEFEGR 2~ T, Ml ©T A3 T 7 m)
(2% LTI AL L7z, REM 230 L CTUZRUWVERRY A 7 RO DT — 7 s (Fati i) 13
<\ %@%Eu%il%f%éU%%k%%f%é%ﬁk®ﬁﬁ%ﬁ%@%T%_ 33)
T UL BT DB EE S, TOENLT 0. 2ms BOBIZRIZB W THZ Oz 42
THRET A Z LT TE o7, ZOFEKETEMNT AT — 7 RIZE > TT—27 13 L <
ZEr L, WHOERmDOZE LW EEEOARED L DDORE REENELE SN, F
7o WREPEE L, WESEB M~ E 5 2 & T — 27 EDNELSE L - 72IRRET
DT —7 5x, B P2 LSBT 5 2 L TRmOBIT2 T 285 L sk -
TUA YED 3ELL RIS E THRICHE LIRS BIER SN,
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350
Polarity
300f @ Electrode
positive
~ 250+ Electrode
g O Tegative
E
[O]
[
o
S
2
o 1001
=
S0f Welding current: 300A
Wire extension : 18mm
0 ] ] ] ]
0 100 200 300 400 500

Amount of REM in electrode wire (ppm)

Fig.5.3 Relationship between wire melting rate and amount
of REM in electrode wire.

6
Polarity
| Electrode
° u positive
O Electrode
41 negative

.................................................

Droplet diameter (mm)
N w

1 |
Welding current: 300A
Wire extension : 18mm
0 | | | |
0 100 200 300 400 500

Amount of REM in electrode wire (ppm)

Fig.5.4 Relationship between droplet diameter and amount
of REM in electrode wire.
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Fig.5.5 Continuous images of droplet in electrode negative welding with RO wire.
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Fig.5.6 Continuous images of droplet in electrode negative welding with R4 wire.
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REM % 390ppm %A T 5 EMY A ¥ R4 Z HWZEEETIX, VA Yhmic 7 — 27 B Ef L
U A itz ol & LTRSS LTI E 2R H#ER D 7T — ﬁﬁ)éﬁé’%é}hto ZDH
HERT — 7 P TR ORR LB ABIZ SN TR Y | WROBATICN L TEMI L 77
ARMPAIMANER LTV D EEXBND, 05, ERTHL VA YiemllBiTd5
B & IR OO ERBIEE SN D, ZhuE, 7T— 27 P2 U A Y Ieim Ty
BENDMERS 5 Z kf?%?%%ﬂh@{%é@@—%bﬁbi?%htk%z%hé
D, WEOBAT L ITERRTH Y . BERE S, BEETH L VA ¥ & OBERERAHRET
% Z L BERK VARG ORI W TR DS OB Y (X T 7) ORIGEME S & 2
BY AR

5.3.1.2. UA PHAREEIZKITT VA YEH LEIDOEE

Fig.5.7 BX W Fig. 5. 8 I[ZhiAE~"F A (DCEP) 38 L UME~ 1 7 & (DCEN) (2317 5 FEfb
TAYRERBLES ETVA YRAEEORRRE ENEIURT, £, ZOHEI VRO
U A YEEHLES Ex & UA VIEREE v OfRE (1 kocoOurtl) % Table 5.4 (2R
T, IBHEERDTIE 150A & 300A D 255 L, BIRY A YIX REM ZUSINL TRV RO &
REM % 390ppm A7 5 R4 Z Ve, WINOFRMHFITBWTEH U A ¥ OFE R 1352 H
LEXE & HITNT A 27~ Uiz, M DCEP (2881 5 U A ¥ DR ﬁiﬁf“ TEMT A
Y RO BL O R4 IZBW TR 775 RT3 &3 6;}17‘;75>o7‘_75> TOWERIZEBNTT A ¥
R4 IX RO L ENITE <, TEHEFEDE 300A (2 HEHR T A ¥ R4 0)74 ’w SRR S 1 RO

W2 LT 3~6%mu\1‘£75>?%=%h710 7 A JVthj Lﬁé Imm OIENINZXTT 5 T A Y IafE
O (HX) 1L, EEEER 150A TROBEORE & HI2 1. Imm/s (1. 2mm’/s) . AHEE
7t 300A TIZX RO T 5.6 mm/s (6. 3mm’/s) . R4 T 5. 8mm/s (6. 6mm*/s) TH V., K734
C7pnotz, UAYEHLES 0m 28055 U A ¥ ORBEE L, IAHEER 150A 1280
T RO:57.7 mm/s (65.2mm*/s), R4 :65. Tmm/s (74.2mm’/s). ¥HEEVE 300A TiE RO :
82mm/s (92. Tmm’/s), R4 : 86mm/s (97. 6mm’/s) EHEE SN D, BARY A ¥ R4 DT A Y aw
BREE 1L RO (TR U CTEDNTHEIN U=, F OIS IXIABEET 300A IZBWTEN % TH 5

ZOEFRIIFARTHY . ZOMEMZIA ST H7-OIIIBRIC BT AR U A ¥
VR EE OV OWCEEMR T L E TH D LB X HivD,

—J7, F&PE DCEN (2351F 2 U A ¥ OFRREIEIE X REM Z8 OB I L > TRE 7ez=in
HECT, VATYEHALES lnm OEEINIKT 2V A PisfdEEOZ L (BX) 1%, B

T 150A TIXEMRT A ¥ ROBIORE & HIT 1. 4mm/s, IRPEEEFT 300A CTIXEMY A ¥
RO 73 5.2 mm/s, R4 T 5.5mm/s TV KREZRERITFRO ONRDSTN, TAYEHL
FEE 0m 2835 U A Y OEEEE L. REM 2 &4 % R4 DNEBEERT 150A T 43mm/s,
VAPEEE I 300A T 83mm/s REM Z ¥sH L CTUWLRUN RO 1 A HEEE DT 150A C 79mm/s (1. 8 %) |
VABZEET 300A T 147mm/s (1. 8 %) EHEE & D, ERICISIT 57 — 712 L B FEANEMR
TJAVYDORIMEFIZL > TRELEBILLIZEEZEZBNS,

-52-



Wire melting rate (mm/s)

Wire melting rate (mm/s)

5 E

D o F D & T — 2 JEREIC R IF T REM IR0

350
| Current : 150 (A)|  Wire diameter : 1.2mm
) Electrode wire DCEP
I Amount of REM
250 . RO cunt o
iy = 390ppm
1501 65.7mm/s
T —1.1mm/s
100} .
'\ —11.1mm/s
50 57.7mm/s —
0 . | | . ' '
350
| Current : 300 (A)|
300}
2501 _—15.8mm/s
imm
200}
86.3mm/s
150 _—]5.6mm/s
Imm
100
” | T—g2.0mm/s
0 ! | | ' . .
0 5 10 15 20 - N

Wire extension(mm)

Fig.5.7 Relationship between wire melting rate
and wire extension in DCEP.
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350

300

250

200

150

100

50

350
300

250

200

150

50

| Current : 150 (A) | Wire diameter : 1.2mm

Electrode wire DCEN
Amount of REM
. RO =20ppm
. O R4 390ppm

i 79.3mm/s —1.4mm/s

...... T o

T 43.0mm/s Imm

| Current : 300 (A) |

_—15.2mml/s

P aromms 1mm
100 '

_\ 82 7mm/s

0 5 10 15 20 - .

Wire extension(mm)

Fig.5.8 Relationship between wire melting rate
and wire extension in DCEN.
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Table 5.4 Wire melting rate v.

Current Polarity Wire Current |wire melting rate:V
(A) (A) (mm/s)
RO 150 v=11Ex+ 58
DCEP
150 R4 150 v=11Ex+ 66
DCEN RO 150 v=14Ex+ 79
R4 150 v=14Ex+ 43
RO 300 v=56Ex+ 82
300 DCEP R4 300 v=58Ex+ 86
DCEN RO 300 v = 5.6Ex + 147
R4 300 v = 58Ex + 83

v : wire melting rate[mm/s]
Ex : wire extension [mm]

5.3.1.3. UA VHAREE - BITRERICRIETIEEERDOEE

Fig. 5. 9 (ZARMAE~ A F & (DCEN) (235 1T DIREEEIT & U A YiaptsE B ORIk 2~ 7,
T A VITIREMZ G4 L TUZRUWR0 & 2 7 L —R1 TH3 AT HEZ: R4 (REM390ppm) & V7=,
WG U A PIARLEE R EER O E & HITHM L., BT A ¥ RO DU A Y IRHE!
BEEEIZRE LT R4 13RS S < . REM RINC & » TIEHEETIRICEIR 7 < RO IE (T
A VIER) BN T EZ BRD,

350
Electrode wire DCEN

300 Amount of REM
E ® RO <20ppm )
E250F o Ra 390ppm &
Q
IS
= 200}
=
2 150F
o
= 100f

50
0 ' ' |
0 100 200 300 400

Welding current (A)

Fig.5.9 Relationship between wire melting rate
and welding current.
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Fig. 5. 10 [{ZARM: DCEN (2331 D IAHEEN & BATIAMAEOBfR 2R3, VA VIZREM %
WAL TUW 72U RO & REM % 390ppm &4 2 R4 # v i=, it\ Figh.11, 5.12, 5.13
(ZFEMRY A ¥ R4 Z AW DCEN O HE7E T 88, 203, 301A (2T DistEmEin & 7 —

2 BIE ORI %7, REM ZHsh LTV RO ORI TR DI 2. 2~3. 3mm, 1542
TEITE 200A £ TIXER & & BITENTIEINT AE R 27~ L IEEEENT 200~300A (23N C
WIFIE—ED 3. 3mm TdHo>7-, REM % 390ppm &H T 5 R4 OB TR D LTS HEE
Bt 2000 FTIXERE & HITHMT M EZR L, RN 60, 88A [ZBWNIZNZI
2.6 & 2.9mm Th o7, HEEFE88A DT — 7 BB HITEATIE, 0.2 025 1 78
HADOIEFITHN (R v ) BATTH D Z LINDI D IWEEETT 200A (Z31) DA TIRTHES
OWEJT 3. 6mm (ZF TR LT, o, 7—2 % {Eiﬁ/z‘) DI, TAHEENT 88A & [FIEED
LD Fa oy 7BATICII 2 TR 3014 L [RIERIC 7 B L WHERTL N E LT
AT L—BIT) RNEENTND I ENgnd, & E 2. BEET 250, 301A (2B T
AREE 1.0~1. 2mm DOZEE LI T MBIEL S 41, Figh. 13 IR IR 301A
ZRT DIEEEERL L T — 7 BIE O B XA T E D BIEO BB NFA L7
R (AT L—BAT) DRIV TND Z &g 05,

IO EMBIRAE T A (Ar-20%C0,) % FAV 7oA DCEP Oass & [RIERIC A TIZREMN
Rew ZFBITH B AT L—RBATICER T 5 A7 L— (LR S B REE A A % AT
DCEN DIFHE BN T HAFAEL TE Y | ERIIDIEHBATIFIEICREX S HEL TWND &5
ZHib,

Amount of REM in electrode wire DCEN

s ¢ RO =20ppm
O R4 390ppm
Wire extension: 18mm

Droplet diameter (mm)
w
]

0 100 200 300 400
Welding current(A)

Fig.5.10 Relationship between droplet diameter
and welding current.
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Fo s

(o]
o

B (o2}
o o
T

Voltage(V)

N
o

0

0 200 400 600 800
Current(A)

Current-Voltage characteristic of power source

600 _
Average welding current:88A
500
— Globular transfer
< 40(
5
= 300 Non-Arg
O 20
10(:%»&#%—»%%—% 4
0 ' ' —
60.d T
Average arc voltage:31.0V
S 50.

~ || |l| | Il

o 40.

: | Ml
5 30.0 '
> "‘ly,

20.9™

10.

0 1 2 3
Time (ms)
Fig.5.11 Current and voltage waveform used R4 in DCEN.
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Voltage(V)
» o
o O O

N
(@]
T

00 200 400 600 800

Current(A)
Current-Voltage characteristic of power source

600
500

Average welding current:203A

400[ Globular transfer Spray transfer. Globular transfelr
300

200"4"4T*QJL—-—-—*'——‘!P"A""’l e
100

0 L L
60.0

Current (A)

Average arc voltage:34.4V

500 —
b | | |
~ 40.0

30.0

20.0
10.0
0.0

Voltag

0 1 2 3 4
Time (ms)
Fig.5.12 Current and voltage waveform used R4 in DCEN.
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Voltage(V)

0

0 200 400 600 800

Current(A)
Current-Voltage characteristic of power source

600 :
Average welding current:301A
- 500 ............................................
<
-‘GC_'; 400 Spray transfer ..........................................
5300‘ - et St bbb iy
200 ............................................
100 ............................................
0 1 1 1
60.0
__50.0
<
o 40.0
(@]
£ 30.0
S
200- ..................................................................................................................................
100- ..................................................................................................................................
0.0 L L L
0 1 2 3 4
Time (ms)

Fig.5.13 Current and voltage waveform used R4 in DCEN.
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5.3.2. 7 — 7 R DOEH

EHEET A EHNTT — 7 meEOFE 2815 LT, Fig.5.14, 5.15 BEXTU 5. 16
(VBRI 50~300A 1I281F 2 7 — 7 (B2t O Eifg 2 ~d, BRY A VILREM %
RO CUNMRU N RO, REM % 390ppm & A 45 R4 Z N, APl I#e~ 1 A (DCEN) & L,
BRI B A T VTSI T N U CRIEICACE L, Bl EI A T D v v X —HE,
o A (D ST IIRBEERR. EMY A VICERRL —E L L=, Sohi-m
BOWHRHZ X > TEMAITIEH 2N 7T A~ OFEE GEREE) st c& 5,

BEHRY A Y ROBLORE O T XA | JaHEEN & & DITHE & ZOmEFEDIAD D M
DBz, REM 2 &/ L TV UWEMTY A ¥ RO Z AV T2 IABEERT 50, 100A O 7 — 7 501X

WEEE DMK R Cd D DIZKkE L C, REM & 390ppm DFEMY A ¥ R4 & W 218820
Welding Electrode wire
Current RO (REMZ=20ppm) R4 (REM390ppm)

S50A

100A

Imm

Fig.5.14 Comparison of arc behavior in electrode negative welding.
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T RITIATHIE FICEPR L, OIS E O EE (1 %k~ L—2A, f] : Fig. 5. 14 45 F5E
OFHL=0. 5om®) L 7=, F7-. R4 OEWHEITHATIEH 528 RO 2% LT
DIV TE LT RIEAR DB STz,

TAHEBTT 200A IV T, REM 2RI L TWRWRO O — 7 SIZEIETH 5 U A Y ifi
& EIUTIRHET DI OB £ TR HBI5H3, REM & 390ppm DFEMRY A ¥ R4 128
W, HLRZARER OBATION Z TURIE D A Y & R ORI SAT (A 7 L—8B1T)
EEL ST, Fig. 5. 12 R LT ISR TR 200A OEMELENIZICIIT D 2E L=
N OWHIETRAT E Z 2 BiLD,

Fig. 5. 17T \ZIREEBIL L 77— 7 mBRORERT, 7—7 8, @dE e T 88 X
DZFOHEREEIZRD, WHELD L7 — 7 RN NSWIGEIIFEH E LT, W

Welding
Current

Electrode wire

RO (REM=20ppm)

R4 (REM390ppm)

200A

Imm

Fig.5.15 Comparison of arc behavior in electrode negative welding.
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E 0 b REWVGE I (EHBATEZOBIE) & L TEDEEL KD, TNaFhme L
TT — 7 SR %RDT-, Fig. 5. 18 [ZIAPEENT & BB E DR 2 F N IR, BitE
FEIXIRPEEN A 7T — 7 MOEMB CEIL Z & TRDZ, BMRYAVYROBIOURE &I
ﬁé muk EHITHEN L, REM £ 390ppm @ R4 DEFTEEEIL, HEEDE 1 R~ 1/~Jw>

BRI & LT3 2. 2~8. 6 X 10° A/, 2 IR 7 L— L% G DL LTIZ5EDE
omﬂ“ I 1.4~3. 2><1o8 A/m, REM ZEIN L TV W R0 2 WIS Tl 1 k7 1/~A
DBIE ST 2R 7 L— 25 L L7568 OERE L 0. 49~0. 84 X 10°A/m’ TZ?)D
BT A ¥ RAICBIT HEREED 1/3~1/4 Tholz, BT A YO REM OEHIZ

THEEEICRE 2B bR E U T,

Welding Electrode wire

Current RO (REM=20ppm) R4 (REM390ppm)

250A

300A

1mm

Fig.5.16 Comparison of arc behavior in electrode negative welding.
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Current density (A/m?)

7

58 BT A T ORBEE S T — 2 JEREIC R IFE T REM S0 2 5

3.0
Amount of REM & DCEN
55l in electrode wire 4
¢ RO =20ppm
O R4 390ppm
2.0F
-',..

Diameter of arc spot (mm)
l_\
a1
1

1.0F
0.5F
Wire extension: 18mm
0.0 ' ' '
0 100 200 300 400

Current (A)

Fig.5.17 Relationship between arc spot diameter
and welding current.

1x10°
DCEN
o )
o)
0)
1x108}1
& ®..
PPN
Amount of REM in electrode wire
¢ RO =20ppm
O R4 390ppm
1 X 1 07 ] ] ]
0 100 200 300 400

Current (A)

Fig.5.18 Relationship between current density
and welding current.
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5.3.3. BROHREEELEE

Fig. 5. 19 ([Z&EM Y A ¥ DOFEET ~ 7D OZEH L & Z OREE N~ T, Bz
K HBGEENTN G O L LTIGE O OREE QLJ/s1IFRAEE H [J/m’] 225 (2)
A TELND,

O=H,vS [J/s] (2)

2T, UAYORBEE v m/s], UA YORERL S '] TH5,

Cu Q=HoV [J/s]
contagt tube =
Q=Qa+QL (J/s) Q :Heating rate [J/s]
7y Ho : Quantity of heat of droplet [J/mm?]
V : Amount of Wire melt [mm?/s]
V =vS [mm?¥/s]
5 v : Wire melting rate [mm/s]
Q=17 Q S: Wire cross-section area [mm?]
. =(jS)’REX/S
Wire EX =j2SREX  QL:Heating rate of joule-heat [J/s]

Q : Electric resistance of wire [ 2]
Q = REX/S[Q]
R : Electric resistivity [ §2 -mm]

_ Ex : Wire extension [mm]
v\ A Qa= c(']’)'_s | : Current [A]
o rople j | = iS [A]

j : Current density [A/mm?]

QA : Heating rate of arc-heat [J/s]
® : Equivalent voltage [V]

Fig.5.19 Schematic illustration of wire extension and heating rate.
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JEEVE Q[J/s] 13, B LER (RS Exlmm]) TOY=2—WR8E 9, [J/sl. 7—

(& DFER 0, [J/sIOfTHY (3), (), B)ABHFoND,

Q = QL + QA [J/S] (3)
Q=H,vS=¢jS+j RExS [J/s] (4)
Hyv=¢ j+j REx [J/s-mn’] (5)

(B) XL BT A ¥ ORBEE DG HN S 7Y,

V:HL(¢j+RExj2) [mm/s] (6)

0

ZZC, G IXEREE M) (j=1/S . TIRPEEGRIAL, S1XT A Y OWriEfE [mn’]) |

Hy 3 OEE [J/m’], RITEXHESER [Q m], Ex(IBEMY A YORHLES

[mm] T&H D,

BT A ¥ OBSIESRITFEE CIHES Q7X10°Q -mm) . MAELDOBXIETRITIRE
EEHITHML, % 1200K PA_E T3 OFFEIZ3:UN THIEIE 120X 10°Q ~mm (UL
% (Figh. 1), YHIZUA YEHE LU TOY 2 — I L AIEE FRIFEH LE X LA
PR LT T D e LT D @, ZEHL 20m (2B T A YMRET v
ZHTO LIRS D £ TORFRIL, VA PIEEE L 0 fEHEEE R 300A T 0. 08~0. 11
b, 150A T0.19~0.26 B THY, ZOMIZTA VIV 2— WALV FETDHEE
265, FEAEITEND 2 3 (150A (Z%F LT 300A TiE 4 %) & BFICLEAIT S, v =
—/VREN (K], FEXUEHT & B D 2 OFH) A HEVTHIS 2 & TROTIREIL, EXIE
PR 120X 10°Q »mm & L7354, 7EFE 300A, J@FERFH 0. 1s T 1700K, 7B 150A, WHE
R[] 0. 2s T 960K TH o7z, TA YOFEIY = — VI Z T S OBVLE %
ERTOHMNEND LNEETHD Z ENDZOREB I NINWEEZ BND, Fig. 5.1
(2R LTZEEMR Y A -7 RO OFESIESTERITE YTV 0. 033C-0. 55Mn—0. 173Cr-3. 47Ni 54D
EAHGTRN D, BLIPTERR (JIABEER 150A T 85X 10°[Q mm], ¥HEER 300A T
120X 10°[Q -mm] & L7, ELEACIZ 0. 033C-0. 55Mn—0. 173Cr-3. 47Ni A4 348~1048K
DMNYHE 0. 77 ]/ g K1 &2 HW e,
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BT A Y OZEH LE S EAREE ORI 515 5723280 v=aEx+b (Table 5. 4)
&) ROBEBREVEFRORAERAREH, [J/m'], 7—27I12L5 VA VEROEMET

¢ VI, WRIRET, [KIE (). 8). QX THLND,

2 .2
REX] uErky, B _ixo<
HO HO
.2
Hy =2 11/ %
a
1 (2]
H0¢J PR m bloT
p=to? ®)
J
HO
_Qm
T, = Mc +T,[K] 12 (6) X&EMAT DL,
R’
[Cl}{l_Qmj
r,=~" Jin K )
C

Z 2T, M Fe OFE (0.0078g/mn’) . CIISMOLEEY (0.77]/g°K). Q, 1% Fe D

fEEh (247]/g(13. 8k J/mol, JE+-5 55.8)) | T, (LFEM Y A ¥ DYIIEEE (298K) TH D,

Imm® O % FIE.D 298K 725 1800K DA & 35 72 DI M B 72 BE 1% 10.9]/mn’®
(((1800[K]—298[K]) +0. 77[J/g-K] +247[J/g]) +0.0078[g/mn’]) Td 5,

5.3.3.1. A& DCEP :% T AR OREEE LIRE

Table 5. 5 (2B DCEP (Z351F A ORARE L IREZ/RT, (DB XL K
D7, REM Z 54 L TUWRWEMY A v RO OWRTEOIRAEE Ho 1%, IWHEER 1504 T
14. 0] /mm’, ¥AHEFEFE 300A T 15. 2]/mm’,  REM390ppm & 241 5 EMY A ¥ R4 & =
HEDATRAEVEIT, IEEERR 150A T 14. 0J/mn’, ¥AH£ERT 300A T 14. 6]/mm®, REM
Za A LIRUWVEMRY A ¥ RO ORI | X, FaBEEE T 150A C 2310K, 52751 300A T 2500K,
REM390ppm % & AH 9 HEARY A ¥ R4 DTSRI IL, WHEFENT 1504 T 2310K, WHEEN
300A T 2400K 235 5372, IEEEEEDT 150A (21T D VRIS | VA BEENT 300A & b LT

BIRY A ¥ RO, R4 & 1T 90~190K KV MEF BTz, T OEER E LT, IWHEERIMEL
(ABAD/NE L), WRORREDNRBWNZ L1280 7 —7 & 2 OO T 72 I S IH]
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., WA OIRE AR N S < B—b) STV DD TIFRWINE B X BN D,
Table5.5 Metal droplet temperature and equivalent voltage in DCEP.

Welding Quantity of Temperature Equivalent
Elec.trode current heat of of droplet voltage
wire droplet
I(A) Ho(J/mm?®) Tm (K) ®,.V)
150 14.0 2310 6.1
RO
300 15.2 2500 4.7
150 14.0 2310 6.9
R4
300 14.6 2400 4.7

5.3.3.2. #&MEDCEN (21T A ORERE LR E

Table 5.6 12 (6) 38 L ON8) 2 L v sk 7- Atk DCEN 12331 F D ¥ O EvE: L IR Ao
9, REM ZUsHI L TV WEMRY A 7 RO OFARRA BRI IIABEER 150A T 10. 9J/mn’,
TaHEEE R 300A C 16. 3]/mm’, REM390ppm 23 A3 28 Y A v R4 & W T2 O R
HENETIAPEEDT 150A T 10. 7)/mm’, EHZEET 300A T 15. 3]/mm’, BEHRY A ¥ RO DA
TR I XIAHEENT 1504 T 1780K, BT 300A T 2670K, REM390ppm A& 49 5 &7
A ¥ R4 OV TR BEERT 150A T 1740K, RBEERT 300A T 2490K 735 572, REM
DEA (390ppm) |2 L o T DR EREITH 2~T%, IR IR 40~180K K\ MED 15
STz, UA YIARLEEDOIKT 45% (Fig. 5.8, Ex=0mm) &I ORAEEDOZE)NHE
5D A ¥ REM & A (390ppm) 12 & » TRtz 238 1R L= &2 b5,

Table5.6 Metal droplet temperature and equivalent voltage in DCEN.

1 d Welding Ql;fgtgf()f Temperature Equivalent
E ectrode current of droplet voltage
wire I(A) droplet Tm (K Do(v
Ho(J/mm?) m (K) c(V)
150 10.9 1780 6.5
RO
300 16.3 2670 9.1
150 10.7 1740 35
R4
300 153 2490 4.8
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TABERE PR 150A OV OLRAENE & IR I T HEFENT 300A (23 L T RE KL, %
OIRFENE, Al FﬂwJ%nm~nwmﬁ?%mto%%mpﬁﬁan BT HIKE
TRIAHE IR DOV A I D3 < TEEHSR DOVTAE HRIIEIZCBWENR H Y . Z OBREHERN S, £
@1.&Lf%%hﬁ@ﬁ?ﬁ%i%hé F7-. Fig. 5. 14 |\TRTIBEEW 50, 100A
TOEFHOMRIE, Fig. 5. 16 (TR I EHEEDNT 250, 3004 TOFARMOHERIZKT L THE< |
@ﬁ@mﬁ@ﬁm ERHERIE D, FRT, BT A Y R4 & W= IEBEEDR 50, 100A

BT DI LT A XX ELL 3~5mm (RO S IEIE[RIEE) Th DN OmENIIEE Ao
kﬁaf%&w

RTREE | T E R0 2 AR EEE 2 AW BRI STV S B SEH 5 138,
it 2 W2 3EHIZ I T 1900~2300K, 2 EHURIRETE 2 W2 HIEIZIS UV T 2300~
2500K L5 LT\ P10 FEo (i, B, ST 2 AEEHREEE O RE
’ﬁwfmm~MMKkﬁibfwéﬂwo:@%%’iofﬁﬁt%%MFi T
D%N BT HEEHEENE 150A TORERAZFRE 26 ORI ARER-FITK L TZE

#@%mwﬁ%k&oto

5.4, %

5.4.1. 7T—27IZX AU 1 YRBMOEMEL L EFEMREK
()L 1 . B L OVRRIC T AT — 2712 L D U A YR O ZAMET 2 KT,
F-, BREE § A/mIX00) KTEZBND VB

j=ji+Jj.  [A/m’] (10)

ZIZTC, j A A EREEA/ ], ITEFEREE AN M ThDH, A4 E
T J, il‘ﬁﬂi BWTIE =0EEZX LN EIRICE T A EMRITEFORH & A 4
DRI THY . (1) N THEZONLETEREs IZX > TERMBTORATIKRE L
wEInL e,

s=7e (11)
J
5.4.1. 1. BBRIZBIFT DT —712 X2 VA YIAROZSMEE

<&ti@ it DEEP (23317 % REM ¥R L TWWRWI A ¥ RO DT — 212k 50 A

Fapah DS EE I | JPAHEEE DT 150A T 6. 1V, FAHZEENT 300A T 4. 7V, REM £ 390ppm D
«%VMi@E@MB%T%9Vk%éMﬁ%Nf4Wﬂ%%hto

Fig. 5. 20 IZBHRIZIS 1T D BEA DI 2 IR, BRI B W IR E 2= Rr L ¥
—Z VB LT DA A OHIE 7 < BRIZE T HERIE 100% 03B OB L 5 &3
X HiD, ZOEFIIT — 7L Tk chiniE s, 7—7F XD bRT v
X VAR JBPNCRIN S LD 2 L TRV D &2 6N 5 V6™
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@ Anode

t 4t

Electron

@® —»
@® —»
@® —»

Fig.5.20 Anode phenomenon of CO; arc welding.

it~ DN 0, [1/5]3 L OBMRIC I B 7 A YA O SATEE ¢, VLIS
LEEINENLDO LT L (12 B L3 XThx b D M e

O =jV +Vy +Vr)=J ¢, [J/s] (12)

¢A =V +Vy+Vr [V] (13)

Z 2T,V IxB R RV,
V., BB E DO EISU A S 9 5 T
5 kT

VLT — 7&(??ﬁv)@%ﬁ%E\n=2

e

ZIT e [TE A 1.602X1077 coulomb, kXA v L EHL 1.38 X107 J/K,
Teiﬁqwﬂ“f&%> BEREE A 10, 000K ERET D &V, =22V MG b5,

Vi [XFEAR D A Y OMEIZ L > THZX B0 5, AEORMBRICH LIZWF oY 1 v
(F9T%LA L3 Fe THDBNBY | Vi & LTINTHOBET A ¥ & Fe DR FeO D
fEEERE% 3.8 V &B 2 bLD, V,=2.2V & HUTBmiE FEE V, (V) 1%, REEERE 150A

IZFWCIEEE Y A ¥ RO T 0. 1V, HRRY A ¥ R4 T 0. 9V, VBN 3004 TILAMED A
-mGiwmk% Z—1. 3V ME B AL, 2R O 1T B FEE VMR ERR T <
EBTEOEEME L HIZED LR ERIRARXA L FRICEELA L HELTWVWAS Y, F7-.
Hh, FROIZT 72T« Tu—7iEE O THRTF OZEREM 2 E L, a5

BV 50A TIXIE ORSARME T . IRBEEDE 1500 TIIAROBIE FME: B, 7 — 27 Bk
Wl FIo X 7 5.3 4 L T 5 98
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HEE BT T ORBEEE S T — 2 JEREIC R IF T REM S0 2 5

7. BT A ¥ ~D RMEIMOF LT — 71 LDV A YisfOEMEL, V1%
%ﬁf R ORABEB L ONEEICK L TREREEZALIERD ST, DL
ﬁg\%@ BT HIEE T — 7 BlG2Zxt LT REM OBEAINTR X 7R85 5.2 720
EEZHND,

5.4.1.2. FEMRIZBIT BT —2I2X B U A YIEBOSMEE

)LV, REM ZWIML TWARWT A ¥ RO DT — &;i674?%@® T
VRBEFER 150A T 6. 5V, @%@ﬁ3mkﬁ9w\%M%&an®74?R4i%§@m
150A "C 3. 4V, ¥AHEEEWE 300A T4.8V TH Y, EIRY A ¥~ REM ORIMOFEIZ L~ T
EMELEIIRE < B BB G 6N,

Fig.5.21 IZEMBRIZEBIT H2EROMNEHEXWIC AT, BRIZBIT 5 EREE
FJIA/m L, BFORH 5. [A/m®] & A A DS § A/m’] DMFITH Y . A Fidke
FA~OEZE LB A L ORI L > TR —Z BRI 5 2, ETITEEYE Ot
R V VTS T 2 =R F—% b o> CT7— 7 2RI S d 2 & Ttz Al
HEEBEZLND,

—
© cathode 07y+e+Feq, —Fely,

Cy+e—C
S
~ Gorerfed o =00y +Foq

. i . Fe*yre—Fe
@ ©® © ©® @

Fe—Fe
? -@ ‘@ e lon

Fig.5.21 Cathode phenomenon of CO; arc welding.

Electron

itk DCEN \Z8 1T DMLY A ¥ RO, R4 DU A YIRENEE v | ImRORAEREH B IO
iﬂ%nmk%@amﬂébtglkbfamagj[Mm]uﬁﬁéjemmﬂ®m$

(EERE s, 1)) OEBNEZHND, BT 238 &E O, [J/s]. 2k T
SANEIE ¢ (VI B X OB T-EEs ORfRIZ(14), (15) BXUU6)XTHEx LD M6,

Qc:¢c'j:j(1_s)(VC+V1_VWC+VT)_j'S'VWC [J/s] (14)
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EEE BT A Y ORGER S T — 2 JEREIZ K IF T REM S0 75

¢c:(I_S)(VC+I/I_VWC+VT)_S'VWC [V] (15)

:VC+V1_VWC+VT_¢C

(16)
Ve +V, + V5
22T, Vo I TREABRE TR TTHY LoV MO v R TR 11,3V, EERIE

13.8V, $KIE 7.9V &L & TWnp MLy ai7’~ﬂ£ (7T A=) OZFNF—2liE
E(: 1 V) 1, 11’16'72%’6&)50
Table 5. 7 1Z(16) L W RDOI-ETEIMHE s 2T, RAEDOBEHEET 11. 3V TOE
EBIRER s 1L, BT A ¥ RO OIRBEET 150A T 0. 54, IAHEFEGT 300A T0.42, BT A
Y R4 DIRBEE L 150A T 0. 67, IWEEERT 300A T 0. 61 15D, lREOEREETE 13. 8V
DEFEIRF S 1L, BIRY A ¥ RO DIRBEET 150A T 0. 58, &HE T 300A T 0. 48,
BT A ¥ R4 OYEHEEDE 150A T 0. 70, IABEEFE 300A T 0. 65 23357~

Table5.7 Rate of electron current of cathode in DCEN.

Ratio of electron in current : S
Welding Equivalent —
ElecFrode current voltage Ionization voltage : V; (V)
wire
:1(A) :Dc (V) 113 13.6 7.9 Average
(C—=Ct+e) (0—0*t+e) (Fe—Fet+e) 10.9
150 6.5 0.54 0.58 0.46 0.53
RO
300 9.1 0.42 0.48 0.32 0.41
150 3.5 0.67 0.70 0.61 0.67
R4
300 4.8 0.61 0.65 0.55 0.61

Hh, H S TIC ST — 27 O&BRKDOEI OV T 23 Z W ke B R
DT —7 7T X~ P CTOFE L BIRBIE DB HE L TND Y, 2 CTHOBHEE
JE 7.9V TOEFERER s ZRDT-, BT A ¥ RO TILIABEEGR 1504 T 0. 46, A H5E
it 300A T 0.32, FEARY A ¥ R4 TITIEHEEGE 150A T 0. 61, EHEENT 300A T 0. 55 35
BNz, TNHAF U ELTEZONDILRDLFRIIAATH L NENENEREE) &
L CTHE LN D EREETE 10. 9V 2 W CEFER s 2RO D EEMRY A ¥ RO 2 Hu
T-VRHEEET 150A T 0. 53, IRFEERT 300A T 0.41, REM % 390ppm &4 5 EMY A ¥ R4
Z FAWT- 18280 150A T 0. 67, IRBEEENT 300A T 0.61 2ME 5Lz, 2D Z & 2% REM

-71-



HEE BT T ORBEEE S T — 2 JEREIC R IF T REM S0 2 5

I L2 U A YRR T OER & L CEHHEDE REM 12 X » TEFERER
s A E(1.3~1. 5252 & TEMY A VYORBNIHI SN LEZ NS,

DT, BEFEA AL Fe EOMISIZE VML AN X —2IAMICE 25 EE 2 D
%o BOGAE SOGENT Fe (FEA) +1/20, (KUAE) —Fe0 (FEIA) +241, 090]/mol (at 297K) ¥
TR Ruf6.023X10° L0, Fe0 DA RLF—IT 1 JFFHD 4.00x10" J, =
N EE - e=1.602X 10 (7 —a ) Thrd 2 & TEMEL 2. 5V M3 615, A 4
CERTHEHEA L ThHD EARET D L FeEOEBEET (13. 8V) IZLRIGIT & 2 S

BIE 2.5V #MNZ T2 EFBHRE s 1. BIBRT A ¥ RO OVEHEERT 150A T 0. 62, IRPEER
300A T 0.52, REM % 390ppm &H 3 AEMY A ¥ R4 & - IAHEE R 150A TO0. 73, %
PR 300A T 0. 68 2MFHiT, b kN X —%2EETDHZ L CETEIRE s 1X0.03
~0.04 EHLTEY ., BWROIBEALIRE, Bl EOEERL LT — 27 BGOMHIC
BWTHRERINE TICEBTHMERNH D EEZ N5,

5.4.2. HEME DCEN \Z331T % BB BERE E & IR DRELR

T — 7 BEILE A DR RS ) O Ea i b IERER R S D, BEiRl o T
— 7 HE TR, RN THBEICER L TWAE A EIRICIE S S Z & THEREIC
MU T HZRNLX—2FFo TR T, Z OER (B1) %13k Richardson-Dushman
DORAE T ERBEEA 2RO D Z LN TE D,

— AT e["efcj [A/mm’] (17)

ZIT. X ENEE A/, AUEER 6 X 10°[A/m’ K] BT

e XM : 1.602X10™" [coulomb], T, RS OIRE K],
kIR~ EE 1,38 X107 [J/K- ¢ 1 TH D,

Fe . FeO 33X REM(Ce:La:Y=5:3:2) DZNENDOIHERIE ¢ 4. 3, 3.8 FBIL N 3.0V
IZOWTENRZEN A7) & W& (B 1) B §,[A/m’] & iR T (K] OEGRE
Fig.5.22 |27k, REM & 390ppm DEME T A -7 R4 OEFCELL, MEOEW 1 IRT L—
LBIO2R 7 L—bWNTEHT 52 L TENLEI 2.2~8.6X10° A/m® BEL 1. 4~
3.3X10° A/m* 15T\ 5, [AARIZ REM Z I L TWRWEMRY A Y RO X 2 IR 7 L— A
TR T 5 = & TERBE 0. 49~0. 84X 10°A/m* 2B TEHY | ZHUTETERE s #5F

C %%%‘“‘f“%fﬁ%é ZENTED, (16) fﬂ%%hf:é‘é%%ﬁfﬁ s OFAFHAE T Te 0. 4~

BT HEFEE L [2fSiiE % Table 5.7 1277, BFERR s OFPH0.4~1.0

Jo Téﬁéﬁ UREDOZALIT/ NS < REM %ﬂ%bnbﬂ\m\ﬂ%’wwVRO T BT [
SRR EEHREPHI 3450~3820K, REM 390ppm %5 A9 DAY A ¥ R4 TS B AL [t i
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FPHIZ 3030~3780K T V) \ U A ¥ DR L 1 RedD 7= IR 1740~2670K X 1 900
~1300K &V, HH, LR S OFRIME IR K DR T AT — 7 D7 —
7 pITRPTEN S EIRESMFE L. T DIRFEIL 2900~3300K & A LT\ 5 ™ REET
bHDT— 7 () ML, WHSEROEE LY @mnWEEZ SN RSB 25 &1
& Z ¥\, Richardson-Dushman MDF(17), F L Fig. 5. 22 (LRI & fatinii
FEDBIRD 5B 50572 K9 (AR e R RS L OVERBE L K& 2B e 5.2
%o HFBIXTIC 77— D W EMOHEEE 2 JIE LEEREIC kT 2K T & 2 DER
ELTyvay hE—2REEHLTND Y, va vy h—ZRITEREEICRE KT
L. BHRGRE 8 X 10°V/m (TR W TETHUHERE 2 1400 f5I2ED 5 LESINTERY 5,
Z DR OWT L VMR DN METH D EEZ bILD,

1x 10?2
—~ 1 X 108 I
NE |
<
S, 1x10°T
@ Work function : ¢
) S
2 1x104 iy —— 3.0V (REM)
/
o S
5 g 3.8V (FeO)
2
1x10 — 4.3V (Fe)
1 Richardson — Dushman’s formula
)
. 2 kT,
1% 102 ]2:AT e ¢
1% 10_4 i 1 1 1 1
1000 2000 3000 4000 5000 6000

Temperature (K)
Fig.5.22 Relationship between current density and temperature.
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Table 5.8 Temperature of cathode spot

D o F DOl & T — 2 JEREIC R IF T REN IS D

Electrode Current Work Rate of Electron current Temperature of
wire density function | electron current density cathode spot

D s I Tc
(x10°, A (V) (x10°, A/m’) (K)

1.0 049 ~ 084 | 3670 ~ 3820

RO 0.49~0.84 3.8 0.8 039 ~ 0.67 | 3610 ~ 3750

(FeO) 0.6 029 ~ 050 | 3540 ~ 3670

0.4 020 ~ 034 | 3450 ~ 3580

1.0 220 ~ 8.60 | 3370 ~ 3780

2.2~8.6 0.8 1.76 ~ 688 | 3310 ~ 3710

0.6 132 ~ 516 | 3230 ~ 3610

R4 3.0 0.4 0.88 ~ 344 | 3130 ~ 3490

(REM: 1.0 140 ~ 320 | 3250 ~ 3470

1.4~3.2 Ce,La,Y) 0.8 .12 ~ 256 | 3190 ~ 3410

0.6 0.84 ~ 192 | 3120 ~ 3330

0.4 0.56 ~ 128 | 3030 ~ 3220

—J7 D B IIRERMIG BRI 2 7 — 7 815 L WA TER ORI I T

SABIZ & B 72 5 ZFRRDFANT K » TR DOBAT

A =Y =)
ZHREN

IR T D R LT D B

A

TEMEFR PR T O ASIIER b (FeO fth) 12X - TEDLILTWA &E 2 LA DRI S
IZBW A B DK L 2B 722t = o ER- L &g Fe) A AN XD 7 —7
BB~ REBB LTI EZ2 55,

5.4.3. M DCEN IZ331F A TIERE~D REM D2

Fig. 5. 23 IZIRIEHT AT — 77 THEBI R ORX] 277§, FM4: DCEN (23517 % REM % &
GATDEMT A Y EHWTHHA T L—B T84 & REM 23RN L TORWEMRY 1 v
OHKRIAEFBAT 2 95, REM Z &5 A3 28 Y A v & 72t DCEN T gxrig
HAT — 7 EHEBIGORME LT, VA VY N~ 7—7Ed HiEko 7 — 7 ke,
RIS T D 3 ONZET B D, FAH SHIE TIG IEHEZ I T REM ASEIIC Fe 9 AL &
D HZ2E CHERENIA 3V & BAKS | FUHEEE 25 b 7o Ol im0 7 — 7
WCERHEN D L HRE LTS Y, £72, THAOIXAr OHT A —)V K7 — 7T, 7
— 7 OEMEZ LV B2 (T A P RIT— 7 ) MEF LA R — I > IBAT (A S
MMPBEESNTEMEL TN D Y, ZoBRIE, RIM 256 T 5EMY A Y& 7
P DCEN TORIEHT AT — 7 T I D 2SO & iiam B 7815 & bl Bl
GThDHEEZLND,

REM Z 3R L TRV Y A ¥ RO D7 — 7 45 (B i) 1X Fig. 5. 510 T K 9 12A< .
ZDFRENEIIERTH DU A Y LHRIKTH D0 & OBEFER SRR FEBisiT Tk
UL BT 5, ZOEECTENT DT —7 BMIZE > T — 71 IR&ERMm L, &EEE
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mDZFE LWHIME & IR ERNKRELSEET D, o, 7— 7 UTEHE AL
SEMLL, WHOBATEWL T 288 L UA YD 3FLLEICE TR L7aia sz S
hfwéo:®7 JEPEESHRVEKE L TEETHD Fe OHREHIL 4.3V TH
DIZxF L CRRE Td 5 FeO OAHEEIL 3.8V TH Y . EHtHiX Fe KV Fe0 23 F
ﬂf%é ENDEMAIL LV E T EICARR B ) RO CTREIT 5 EE XD,

FIo, Pl I W R L — BT ioTMm%%ﬁﬁﬁé7)~“/7ﬁﬁ5@
WAET, fERE LT EDOAR EHEN RV IRSNTWA L EZ BND, ZORE

7RSI & o TIEIIRAT T DAV R b T &2 oihvd, 72, IK’J;@».E“ODMK

&b 70 9 BRI 2 KU ERDEEATOEER & LT b,

—7J7. REM % 390ppm & A9 %% @7«vmmﬁﬁﬁma)w%@%ﬁi*ﬁv4%
RO E[EERITHIR TH D, 7— 7 WP EFT5H 2 & TEMY A 7 RO 1TV THIEE
k@@ﬁ@ﬁbv%ﬁﬁﬁ%éh@moto_hiﬁ%mm_ﬁWQMM@m%fhé
EEBEZND, Flo, TR OMAMEIIIAEEER 200A UL ETHIZEINTEY | IEHEERD
HIMZ LA OIRE ER.. 2zl 725 RmaE ) ChitE) OIK T, RS DIEA Y
B DOIERNE 2 b, Flo. 7T— 27 HNEELT 5 Z & TREM 2RI L TR
MY A ¥ TSN T2T — 7 P COEROLERERNT L0 Vi O b2 2Rk S
NT=LE 2D, ZOEBEER 2000 |28 27— 7 RRIZHMR TH Y . UA Vil d
HIE U 72 ¥ D2 < ISEl 7 — /VIELIIC TR D BIR MBI SN TR . LV LERA
T U—BATIZIL, TABEEDT 250, 300A TEIZSNI-MEEROT —V ENEI TH D &
Ez b,

Electrode wire
Non-Addition of REM

Drople
Surface tension

Steel plate

[( ; Gravity

©

Electromagnetic
pinch force

Drople
Plasma flow\

Steel plate

| Plasma condition |

Cylindrical shape

[ |

Conical shape
1

Electrode wire
Addition of 0.03%REM

| Surface tension
+—

a) Non-Addition of REM
in electrode wire (WO0)

~~

~~

Irregular transfer
of coarse droplet

Continuous transfer|
of fine droplet

b) with Addition of 0.03%REM

in electrode wire (W5)

Fig.5.23 Arc phenomena in CO: gas shielded arc welding.
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HEE BT T ORBEEE S T — 2 JEREIC R IF T REM S0 2 5

MR DT — 7 138N T T R~ KRS HEEDTES T D U A YoHelins BJEIN TH 5 Hitk
WD > THNLTWA EEZ B, BT SHIXA-TIC DT — 7 BGfEHICB N T 7T X~
RRIEIRR T 200m/s [ZET 25 LS SN TR Y ¥ W TOLEIIZIZ T 7 A~%0i
WO CEETHD EEZD,

PLEDZ LG, IREEH AT — 7 WA THMMEZ DCEN & L, B Y A YIiCmE
@ REM Z3IN4 5 Z & TR LN EFE OWHIA 7 L —BATB R OMBNCIXERS) . 77
A~ mm\ﬁﬁﬂx\@Wm®%ﬁﬁk\@ﬁﬁ@mf\ﬁkiwﬁﬁ@ﬁﬁizw%

BN LN L, h—Z VRSB TET VOBENRAIR THH EH XD,

5.5. FEia

TR T A ¥ REM 80D U A YRR, Pafiafids L OVATR BB~ D8 % T LIk O

mE iR,

(Dﬁﬁm@P’%wfifﬂﬁUK?m®MMﬁM174? IR EE 3 X OB A T

2k U TR BN RO Do T2, ZAUZx L, #t: DCEN (2380 C
mﬁwim%mquimm%ﬁwmwv4% ARIEEE & B TR O FLRAL.,
REM £ 310, 390ppm (233N TIL T A VIR EE DD & B TR ORI LA fERE
S,

(2) fiPE DCEN {123V T REM % 390ppm & A3 2 8EMY A ¥ OB TSI XA HEE T
100A BLFIZIWWNTITA) 3mm, IAHEERT 2004 123V TlE 3. 6mm 12 F THIR L7228
WD Ry 7BATICONA CTAT V—BITHNRE LTEBITREE SN, S5
N EE] m@mBMAukféﬁﬁ&i10~lmm@ﬁﬁ@ﬁ%ﬁﬁﬁ émto
ZDIREET AT — 7 AR T 2 AT L—BATIZIINERDIRE T AT — 7 Vit
IZBIT D AT L—AT &[RRI R E (}|L7§>T?TTE) kﬁﬂiﬁmu iz,

(3) fM:DCEN |IZFBWNTEMRY A T OREMEHIZ X » TR & EBiE IR E 728
MﬁiutoMM%ﬁmbfw@mﬁﬁv4%%%wt%§fi1&7v~Aﬂ
BRI 2 IRT L— L5 U258 O ERBZEEIL 0. 49~0. 84 X 10°A/m’
T o7z, REM £ 390ppm DFEMRT A ¥ & Wm0 EREIE L, HEOR 1
W7 L —LDIHERREE ULT-85E813 2. 2~8.6X10° A/m?, 2R 7 L—L %5
DL LT mamwuﬂ;iL4~&2xmﬂmm BT A ¥ D REM & 412 &
> TEIRBEEIT 3~4 fZ2hn L,

(4) BUREN 2N D L L TU A ¥ OVRREEE D G OMRE 2 KTz, HFHIE
TR I XEMR T A v~ REM &4 OF HEIZ X DR/ 2213 < ARft DCEP Tl
2310~2500K, i DCEN CILIABEERR 150A (2B TR I3lair < £ O
T L. IHEE 300A TIX 2490~2670K TdH - 7=,

(5) B DCEN (Z81) 5 BB RIZ 0. 32~0. 71 235 5 417=, REM & 390ppm D FEMR Y
A ¥ R4 DEFEFRFILREM 22U L TWZRUWVEMRY A RO IZKF LT 1.3~1.5

EEVMENE LN TEY . REMTINZ L5 U A PIEGEEIL T OHERK & LTHE
HHIBED IV REM (2 & D & FREREER OIS 2 B b,
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(6) HHEERE%. EFEFZR L Richardson—Dushman O L V) KD 7= iS5 X 3030
~3850K 2355172, T A ¥ OVERIEE X 0 RO 7L LW 900~1300K /&
<L BROWHR LY HEWNZ E D, BT — 7 HARITITEE (Fe) DRAL & &7
AT HBE LTI RO ESZBND,

(7) At DCEN ORI TIZIUN T, REM 23N L TV WEM Y A ¥ RO TIIf(bw)
DARL & EEIZ L [ i SN LIS OBATE T 5 2 & THRET 5 &%
Z BHiv, BAHHIZER]Z: RAM OUSINE, 7 — 27 SOREE L 7 — 27 ORI E)
T EHT D 2 & TIEE O & BETLNZ E(L LG A 7 L —BATICE R - 7
EEZLND,
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FHOE MRy HRERT AT — 7 WEEEAr O Z AL

6.1. =

IREETT AT — 7 YRR\ TR E 2 ek D 7" Z A (DCEP) 12k} L CifidE~ A F A
(DCEN) & L. REM(rare earth metal, A7 T3A&E) ZWERNN LIV A YEHWALZ LT
R A X ZAbZ R L2 (55 4 F), 208G L LT 250A UL EO&EEREHIZBWTY
A X ISR A TR T AR T — 7 75 X~ b U A Yo S IRE A~ 79 A AT
O AT L —BAT] DHERESNT- (4, 53), L., WBEER 200A LLFIZBW
TR TH D, ZORRBRIEREITI A Sy X 2k S50, IWEOEGERE &L
W7 — 7 BBEIILETH Y . EIROWEIHIE O & bz L s oz et
A HARI A WE LTz, £72. IEHEERT 300A [IZB W T A 7 L —RB1T L & HITIEN
WIABDGHND Z & Zfed (43 L TRV, ZOREERIH U7 3kBlSeiaszicon
THEFL, 1/ - Gapbmm 38 XNV 257 - Gap2mm O = EREEH THIN 2 s & =D
B TRESRZFMN L7z, S 5, BRBAJEREEZ 1 U 72 2RO — Gk P oy 2 5
MEL. ZDOEEHES ) Z3Hl LT,

6. 2. F{K A /X & [RER AT A T — 2 VBRI

WERD RIS AT — 7 USHREORRIED 5 2 (DCEP) Td 5 DITxt LT, BAFE L7
KA R HIRBE T AT — 7 WAL I e S O el 2 B & L CliE & REM (rare earth
metal) ZFEIRY A VIZHAN L, ftEZ A~ 1 5 & (DCEN) & L7-EEETH 5,

6.2.1. FRKR Ny ZIRBET AT — 7 BERT A ¥

WUR A X RERTT AT — 2 VB Y A ¥ (Si-Mn-Ti-REM %) DAL D — 1]
% Table 6.1 (25w, JIS Z 3312 IZH1F 5 YOW11 |Z3%Y4 L. & REM 2 L= v
A ¥ Tdh%, Table 6.2 ([ZREASBABMGER LRI, 490N/mn’ fkEIHEED v & L
THa7esfE L IEZ A L CWD, £72, IBEVA PHICMEDO RIMZEHIE5Z &
T, R LU BIRZR KM A X ZIRBR T AT — 7 Uk & U C OWREEERFEDS
NDZEEMERLTEY ., 540N/mn’ #I L O 590N/’ BREAFHARE D A ¥ ~DJERR & K5
ThD,

Table 6.1 Example of chemical composition of developed welding wire (mass%)

Type C | Si |Mn P| S | Ti | REM

Si-Mn-Ti-REM

KC-500* 0.05 0.7 | 16 001] 001( 02 0.04

*JIS 23312 YGW11
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Table 6.2 Chemical composition and mechanical properties of welding metal

Chemical composition (mass%) Mechanical properties

0.2% proof| Tensile | Elongation Absorbed

C Si Mn P S stress strength (%) energy
(N/mm2) | (N/mm2) . 0°C (J)

0.06 | 040 [ 0.96 | 0.01 | 0.01 470 560 32 160

6.2.2. MBER /N ZIREEH AT — 7 VREEE DR

R A 2R B RERTT AT — 7 YRERIEIE, U A Y& AR &9 5 %2E LMk T —
7 &R L., b BRI IRTHRATIZRE L B X DIVDIIIA 7 L —BAT & IR A T —
IR BN THIO TEBLLI-HIN TH A, LITIC, B LIARMRA Ry 2 [REET AT
— IV RBERE DR R 2 H1%9 5,

(1) A ZREABITHERD 1/10 (IIKHT 5,

(2) B — FUED A28y Z 5NN,

(3) B a—LIARITNERD 1/2 IR T 5,

(4) TOATHESIIPERD 1.5 21289045 (Fig. 6.6),

(B) 7= BNV T M BETIERD 1/2 IIKRT 5,

6.3. FEIRODIERE

BRFE LT A 7S X EREETT AT — 2 TRBEEI, fli7e A 7 L —RBATOFBUZ LV ik
KA Ny 2L ZFIRBIZ LT2S, ZOWRAESDITIE, HiRAEWERD (2604 L) %424
HL9 5, Fig. 6.1 (a) (ZHJE 2. 0mm O T BBAVEHEK T OIEBETSME & Wik~ 7 v iilikz
7R, 165¢ m/min O ERIARECIE, BEbic X 0 i72 A X OFAENEEIN L7228 A
Xy BAFEDIRER R B — NIZIRE ST, £ OEEAZITIRIED 80% %% T
REBRX Y v THHBTLHER, HHVIE, WE 1. 6mn LLFOBEBAZIBWTTEE D3
NSNS, L0 EROLZEREREIE, X VIKERIRTOT — 7 ORELD VI
Thb,

6.3.1. EIRIFEHIEO®EA
Fig. 6. 2 \ZAKETHAEEZ I 1T 2 BT 2 3, TR IR O FEARH: (B &R
IZBW ORI LB AN 3 2 R L 0 EEAE 2095, 2 DHEAR
FEMEITIN 2 CIIEHIEN L, ORI 2 & FH#s 2 o LEH D 2l 5 2 &
CTRIERBTHAT E BT — 7 R8T 5, 1 & RO FE#E D08 T 6 v MKE T
PTIIAR A R HIEEIN TH 5,
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Developed method (DCEN,Si-Mn-Ti-REM wire)

(a) 250A-27V-155cm/min

(b) 125A-17V-60cm/min

Conventional method(DCEP,Si-Mn wire)

(c) 160A-18V-60cm/min

Fig.6.1 Welding bead appearance and
cross-sectional macroscopic organization.
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Short circuit Re-arc  Arc period

i Ts : Short-circuit current delay time
Ir : Arc re-striking current

< Arc period

Arc voltage Welding current

>

Time

Fig.6.2 Waveform control of welding current.

BRFE LTI A /X BRI TT AT — 2 T E ORI 36 1 DT THER D R 1
HAT = EBEOEF LD b S BICHIK & 72 0 BT ImR &I F T4 5, =
ORGP~ A F AR OHLK 72V A - T2 TR T A — 22OV TR L, il
INT A=K b UTHEEBATHIM Ta=10ms, 77— &t 1b=400A #1537, £z, 7—7
HAM O BB 7R TR IZ £ W I ORA TR A 2 52N SE 5 Z ENFIRETH B,

Fig. 6.3 |ZEEIELIE &R OEEBATEI DO NT Y X 2md, EROWmMERETZ
A (DCEP) Tl, BT A VHIERDOE I X D EEBITEI DO/ T Y FITRE 272513780
SRV, Mt~ J & (DCEN) Tl REM ZE BRI L= U A Y2 W5 = & TR
BATEMO RT3 1/2 1280 L, Soiehl#EomE iz L v 1/6 128 L,

Fig. 6.4 |ZWHEENL & ANy A RAEBORE T, A3y XL BT HIE 0O
FIZ X 0 ¥EBEEE T 200A LLT OREIE CRMEITARD L 7=,
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100 I
I - Electrode
S8 80 I:l Negative
o (DCEN)
Q
%) 60
5 S . Electrode
e Positive
£5° 40 (DCEP)
=g
O O S
(ONE =i =4
c 0= 20
Eoo H
0
Weldi ot Si-Mn Si-Mn- T|
elding wire type — —
9 yp REM non addition REM addition
Waveform control Non-control Control

a) Time change of short-circuiting-transfer cycle

400
<
3

oL, S

50 : R
S :r)l..k,,h #“F'&"‘ hh"ﬂ r LA RTL)
> oL '_l”lL M|I| lll HHL

Time (ms) 4,000

b) Waveform of current and voltage

Fig.6.3 Short circuit transfer cycle.
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6.3.2. Hr LW HIEEIROBE A
ITHEDOTRREFAEIRILEEA 3=\ & T 2 X VHTEIEATC X 0 Z ORREDSTREE)
Wz kL, MR~ A A (DCEN) D7 — 7 RetEIZ & kbt L7 IR ST D, 2
OF LWEFZHIEERL, SR OB 725 (K UW) Bigzmit+ 52
ETCTHT— 7 RAEZWMEICTRIL, 77— 27 BEROHEZITO & & blc, 7T—27FE
#%DOT — 7 B BOEICHIET 5 BT (Controlled Bridge Transfer)iEZEA L T 5
W ZOFEIL B LKA Sy HIREEH AT — 7 EEEEOBEA MOV THRA L
77

Fig. 6. 5 |ZA /Xy X3 T & Z ORIEREKZ T, E 2. 0mm O THEF 2R N —TF £
45° | RIS 10° L. UAVYEHELES 12mm CTHAGEEE Lz, A3y Z3AERIT, 1t
SeDFEAELAT (160A-18V-60cm/min) (Z6f L C. BHZE LIZMRMER A X X (REEHT AT — 7 1
Bayk % N B B 4 (250A-27V-155em/min) 13 49%. FraEli 2 - IR E miEE S
4 (125A-17V-60cm/min) TiE 10%I2 F TIIH L7~

Fig. 6.1 (b) ITEETRIEESA: CoBE ' — NOMBL & Wi~ 7 o ik 2 =9, BAT
WIEOK 2 BNZHHI SN TEBY . L0 REOHE O OB b+ ATRETh 5,
Fio, BBRIEA~D ARy X35 I1T0 L WA VAL T 5 BEEER D 5O ERL &8
etk om b, HEA Ny X ORETEORED IR SIS,

CO2 arc welding Conventional
Si-Mn-Ti type wire,
DCEP
=
=)
%, Waveform control
T:’ 3 [ | of current USSR
o : -
g Ib =400A L :
o 2 R I
(@) 5
o)
b= -~ Developed method
S 1r Si-Mn-Ti-REM type wire,
DCEN
0 1 ) 1 ) 1 |
50 100 150 200 250

Welding current (A)

Fig.6.4 Relationship between welding current
and spatter generation.
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100% .
Spatter diameter
(mm)
_ 80% - 0.85~
RS
© 0.5 ~0.85
LS
c X
23 60% [ ~05
—_ v J—
Lo g
¥ £
o5 40%F
O = >
- C c
=) o)
S £ ©
E o 20% | Developed
0% 1 1 | |
Welding Si-Mn Si-Mn-Ti
wire type REM non addition REM addition
Polarity Electrode positive Electrode negative
Welding current 160A 260A 125A
Welding Arc voltage 18v 27V 17v
conditions| \elding Speed 60cm/min 155cm/min 60cm/min
Waveform Non-control Non-control Control
control

Fig.6.5 Particle diameter and amount of emergence of spatter.

6.4. EARDEEE

BAFE LT A /X & IRERTT AT — 7 VRBAHEIT, TR & i U CRIE /R A8y &
KIS FIRETH VD . DN TR EEERT 250~380A DJRFIFH T LYY,

E— KA 7 b— NEBECE T D~ 7 afifika Fig. 6.6 (29, BZENE, ZF
OB LT MHEIR T — 7 ORRIZ X D~ A T ADEETH D N BIEkOW 7 Z A
DIRFETT AT — 7 THETKT U TR 1. 5 5 DIERREIAZ DM B LT,

6. 4. 1. RBA STIA BRI DBA%E

PRBRSEl A, B RE DRI & Pt THFfR] OREE AN FTRE T o 5703, WIBIRFRIC
B HBASEIEE COZE LIz T — 7 R4k L ORI D BHSEE~D A3y Z
BN EE L 2D, ZOMEZMRRT 5515 LT, BRBIGATED 50 id e —n R
T AKBREHAEIDNEZh & Ol O N7 ST\ D, BIZE LIRS A S H IREEHT AT — 2
WHARII AN o Z OFEND I T — 7 DR EZEMITEN D Z LD, TS HiliE
Btz 2 2 &7 SIRBASC DRI TRE T H 5,
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(a) Developed welding method (b) Conventional welding method
Si-Mn-Ti-REM type wire, Si-Mn-Ti type wire,
DCEN DCEP
[Conditions]

CO; arc welding
Welding current : 300[A]
Welding speed : 40[cm/min]

Fig.6.6 Macrostructure of bead-on-plate welding.

Fig. 6.7 ITRF&IEZ WV LIE 25° - Gap2mm BEBRSCOFEREE O/ L ~ 7 vl
WA R, IABEERIL 350A, IABEHEE X 80cm/min & Lz, FEROMET T A DIREEHT A
T EEB I WNRA T A —/V RT — a8 ClIE, 7T — 7 BENC L ATEAHZD RN EE
FOE— ROARE—Z2ATLT VN, ZIUKT L THRFIEEZ WD Z & TR/ Ny Z 43508
2l Bt — R LIRS 2mm ORE LIZIAL A 1G5 Z L NFHETH 5,

Fig. 6. 8 IZBHFEIEZ FIWVA AR 25mm DZEE-BEEE R T~ 7 iz~ BSERAIR
I3 (a) BEFHSE (I/2) - Gapbmm, (b) L 25° - Gap2mm, (c) L7 35° - Gap7mm( H ANEEHL
T R T HEMERE JASS6 SRE TE FEYEMAER) & Uiz, WTuofkF & B EIlr
DB TH HDIRA Ny L T — 7 I L DIRDNEIAFIZ L > TRIGD 72V Bt 7e~
7 UHHREDME BTz, Fig. 6.9 ICZ2E IR rRe/2BRCAE & X v v 7 (L— MER) O
BAfR AT, BRIFSIAIL, TERIEICHR L TR 0PN ER L OPR Gap DIEBENAIRETH
%, Table 6.3 |Z/S AR 250°C T J-STAR BRBHICIAEI 6T A IaHE4 B ORI
BamrT, BHEEED 0CT ¥ L E—WINT= VX (v FALE SR T, 1/2t)
L& HIT 100] LAl 519R Y i S 13 (a) FERHSE 654N/m*, (b) LI 25° BAYE 517N/mm® %45
720 490MPa FEEMDMET & L T4y 7250 LT 5,

BRI DL BIRBER T IS & 72 D 2 & 0> D IAHEA B O FIREE & B ORE(R)
KHTHY, RAFNRE ORI CTE 5,
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(b) Macro structure of cross section
[Conditions]

Developed CO; arc welding method
Si-Mn-Ti-REM type wire,

DCEN
Welding current : 350[A]
Arc voltage . 34[V]

Welding speed : 80[cm/min]
Fig.6.7 Bead appearance and macro structure of T joint specimen after 1 pass welding.
(Single bevel groove, Groove angle 25° , Gap 2mm)
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(a) Square groove

(Gap 5mm)

(b) Single bevel groove

(Groove angle 25° ,Gap 2mm)

(c) Single bevel groove
(Groove angle 35° , Gap 7mm)

Fig.6.8 Macrostructure of butt joints.

5mm

Plate thickness : 25[mm]
Interpass Temperature :
250[ °C]

Table 6.3 Mechanical properties of welded metal with narrow gap welding.

Mechanical properties
Heat Input -
Groove type (ki?cmr])pu 0.2% proof| Tensile | Elongation| APsorbed
stress strength energy
(N/mm?) | (N/mm?) (%) 0°C(J)
Square groove
(Gap5mm) 6-10 612 654 29 138
Single bevel groove 6-30 412 517 34 143
(25° - Gap2mm)
Butt joint
Plate thickness : 25[mm]
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50 B

40 Good
— :) .o.. CD O
E 30F Conventional
% % Welding method
o) %
3 20X\ O .,
o h
O Developed

10k welding methad

|

Gap (mm)

Fig.6.9 Gap and groove angle map for good welded joint.

6. 4. 2. BRIAIC K B RERM L

Fig. 6. 10 |Z{aEHE S ARINREE 250°CLL T OFBRIZ IS 1T Dbt & SipIE B IR 2 7R,
HETIE. AR 25mm, ¥AER S 300mm DZEEHEE L, BRERIX (@) 17 - Gapbmm, (b)
LI 25° - Gap2mm, (c) LJE35° - Gap7mm & L7, BHSEWrEAEIX (a)125m nd, (b) 196 m
m, (€)394m m & 720, ZOREOT—7 X A4 Aix (a)198s, (b)341s, (c)536s & BASCHIm
FEICIRIT G U T, Tadehe TRERI3 S AR 250°COE I L D 221 (a) 44Ts,
(b)778s. (c)1954s & T —2 Z A LWL EDOFERAEL, (o) LIE 35 - GapTmm ( H AHEY:
& R THAEELERE JASS6 BRE T ARYEAARR) (3T Dt TR HERIL (a) 1
J& - Gapbmm OfE T.T 1/4, (b) LK 25° - Gap2mm T 2/5 IZF T L=, LLEDZ &
O, NAMRE OB 2 M LT 5 ZRBIEEICBW T, BRI m A bR R o
MEIZE D SR EER(EDBFFCE 5,

6.4. 3. IRBASCISBAE DB CIENE

Table 6.4 (ZBAFE LI=MHME R/ X ERER T AT — 7 {5 & AT 3RBR Sl et oo
EEVERR S 2 g, HELEO BRI X IR SE (T 7B) - Gapbmm, L 25° - Gap2mm T D,
k. BREEMTH D TKC-500 Z H\ 7= J-STAR BREHSCIASEE) 13, B~
YLK 22 L TR B ARZE R A BRATO @ HAFMEREREA 2 2007 425 H 1ZHL
/L=,
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Current (A), Temperature (°C)
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00

200
o
~ El:”:l --------------------- EDD __________________________________
g
2
i
o emperature
g 400 dAng-q4----}----------- 400 1
= Temperature
<
2 200 AMRAAAFA-3---==s------ oo WFEF-F3--d-1---d-3--c---lmmma oo
o
o ]
o 500 1000 o 500 1000 1500
(a) square groove (b) Single bevel groove
(Gap 5mm) ( Groove angle 25° , Gap 2mm)
&00
T e T e
Temperature
400 |f-bq--=d---qpp----agemmmmpb de-m--dgr - - - ol A - e
200 ; - {--------- -
Current
]
] 500 1000 1500 2000 2500 2000

(c) Single bevel groove
(Groove angle 35° , Gap 7mm)

. . . Butt joint
Fg.6.10 ;Tja?egnirl)r;r\g[ilrilgg g:;?::en Plate thickness : 25[mm]
' Welding length : 300[mm]

Interpass Temperature : 250[ °C]
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Table 6.4 Groove standard of developed narrow gap welding.

Groove type : Single bevel groove

Ti / R R R
e’
—> —>
JS-BL-1B JS-TL-1B JS-CL-1B
Welding position Parameter range
T:Thickness (mm) 6=T
Flat position G:Gap (mm) 15<G
and R:Root face (mm) 0=R=2
Horizontal position S
2 POSI « :Groove angle (° ) 2=«
Groove type : Square groove
| | |
JS-BI-1B JS-CI-1B
Welding position Parameter range
- Thi <7<
Flat position T: Thickness (mm) 6=T=25
G:Gap (mm) 45=G
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6.4. 4. FERHE— RS OITAER

ATEHEFE & H FEERZ2 DAL 0 2 kS TR Ui SEBR 217V BRFS U 7= BB Seiats
2R DT T DR OMEREZ TN L7z, Fig. 6. 11 |Zalfmr2EiE 3 L OSBRINEIR 2~ T,
PIITEBSENIH J28H (SN490B) | A1 IR A ZEIHE (BCR295) . i L&A 7 7 7 A3AK
J& 28mm (SN490C) &5 Z & TRLUAMIEMAL LW~k L Uiz, MRS, &
BT o7 LA SN PIEETMEE 1£1.29 TH Y, 0T bZ2EZET 5460
BEIMRE AR L QWD BT T VL E AT 7T AOWRPETICEIR LT SeBReiasz
(a) HERHSE- Gap 5om . (b) LJE 25° BHSE — Gap 2mm 238 U7-, WEEEEIE, maRER{A
& HIRRAZA 30k ]/ cm uT AR 250 CLATFCTH D, #Hifnr iR (R O [ & 1 A0
T 1AL MRS & L, PIRERIC AT R LEgnr (X, BT & FREI 2 28 B g

T) #H 2T,
i::’\ ] -I_ /
Measurement v\ ] |
point of
displacement _
£
£
O
AN
3000mm oy
—
X
2450mm = Developed narrow
N gap welding
X
o
o
T
5./ I - 400 x 400 X 16mm
\a val
<
OOl 4 4 VI
€200,
< 1800 >

Fig.6.11 Specimen and loading set-up. H
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Fig. 6. 12 |THifai 7 1 7T L md, Rz A% & L TE LIV DGEEM OB ME —
A2 MM p RHZIT 2 MM R 0p ZXEHEC LT 20p, 40p, 60p TH 2 [A]
FAEICEERLERTA27 07708 Lz, ZOREE CIERICE L WAL, fiklE
TAHET60p CIEAICHR LEN Lt D2 & & L, 7ok, ot Rk
MIHARIEZHL D BR< 2 EREBRIGE L O UAE D 2 & & BRI T2 [[IE
AR LT 21T o 70 (Pl#EHR) . E70. #ifr P O ITmEN BOX TR, %
DOHFNHARZEFTR 250 AT T & CRERRAEEMOIRE Z 0 CIZERFE L=,

Fig. 6. 13 |ZUHERI TS 0 & i 7 = — AF— A > MM OBRE 7T, Bsek %
I & - gapbmm & L7=3BR{K ()1, =6 6 p @ 1 HA 7 /L HO#M £ TIXLE Lk
PERORBIRERHEEZ R LTZ2 6 0p @ 2 A JVEIERMRFICR T 70V R 270
RIGRNOFET T o UPHEME U, BT & A SRR TBIZ S5
7o 728, BT T L URBER ORI I R A MR S s, BSEIRE LIE 25°
— gap2mm & L72iRBRIK (b) 1L, £6 0 p 3 VA 7 /VHOHM £ TILLE LB OJE
JREFEZ TR UT=28. 60p O 4 VA Z)VHARMGIZR T T DL X AT 75 L0
AR O MEMEEE L=, F7o, BEEMEATEATE n A TR () 47 | RERAK (b)
111 THY, &7 7 1 256400 L6 OMHRZ MR-V & S d BREEN:
BRAGRnAZ10P 2 K& 2T, Fo, BLAA T L aT LAEBBICREREK (b) &[F
U LI 25° —Gap2mm ORREBRICIREEA T L. A — A oO#EGER%Z 5 L Tk, 2
ORIV TH LN & LTUT 0 THDHZ & 2R L TWD P,

EMM/\/\/\A
AN

0 1 2 3 4 5 6 7 8
Number of cycle

Deformation (x 6 p)

Fig.6.12 Schematic illustration of deformation cycle.
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2000 ‘ ‘ ‘
1000 } : 3
E 3 | 3
£ 0 ‘ ; ;
z | /)
-1000 | | |
200 - | |
-0.05 -0.03 -0.01 0 0.02 0.03 0.05

O (rad.)
(a) Butt joint of square groove(Gap : 5mm)

2000

1000

N (kN-m)

-1000

0.05 -0.03 001 0 001 0.03  0.05
O (rad.)

(b) butt joint of 25° single bevel groove(Gap : 2mm)

-2000

Fig.6.13 Relation between relative rotation of beam end connection
and moment of beam end.

6.5. fHs

BRE LIZARIK A X Z IR T AT — 7 IWHEHEINIE T — 7 ZEA & L THED
REM(rare earth metal) AR Y A YIZIRM L, @5 & 13O~ A+ A(DCEN) % £ H
L7eBEHIETH D, EORMEIT, WEA 7 L —RBATO BT KX 0 IR ARy Z A3 A]
BECHY ., [REETAT — 7 Tl T BIVIR Do To R DR ARy Z BREVEZES
TELOVHPETX 5, EITEHIEOmE A L 0 BIE O HEHIR OWEHEA & 14718 AT
BECH D, T, BRI, BAREmEOERIC & b5 7T — 27 2 — LD HHE
& BB BT DA LR RO FEMEIC X D EHE ComERIb IR c&x 5, &6
VPRIV OB 72 AT I, 7 — 7 B A L S E D T &b intEe R OMmE.
e e — NIBIROZEIZ IR N DD LB Z B, 5%, EROERERMENIEHETO
EHBEIRE S LD,
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BTE R

il

T — 7 BHEEANIIBATE D B 100 D3RS L7212 AW BT LW Ed Th %,
Ll EHERROIBREM & U TBRICHEN Kb~ Teidfio L oIl Tnd, 7
— 7 (XX AR OES & T DISHBINIC & » THL e L¥— L LTA
WP T STV, £ ORFERREICIEW TETORR L REEZ MY RS L
T ETHERMRY,

T RBEOBRIE, BB IOT T X, RMIEROHEIC/ER L, 208350
fEINCIX, 77— 7T A~ OIRFEAR - T oA A-CEMOIREE A - PitE7e &2 Em)
T L TS MR S D, ARFEDT —~ & LTz TREET AT — 7 IR BT B AR
o Z ORI 1. ORARBRR D LR F531 T DRI T A (CO,) DFFHER BRI
RLTEY, ZOMPIIINHETHD EEZLNTET, Fo, T RESTFICBIT5
MFEBIRIE, NIEET ADT T (Ar) . ~YU 7 5 He) HAZFEHT 5 TIG IEHE° MIG
BB L ONAr-C0, Z FHWDIRE T AL — IV R T — 7 RO AT L TR Y . BHE0
BHETRIRIETT AT — 7 TEHEAC OW I R BUEA DM TN T oo Tz, Fio, REE
HAT — 7 WA DHIERY A id, S EIOESR L & HICZ2OREAHEC L,
Z OB T 2 W IERAS IR A B O FFIEIC LS ED L, BREIC, 7T — 27 ZELD#EL
ITCOEMT A YHRIITEM L7200 X 5 Il T& 7z,

ZZ T, BEESHENOO=— XL LTIIRE WD, BIRTEHE L E SNDIREEY A
T =7 RO Ay AR R LT, AR TIE, A3y X OFATERE & £ OJFIN % 7
WElZT D& BT, BIRY A ¥~ REM SN EMBMEICE B35 2 & TRIK A Sy X EbE
BBz Uiz, £ LT, TDOA D= AL LIREBITIVEEZ M L, M A5 4%
BHfEIZ LT,

ABFFEC BT BT A2 UL FICREE 15,

B EIIANSN XEFICET 2 2N E TOMERRELE DD L L LICRIFZEDOE
gk - B2 BRI LT,

55 2 B CIX, MR~ T X (DCEP) \Z361T D IREE T AT — 7 VD A /X 2 DR TE
& LU RITT RO EZ A LT Uie, IREEFIRO ANy X DL, Ffg—T
— 7 FAERFOU 3 X OVEHER R OB K - TE L, BBEFIRD A3y # D% I,
T =7 N EDEHED L DDFRENZ K> TEUTZ, ANy XDORICEZh E S b T
2 (T1) DIFIL. Ti VA Y7200 Tlde 8o L EINT 5 Z & T, koM
il & 2 Z OIRBEN R DS T — VO EIZH D Z & 2RI LTz, RIS, TVl
V&R THHI I T LAKITT —7 BLOEHBATOREIICHENTHY | EMT A v~
D K AFHIZEY 30% DAy XK A ERK LT-, 72, REM(rare earth metal) 3 X
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TN L (Ca) DEWINET — 7 HEZ RS L, WHOREE & HIcT7— 7 omE 2 K& <
TALEED Z L TANRy X ORAEBEZRK ST, 2O K, REM, Ca DIREEH AT — 7 5t
(BT L7 — 7 OREMWAEREN), 20, EGHINIEHIT 2 F4E L LT Ar-20%C0, % ]
WRA T AL —)V RT — 7 EEEICBIT 5 A7 L — (LR SV BB L DR FIEETH
HZ EaLic,

3T TIL, MMt 7 A (DCEP) IZB T D EIRD IV AU L DB T O R EL &
KA Ry ZAVIZ OV TG L72, Ar-20%C0, & FHWVTZIRA T A > —/V KT — 7 ¥R CIlIRE
(2~ TV AREEE (1 7OV A 1 ERBAT) DERLInTWD, —J, RBBTAT—7
WEEZB DT, 17UV A 1 EAREAT (60Hz LLF) 2T 2 7V A 1 EAREAT (120Hz LA
T) DEBUZ LD Ay Z OIKBEN R HE SV TODD, IS EMLE NS £ TlTidE
S TRV,

INDOMBERE 2T, 7V AREREE X0 IROFEEFHCTRET L, 2OV R B
300Hz %82 2 REIIZ B W CTEIE O E & LIS LT 28542 A LT,
ZHUTHEAS W TR L2 BB UL A (B — 7 B =500A, B 625Hz) TRBEEITIRTH
DEBEZHK) 1/2 1MEW LT, HIZ, ORI E & &SI OB TRIREO BRI W
EU. A0 ORAERITER UV A %5 2 IWEROEREEED 30%2 D L, B— R
ITEAOFEDR S VDRI 0. 5mm LU ED 28y 2\ ZRETAUTIERIED 13%IIF
L7z, Fio, BB EREIN AL LIz T VAR L, HAE 1. 2~1. Smm BRIEAR O
BEAIREEAS 300~600Hz TH D Z &, B I OEEE L AEHHEDOEFICITHIRIC L 5
WRIRBI O ATREMEN D = L AR LTz,

FATETIE, RBIAT — I BHEIEIEMRCTOH LT A YN T T AL RDBT T A
(DCEP) 2NZ20E & & AT & 723 AR Tl DCEP ORI NN 2 TRESR DRk TIIARZEE
& SNDWE~ A F A (DCEN) DRl & 366 L=, FIZ, BIRY A VIIIEROBFHIIBWT
REZEL Z35 REM (rare earth metal) WIMZ DWW THRaRTL 7=,

ZTORRE LT, Mz~ A A (DCEN) & L, REM % 330~450ppm ¥ L 72 &7
AYZHND Z & TUERITIRNT — 7 OLREME ANy X OISR Z RH LT, £D
1 EYREFE OFFH L 250~380A & JA< | ZE LT RE CTh H 2 & ZWfElC LTz,
LT, R A S ZALISEERR S AU72 REM WS D A v % FV T4 DCEN VR 212 38\ N T
PEDCEP £V & & BITIRWEERIRIABZ NG HND Z L 26N LT,

5 TIL, 4 =TI LI ARy HREEHN AT — 7 IRBHEDIK A /%y Z v
AH=ZANET — 7 BGOMAZ HEE U TEMRY A v REM &DO VU A Y IARHE & 7 —
I BRA~DFELTAE L., B IET REM IO EIZOWTELR LT,

FRAK A X 2 AR, HEERIRT — 27 O & ZE LTEIA 7" L —RATIC L » TRk &
N5 L AWM LT~ BIATERAT & RIRANC U A Y OIEEdE N B LTBY ., 20
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F T JFEA T R S BT OMER N S (LD

ORI, M DCEN THEMR T A ¥ > REM & 310ppm UL B & L7z & & 28T 200A UL ET
AU B Z & 2R U=, M DCEN (2381 B [ati S OB EIXEM Y A ¥ O REM &4
(390ppm) (Z & > T 3~4 fHIZHIIN L7, BT EEIEHRIL REM Z RN L TWORWERMR Y A YT
KLU TL3~LEMFZMEL TS EF X B, REMIINZ LD U A PIamdE O 2
K& U TEFBHOHEINT X 2 iR m OIS RSB X2 bivd Z & &R Lz, ik
DCEN (235 1) DREREM T A ¥ (REM 2RI L CTUWRWY) DREER T — 7 TEREIX. (b
DAERK & AR L0 2R L B E B | WHOBITHET s 2 & Tl I
KERY, MHEDFICL S TT I BAREEIIRD EBEZT-,

—J7. EBAHHENCHERZR REM ORI T — 7 OREE BN E 20 L, A 71—
BATIZT — 7 ROBEEIZ L DR OERE L B0z Eb, i, KAy ZuidMH
KT =7 1L DBATIRROLTEC L > CTER S ND EEB X T, T2, BVE I
9% Richardson—Dushman O &7 — 7 S ORI L 0 KD 7= et il 1LY A ¥ O
M X0 RO T ERIREE L DAY 1000K &< kiR L 0 & &y 3030~3850K 235 H 4t
72

FEOETIL, 5 4 BT LI ANy X IREE T AT — 7 WBEEOFER kA2 B &
L C. B\ O X 2 @ik Osatkm . 38 X OMEKREE 1.5 FOHWRIA
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