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11 #EoER
1.1.1 EEOEMEN L BEHETER~ORE

MofoFERICENT, RFEZA LI 2HNTHEZ KEZ ST 2FERLDT
— AR OND, FlziX, HLICE EFESNIZEEEL -~ vy a VBT, JEEERO
EREIC X 2RBBIRERHO A Y v b - 4 v 7 ST 2 L OKIK. X 53 E DRSS
N3 LR FEPEH R DK RED A ) v b 23H BV, PIRIC B TR O KT 28
% b, 20,000 TEU (Twenty-foot Equivalent Unit) D#E A = v 7 Fin o3 ik & 1R Hf
FLBE (B * T v 3, 20,000 TEU 2 v 7 Fif iz — AT KB <5 % 14,000 TEU
ML <. 1 av7F47 ) o “BURFEIEEEY 25~30%HIHT 2 L8 TE 2L
EbNY, ZOMBEOEINIHARL D, TD XD BEEYOKRULICHE - T, FEREM O
MREECHIE % e B MEAE U, & 02 S ERIL - mIRILNED b hTw b

Fc B - o SR O BHE Al & L <, ROERROEMITRAEAH %, AT E W T
FEELLORER, 2hic X 2BHERMECL > THROEKRA, V77D —-D2THETLER
RO T E R WBEAHIRY, TRAEEET 2 e 2 HMIC, 634 m &)
IO REMEEY). 2 VIARKOBRIETHIRTANA Y ) —"ZHHET 5 ICE-
TWwd, HEAAA YY) ="1ICH TR 400, 500, 630 MPa # o 55k 1 8l 3 e KA E
100 mm CHEHI LTV 9,

— . ZAAF—EICHEZRIT TR S L, FlzIX, KOFEXMICHEWTE, FBEH X
—EVERERIE 2 EAOME L ENE®L T L THBHEEY LA X2 MBS
NTwg 49, ZoFMcE W TIFHEREZ KZ T2 TIE RV, &Einé mEd» HEX
i OWAR % B 19 2 251 %013 ) BE O BEHNIZEE T & e,

FECoE Y | YA, FERI IR S N WS L EE T 51 o TR
P % koo CRHIBAL - BEERILAED b p & | Hilb O JERAL - BIRN LR AT H 3,
RS O RIE I IZIEHEIC X A AR R AT TH 2 L 5 2 B4, miIREHIIR O 7
BRI S L EABM L VT L 22, FHCBR LT R0 i3, TR K& CET &
5 [Hn] OXWTH 5, BINRIAEEMTICHTES 5 &, BEAMTHERDIC X #HY
MERETEE 20850 F, IGHEPTLE 22 EHMERE L T e TUEHICES
RIC COWIELBLBNDED Y, WD TR TH S, 20K, % D LHEE IcEwn

.1.



TIMTICENZET C L AEANCIRADONTE L, MBILEHELZEHT L LT
a2k T 2 2 FAE L 2GEICIIHIE 2T 5 HER D 2, HlhidEnRElh L ARGREI K
ELNBE NG O, EIRNEHIKOBEHEETICEWTIZES b0 FAEDARENEL &
DEFEEXET 505, FrCREEIN, WOWw R ENEINSBRIEL 225 7 — A% H 5, Him
FINIBRETTRICBICREL Tw R, L2 _XEMEEITI C LIk b W FE R
HHTH B0, BENEIRA LRI RET 2 /RS A 0 | B HEL R © b IS i
ZiMEELREL 25,

11.2 (EREINORERT & BRI E L VRE
EREINZP LT 5 B ic, FNOERICO W CHEET 2 LERH 5, —MRIIC 2 DERIZ
KEC32HLARADICHMEND, 3OLCHETIHACEUTOL S L ns

11)

o

a BB O LR b IABE OILEEKE e BIRIGH

FRRIC 4 DICHEI N HEICE, UTo XS wnfEsng 12,

O O ERK MK OFIFHE N REYE R L)

@KF BT 2ER (JISZ 3118 I X LBk ERL &)

QFERMIC 72 & 0 IR R, IO ER R )

@B OB (N X TR - 5Bl - <~ 2[ERE R &)

INHOREDFEL, FiE TIE, FIN2RET 2B OREZNRICLCTE L, BE T
B T2 EN R IN TV I D LHETEZ b HhIELWEF X5, KfFEIC
FOCKEBEHNOBERZHERT 256113, BED 4 DICHBET 2 HEERAT %,

B L OB B Wi, RRFIN AP IES 2 251, FERICH L TRATRSHEL &
Nz, Bz IFODERK %M % %1, TMCP (Thermo-Mechanical Control Process) %!
=R (TMCP §) 23FAFE S, $Cic/h S ERALTTw2 31, TMCP #f i3l {#/+
HE &R H) % A1 A o 8 - BLE BN 2 B L 728t c H b . BEALPEITER O I & AR L
B S, ML 2 B L T3, 20T X o THEANMEAHIE & h, R SN2 b
EAMAOLNT WS, BERICE VTS Z ONEGHEAMNIER T TH 0 #iMSE 0L E
b, g m 235, TMCP 0@ E D LA L T3 1519,

QDR #EHIT 2 I ZEHEM R OEES L OREEHAER I NS, BERETO
PEBLE KR R O IEEM B OB R TR 2 Ko, (RKFEFE I H S 2 oRatan<

.2.



Wb, HIIHE T — 7 IEEBRIC B CERICHIE I N T, SBETIR T Iy 2 AAD T
AXICBTHWMEFI D 5 192,
REEHICBE L T, BT — 7RERSC Y I~—V T —2WER 7 7 v 7 2B T,
AT ORI LR O FH KRB ED b LT\ b 2, WREOEM L BT 2 %
i<, MR R E o B WA R T X 5 b SRS W TRoNn S B,
QDB 1Z, Bl 2 1 THIFE 2 4EHIT 2 By i, IRBEIERE 2 &M o A & B e 3% E
T2EHEDNERR LN 2, SRR EEN T 251k, 2D X5 et 2@ER L 72
D, MFERICHEFE,» OB I 720 T I2RHELAMOENS,
GOOENEEDOE IV LM CTH L, S CTHERELS > TH FHIIKE L 22171F
S, UTo#Y cbh 2,
@-1 FE - AR ARSI X o TREER O mEERE A2 L, Z OB CcARE
ZFCk B X O Y o RAIRBE A3 Z5L U CHIRR o 58 () 0328 3 %

@-2 REEETIER - ARSI L AKEILBIRBR ORI X o T WY1 2
W BT 2 IREERSALE O FERE L KRS coMERMIZ T2 2 LT &
B oMitH+cd 2 KFEOEGERCHHBENT 2,

2F0, @113 LD anEF. @21 boRTFE A2, WFRICLTH, KiEEn%E
Bk 2 Aicid, PEACHEBEE wo 2BVEHZEHL T INE 2 LR RINTH 2,
TECHBRD X, A e — 2 GO BERAIMEGRIC X 2 5k L N —F O H ZBE
Bz T 2 5iE8—RINTH %,

QDREIT I A RA 2B 0, D QD RFIC I FEMM N — FABDH B, Dy,
st DIEMAL, EIRIMEAED b B @QONEICHH S &5 215, TR - S ABIEE, %
PRS2 S RES T2 280 kb, L L, mikIEMROKES N Z 52 Hlifl 3 2
£ Eim COMERIIL KAEHT N T ANF—% BT 250, RFNELIIE 2T, WL
REOE(MA L O LEFEMOERZMED EL 5, X oIC, HENHARBELANRWVES &
Bl TIC B 7 978 ) OFER D A I D ISR 2 UGE T 2 2 L i3 ko b, 2D X9
RBED D b SR OBERILET 2 2 L E L,

ZZT,Ob LLIEQOMNKICTIHERY . 2 DA~ — P Ic Pk 3 2 EEEL %,



1.2 {KEHINICEE T 3 BHEOMSE
ERNESIRICE T 2EEENITEHELS 2 0FHEZED, L OMERLRIN TS, TR
TS 2 2 L IFHERNTIRENE, RN RE L, L <&,

1.2.1 BAHERK & RRE NS O BEfRICBE 3 2 %S

RS D IKIREI N ORZEZHFE L X 95 L3211 LT3 [REYRE] 255 2, &
FURBIBAED XHHAINEETH 228, BLOMEIN— T2 6%  OXDHRIE X
NTW» 5, RELBEICOWTH® TOWHE L 1940 41T Dearden & O'Neill i2 X » THE 29
U ToXA.DTHEEEbTw5,

1 2

Mn Ni Cr Mo Cu P
— (1.1)

C,=C+—+—+—+—+
! 6 15 5 4

(Cu,PlzZznZ405%. 0.05% LOGEICHEET )

Q1D o, HRPTLDBELMA LN, BE DRFLUYEBIFREI N TS5,
Tl BED I N X E2E T CENZNDE: LARFEDFKICOWTE T 5,

Pou \ZBEHEEINEZIEZ R TR L LTASCHW O TWw 5 20, a3tk 2 k. 3l
FRiC X o TIREI N Poo PO, MERLBICEEST 2IHO A ZM Y IL 72 b DTH %,

PCM:C+£+M+&+@+K+SB (1.2)
30 20 60 15 10

Ffkic, CE(IS) 2% CEIIW) ® 3y 4R E w2y, BRI AT hSHT
SILKHwLNTW S,

CEUIS)=C 4oL Mn Ni Cr Mo V

—t—+—+— (1.3)
24 6 40 5 4 14

Mn Cu+Ni Cr+Mo+V
+ +

CE(IIW)=C+ 1.4
(ITw) p 15 s (1.4)

RAD~QDEHKT 2L, T, B2ATRFBHOKE ES MoK TIH/NE VT —
A (Mn, Cr, Mo, Ni) ®, 23X TR A>T E2, fhioXicBnTidxfiens
w7 —Z (Si, Cu, B) #H 615, TNHLDEICOWTHEARIC X o THERPIRI LT
% 9, MROWMETIZ Mn ZHICHAEI N T B, & 2 ClIBEANMICE DT —%
fELTM LRI LUTOBREIIRT,



CMEL, M2B3% ARMEN T8I a. CAEW23 M ORI 72 W#lil#r b icx L
TEHICHEKED M ZFIM LT o', b+ 23858%% 2%, 2O, BERAF 4 70
k1) % HAZ (Heat Affected Zone) il S ICHE D & 2 mHIREE (£8/5) 303V % Kl & L T
TN L 72D HAZ D@t X8 L 72X % Fig. 1.1 1IR3, w47 V34 F 100%D
oM< 13 CAEARICIEFICH HEELZ T 25, MPAMTIxa L) d b oI5
Ve T, BANMEITLEM ORI~ T V¥4 b 100% & 70 2 EFURHIKFRIC K ¥
L, Hifta B XD R MOFENMICX > THICY 7 FF 5, 2T, —RINGRAERY A 2
ICHEWTIR LN 2 WA (KW cRd) 2HET 2 L. filhf a s TIRERRGH
RFE STV 2y, a-a [ OIS D FE, D F ) MIFINC X 28X OZALA/NE <O —T7#id b i
BOTITENS, BXOLAKEL RS, 20, CRICX > THEANMITERNE O
BRIRE LT 20T, FRloRFLYRZ KD 2 X2 FKT 2BEOBGHTH W L 1L 25 8
MOREHIC L > TELD2ERAL 5,

Max. HAZ hardness

Cooling time between 800 and 500°C (£8/5)
Fig. 1.1 Max. HAZ hardness curve of steels with different C contents

FdL72X5% CRICK-TEL 262 (FEMICIIHAZE X DIIESH > %) 2l
T 2 BIKER S 2B AWS D1.132Cld, C BICHE o TR EI VS M I F v 5 3F
fli X XA E T %, K CH (C=0.12%FE 2 HR) Tt P BV B, & CHETIX
CEIW)Z w2 X5 Icd 2 HiEsEEHEIATw 3

Eoic, 2oX) RN TRET 3 20ic, BEANWMITREOREE C Offe



L. &(1.5), (1.6)® X 5T Z LA Yurioka HIC X WEDINTHEY ., % fitto
EiREINEZ 2 Ml 2 H I Tw 3

CEN = CHnMC)(Sl-%E+£z+ﬁg+cr+Mb+N%+v+SBj (1.5)
24 6 15 20 5
A(C) =0.75+0.25tanh20(C —0.12)} (1.6)

1.2.2 AKRENEHT 75 B3 2 HF%

EIRFNOER L LTI LI2HIRLZEY TH Y, & MELEMFICE T 2 (KR
FERTHE ST 51, O~DD 4 >OERZRATNCIY TS BEBEH 2, 1.2.1 ISR L%
IR ENEZ S (RFELYR) ZORMOERIC O W TRl T 2 L) IcBEI N D
DTH 5, UTFIicid, QLSO ER S RARNITEY #2202 BIFE S HFESF IEH X 5 &
TR AR EN ETAT /7 i & FBrot L A RRE I v 2 3l iE 2 %10 5,

RY)ZEERE BS-ENI0IIPYIC X 2 HETHh b, ZOFETHOOERKRLE L T
CEIIW) Z M L T\ 2, @AKHRICET 2 HRIZ, IEEMkFR%Z 5 KEEICHFL, 2o
2 HIERT 2, QFREIGT 72 & O I A ER & @R O BVEREICBI L Cid#a L CHUR
>, Combined thickness & W 5 EEZH WY ATw2, ZoE&<Tld, H2MFiIcs
WTCEMBE D ST MR EEMRBEE ST IS 2H 208, ZOWEZHAEL TERET %, 0%
b, BME DT (EEEHTF T2, THRIAEKFTIE 3) 2SR W LIRHEE R L
(@), WEPEL 225 LRNBERT S (Q) ZLzflatrbe TiliiTs LT
%,

. BRD JSSCHAZZET 5, DI R PR HIFT3530Ic Lo TiE T ., &ICH
AHitEE RS (JSSC) THET W anzdb D Th b, TOHEIEFRA2) IR L 72 Pvichix
T, OKFICHET 2 ER QN EREFEL T 5, FEESIILTXADIREINS

IICQDHERERECTKIAL 72, ZOWEF y BBEEHHBOMEch Y, LEH i TEWR
B TixX(18)ickoTthzbn5,

H t
Pe = Py %"‘@ (1.7)
T =1440F. -392 (1.8)

72770, H: 7)) vk TR LN IEEIEKEE. ¢ IE

.6.



Z Dk, y IBEERInGABRDAN b, BT o Ay B iRRE SN,

H K

", (1.9)
60  40x10°

Py =Py +

7272 L. K: $#5RE (kgf/mm?)

P S 12 BT BRSO UE A E L LT 300°CAH 6 100°C E Tl S IR (¢ 3/1)
7T 710X o THELT WS, BITJSSC DMEHT X » THEEEK 7% 25 100°CE TORY
[E1(£100) 23ERF & 4L, X 51T Suzuki (€ X 0 RBHRAE 100(100.) % 75 2 72 0 D K (1.10) 2342
KINTWE B, 20 A00, LY EW A00 735 X9 FEREZEIRT 20805 2 53,
T ENRE D PIE I I EMBE T B L 78 B,

1100, =10500(P,, —0.276)* (1.10)

Yurioka & (ZHTRDO~@DDOERK % REMNCHE KT 5 2 LA TE, DM T O M E
DEENERENIHIEZRE L Tn 3 P, Zo%kiE% < Dy IBIREE RS RE» 55
b RARX =N —T 22, v RAX—H—7RICER(1.5) IR T CENICHIET 2 &1
WECTORRTFERERNRIN TV, 0F ), ODOHERLQOHERKBIERBI NS Z Lichk
%, CENILBMkFER (Q0ER) & AB (DOER) Ick-oTEEI NS, BIERE
BT X > TRENT B, RIEIICEI & W2 BER P EGEE RIBESE ot /1 (ODZEK)
LB (MES o RERE B ORED» &9, @DER) Ik > TEHIfEIES
2, 2HLDBEERLRICL > TRENT WS, Yurioka 5D [= 2% —7— 7k 13184
BEtEZSEE L Ric, KRHINWOERAEANICHEET 228 TE vy =7
Vv SHRICIEHICEREFETCHLLEFR 5,

LERECRE T s RmEI L, y ARG IC W TRAET 5 HAZ Tofln e
720 IR & EIEST IS RA T S ISR T B 2 . BRI ORI EI N FEE 2 B
T % Fikld Nevasmaa IZ X > TIRESI W T W2 ¥, ZoOFRTII YRk L URLo%EaE
AR HI N ORE R A SRR FERZEHT 2 U T 011D~ 113) oz fEFE L T
%o



H_ =250x107"0 w2 (1.11)

H, =280x10""0%% V) (1.12)

H_=116x(0.295-P, ) (1.13)

R L. H, ot BENFERIOKER. R,  EESIEO 0.2%i 71,
HV,, : EESEOm S Sk

LEDRX XV EB L7 He Of/ME & EHICEH 3 5 &P B30 2 IREU KR & %
U, EEOIBMKFERED He XD /N T NIE 100°CoO FEGER T Ics W CHlivo Y 27
TR &S 2. SIEEEICE VTR L ARSE 2 H o ER & L CHREICYIY 5
F5 el v, K(1.1D), (1.12)Ik s Tiz@®, @L @ ER ., K (1.13)ics»Tld®
EQOERDBEL Y Pb T 5 & F X 5, Nevasmaa O FiETIIZJEREEIC X 2B L WKR

FINMEDFHli S W RETH 2 23, FATICIHEDR OBz HT 2 XAV H 2 LE X 5,

123 BESBHoKELIfiicET 3%

LRI B CRRE o R A ER (BAEME., BERSIES) 2w 2B, BES
B OKRIRESHOMMEREECTH 25, LIFLIEMEONRE Lo T2,

IR S I3, BEHGEE B W L 72 T TR IC X o TIRIE T 1 O —ROT/K RIREE o0 A ffE 8 U %
RELTW3 O, i s 1) 2 KEED L5 X 3KEIEREIC X > TR T 325,
ZRRMREIC X o TRELENT 2, 22T, FlRSDFEKICE TR, BAKT XD Jt%
3 % 2 &, KBILBIR I DO IR R 2 F R L 72 ECEs e L CHUR ., g% 3¢
Wb, Eo, TEL - SRR [E— ABAR O JE MR K FE D IRRHICK 2 KT 5
CEDPBEERDP G/RINT WS, I oic, SRS 1E 2 ofEENXZ T, #HlhoFRE%
iR T AT ) XAZBELTWE D, 2OTATY) XLTIE, 52 bh-REUKKR
Bt L CL BRI IG 3 2 I KK R 2GR L BRI E U R 7 DR TS
RHEIT 5,

22 513 Cr-Mo-V JEHK © % Jea el % MR, ARERE L 7z RICIFEHKHE
BT 2T o T3 92, ZOEFAICENTIE, BMEE L KEIRE DM % 1T - C
BYO.ILICRITHENTTH 2 2 Lh b, FEDFEICOWTHFHEIAFRETH O FLHMEA
mWEEX D,

=B S (X IB MR & K BILEURNT D AR 2 1T o T % ¥, SSRT (Slow Strain Rate

.8.



Technique) B Z TR & L 72 fi#bTIC X W GREINORASEF 2 E & | Y BRI A
EXRE LR & ERRIC K Y 2 0 Z U2 AT L T 5, fEIT DX IE 980 MPa #ik#ik
DS RIEERIETH Y | ARE - MORBHE O 35 X CBVEPEREITIC X - TRE S X
WIS D534 L JBIEZ RD . Z DFERZF[E L 72 /KBILEFEIT 21T > T\ b, 72, BHRE
th% ., REDOKFBEED Oppm & L7254 L KD b OKERHEAEN & L7255 DM
DIFNT 1T > T IERERBEREEDS R TH 2 RIREMZ 3 TRBWI N T 5, T,
JEHAEIC X B IEE R FEOERAEZE L Tk 0., BREBICHE > T — F o fhErEk
FRIREP B/ MEZ R L 721 BR L, A Z R THRECEFH IR INTn S,

1.2.4 $EEHKREOKBICEE S 215

L12 B Th B T3 25, EEME KR S 2oBEfdhTwns,
BT — 78 (SMAW) 1IC B KR TFk e L <, BEAIR ok &E (EBKIEME) %
KT & & 2 JORHEE, JLBREAN o, 7 AFAEH OKFRIRER) 2 HEAICEH S ¢ 23GHK
ML TN T B T8, F e, MIOKFER] BB L S BB O X 3 HIRK I3 T S
T3 W, KERIEER R, WEAICKBANL Y Y L7 by T L E2% S EAT
B, TV RERCT Ty IV ADORBETACT v BHTABRET L TT—27%0
IKBDEERMLT S8, Z NI X o TEBIICEIE T 2 KRR L AR is e @+
DI K EREZE MR B 2 LM TE B,

HAY =NV T =2 RBEEZY )y F74Y 23856 (Rl ogi% GMAW &
M) 77 v 22NV TAYERC25E (7 7y 7 23T — F7 — 7 E#iL FCAW &
W3) 238 5 GMAW [FIEEUHK R B OIRWEEETH 2 T L 23— RAVICHI ST 3 49,
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Fig. 1.2 Flow-chart of this study
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JE R OIREMKFE R I, BRI T v 7 - RS OB S Ic X o TS 5 2 L2
HMonTwb, Fig. 2.1, 2.2 (JEEMKFEOMEN TH 2, Fig.2.1 13 F v 7-FHAR A
e L, BEEREZ( % CILRKRFEELRME L 2Hlch v, —75 Fig. 2.2 137AE:
WA —EL LT, Fv 7RI Z 2 S ¢ TR KRR R HE L 2flcd 2, &
BRI O, BESETR OB AKERIMET T 2, 720 F v 7-BIMREERES R
72 B, LB KERIZMET I 2, —77. Fydrych 513 FCAW %Zxf% & L 7= Plackett-
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10
=
f‘-—:’ 8 Measurement is in accordance with JIS Z 3118.
8
S 6 Welding wire: JIS Z 3313 T493T7-1NA-U
22 o— 1.4 mm dia.
E 3 4l ‘ Shielding gas: CO,
R £ Voltage: 31V
= Welding speed: 350 mm/min
£ 2 | Contact tip-to-work distance: 25 mm
A
O 1

210 240 270 300
Welding current [A]
Fig. 2.1 Relationship between welding current and diffusible hydrogen content
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- 10
= _ .
f‘—é —¥=12.3 m/min Measurement is in accordance with JIS Z 3118
g 8 except contact tip to work distance.
2 —
S of
%D § 6 —5 g]el?:ing wire: ggz 3313 T49J0T1-1 1.2 mm dia.
>3 _ . relding gas: P
© E 4 o144 mmin / Current: 270 A
= v,=15.1 m/min | Voltage: 31V
£ 2 Welding speed: 350 mm/min
a Vw: Wire feeding speed

0

15 20 25 30

Contact tip-to-work distance [mm]

Fig. 2.2 Relationship between contact tip-to-work distance and

diffusible hydrogen content

23 77v272AAY 74 YERERFOILBEKEREERE
231 EEAE

7797 ARND T A Y OREGEDE (v — LHK) 2N EESER OILEMKERE~RIE T
WEERMRT 57201, EWINCRET 27 7 v 7 AAD T 4 ¥ (Table 2.1) 122 THLEL
MAFEORHELXFEML 7z, NRETIZVA YIS —LBBLTEOZNETNDOF Y T L
HOBRFEERZ LIITGEE Lz, T/, WEHICLZ2EI02E%2FEL T, 104 1407
AXYEMEAMIC L, 74 ¥VRIZETL2mm & Lz,

HIE X JIS Z 3118 (2007)icfit o CTHAZ v~ b 77 7 WTIT o 72, HIEDITH
i3 MCZoVIgEERHRIEL L, SURMERIF O EESMf % Table 2.2 1ITRT, $72. %
BT A Y IREERICER L 72,
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Table 2.1 Flux cored wires (FCWs) investigated in this study

: Seam Flux Strength class Shielding Wire diameter
Wire i T [MPa (ksi)] - Manufacturer ol
A 830 (120) a
Metal
B
b
C 760 (110)
Ar-20%CO,

D Seamless c
E Rutile 620 (90) a
F 550 (80) d
G 490 (70) CO, e s
H 780 Ar-20%CO, h '

I 550 (80) i

J 550

h
K Seamed Rutile
CO,
L j
490
M k
N 1
Table 2.2 Welding conditions
Welding Welding Contact tip-to- Shielding gas

current | Arc voltage | Polarity speed work distance - Flow rate

[A] [mm/min] [mm] Composition il

270 Appropriate DCEP 350 25 Recommended 25

232 EBRFR

FGEM 2 515 b iR R P O IR R RBAER R % Fig. 2.3 10RT, v — L LR
77y 7 AANY T AYOILEEKFERIT 1.3~8.0 mL/100g &L 2, > —2HY 7 7
Yy 7 ARNY T AXYTIE2.0~9.0 mL/100g OEPH L o7, DE D, ¥ — LOFM L EES
JEH OYEEE K FE E ORI I RBEER R O e h oo, 7272 L, IKfEZFRL 720D
Y=LV AT TV IAADTANTH oy TZOTAXYEIAEINZRT Ty 7 AAND T A
YThY, REBIYZ THRE T IIMEEORATTRT7 Ty 7 AAND T A ¥ &L T,
ARNRT Ty 7 RACBWTRKRLL G EEZ BN D,

Fig. 2.3 1/ L 7= &2, MllciARSIE M 7 7 A fithlliciaie &g b o fRaitiok s
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HeLTTmy b LR %E Fig. 2.4 1083, BB OBENE W, BEeE T DHLE
MoKERIMET I 2B 1 57z, SMAW COEERHEEFEFEIC7 Iy 2 ZAAD 74
YICEWTHREEBOMERICIGLT7 7 v 7 ZOMBPUIEINEE I NS Z LIk
D, IEEMKEEMIZEND 2 Idflfl T hTw s LRI h 3,

10
- _
,.‘1_.:’ 8 —
o)
o —
§D?D6 M B A
Mo _
= o
°
23 4 S
2I—l
=]
g 2 R EtEts
D H

0 T T T T T T T T T T T T 1

A B C D E F G|/H I J K L M N

Seamless Seamed

Fig. 2.3 Diffusible hydrogen contents for seamless and seamed FCWs listed in Table 2.1

10
‘g O A Seamless wire
g 8 ) O Seamed wire
5w ©
2 6
35 ‘
—
_0.2 Rl
z S A
172} » A
& 2 e
=
0 T T T T

400 500 600 700 800 900
Strength class of weld metals [MPa]

Fig. 2.4 Relationship between weld-metal strength class and
diffusible hydrogen content for FCWs investigated
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2.4 PREMOKFIC RIS TERY 4 YEERT 0 L W EE
241 HEMHEKRICKIETERT 4 YEERT 058

BESBEPIER I NG 7 a € 2IE T, IBHCARNE ISR T 2 KF0FERE LT,
FMPICATE U 72K BRI (GREOREFTK, MG LREFEOHEY., fi~ofEK). v—n
FAARDKRR (B, TARBEOA A VEFICXBH5), v — AV FARICKVIBATS
KRADKSY, BLOBEETAYICEEIN2KFBFELIExOND,

LI AXICE TN B IBMKBFICOWTHET 5L, Table23 D X 5 ik b,
(@) RIEEAL (b) 7 7 v 7 AOWHRA K. (o) Btk O WIPUK Sy GEE X5 5 B
ISR E 2 7k5r), O 3FHICKEL T ONDG, $iz. VA VHEERIC(a)~(c) DL B EK
MIBRAZeEZOND, ZOfICT7 Ty 7 2SR E LTEEINIERYSP 7 4 Y
HICHAET 2EICE T 2K DKFRE LTEZONS, L L., BHEYORHYILEH
DIAYEGEEH T CRMETH 2 LFEALN, TAEHICWET 2K XEFERTH %
72, ZZTERRY bR L L LT,

Table 2.3 Welding-wire-related supply sources of the diffusible hydrogen
in GMAW and FCAW

Factors of Solid wire Seamless Seamed
hydrogen source flux cored wire flux cored wire
(a) Surface lubricant O (a)\ O (a)\ ‘(C)

(b) Initial moisture of
flux
(c) Moisture absorbed
after production
Note O: Applicable, -: Negligible

(b)

2.4.2 QM & RBRTGE
2.4.2.1 RimiEEA O 7 B ERM

BT A X ICIEE SRR oR-C R o R AN IEF o B <, REEEAI 2B &
N, HEAIZL S OGEERYTH 25, nFHEIOKREZHT 5,

PR SR B I 3 3 R () RIERTEA O 722 2 Jhaz c gl 3= 2 < & 2 Hinic, Al
MEREZZAEIE72Y )V vy PYAYZRRELZZ, VI Y FIAXYET7 Iy 7 R%2RA L%
WO T, PR HRF(b) () DFENELATE B,

ABRICHN 2V )y F7 A Y OREFBFIMNERIZ, V4 Y2 LT A0 ) HlEL =&,
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BRI S T A BT 5 2 & CKERZEL S 7, BHELZT7 A Y
D—E % Table2.4 IZ/nd, ok, XHi/nd, [Oilamount on surface (R HHE) | DHIE
. UFD X9 iciTo 72,

TAYE—ERBFV TV IT B,
HEEZFHLw T35,

7% b v ChilEtR. T 5.
HEEREZFRIL w, 235,
KD XY REMREREZ KD 5,

@ ® 8 0 6

W, — W,

Av= (2.1)
w,
7272 L. A, KIAHE
Table 2.4 Solid wires investigated on testing the effect of surface lubricant
Sample No. Oil amount on surface Applicable standard Wiie et
[ppm] [mm]
al 0
a2 60 JIS Z 3312 YGWI1 D
a3 110 (AWS A5.18 ER70S-G)
a4 540

2.4.2.2 7 7 v 7 AYMRE K5 O 5B R AR

7Ty I AN TAXICEAINDS 7Ty 7 AT, REBOKE WIHATH 35, K&d
DK DWFE BT L NF | ERICRET S Z L IIRARETH B, Z DL, IRET A ¥ &8l
T BE. W HODDKDERE LT Ty 7 Z0RT 4 YHERICHIE X 1, % DIk A3 TEER
MAkFRFE 7% %,

LB K FRRICKIE TR T (b) 7 7 v 7 AOWIMHRG K OB R M ClERT 5 L %
HIVIC, MRS 7 79 7 AAY 74X OERAT o 72, FEHEBIE—E TH % 23, A
BWEEZ DL THREKNEDORRDZ 77y 7 AERAEL, bl vy 7 AEH»
Ty —LLABIVOY—LHY 779y 7 AAD T AYRMAIEL 2, & 2T, AL & 13 J50RE
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DBERA ML BER S, BRI RN L o TR Y TH B, £, FA—D 7
Ty 7 AENAL, EEELE 727 4 Y ZHOCHIEERHET 2 2 & T, 74 YiEic X
LRERRT LB TEL, V=LAV 77 v 7 AAY T A YOWHIERE LCTidY
A YA O E A D CHE~ DT D IARRBED B TR A RIBIRBHT S T B 10345
A3 L 727 4 ¥ 13 Table 2.3(Seamed flux cored wire) IR IR T X 5 72, 7 4 ¥obR
MG OER Y BN L ZbTorREE L, 77 v 7 2% HALRZT A YIidfim
TaFT>T¢1.2mmicfh BiF 7z, HERINTEOBEFUIEITb R > 72,

I A LK HE I B B L C I % T - 72 (Sample No. a2~a3 D) o <, K¥(a)
DB TZ 2L FE2oN(2431 ), »OV—LLRAT7 T v I AAYTAXTIE
KT () DHERMLTEZLEZONG, V—LEV 7T v 7 ZAAD T A XITE T HHE
k. MRESFHKCREZITV. RFQOOZEN VLI ICER L, 8fFLA7 A
¥ O—E % Table 2.5 17" T, £H @D [Moisture content of flux] 1 Karl Fischer & (F
¥ U7 A AAr, HERE:750 °C) THIEL 727 7 v 7 ARG RBE/RTH 5,

Table 2.5 FCWs investigated on the effect of initial moisture of flux

Sample No Seam tvpe Moisture content of flux Applicable Wire diameter

P ) P [ppm] standard [mm]
bl 350

— 1 Seamless JISZ 3313
b2 1210 T49J0T1-1 .
b3 350 (AWS A5.20 '

— 1 Seamed E71T-1C)
b4 1210

2.4.2.3  BLEHBRIUK S O 5B R e B

Y=L HGYVYDT Ty 7 AANY T A YTl FlEEORERGE & iy — A %@ L TRR
HOKGFEPINT 5 2 3 FEZBND,

PLECHEE KR R KT 3 IR T (o) Bl D WINUK 7y DR % M. ClERR 32 2 L 2 HIWIC,
LTNICRT =BV 779 7 AAD TAXYOREEITo 7, 3. 80°COEEFT 3 hr
HZ W%, 30°C X 809 RH i E MY C PRIFIRFFE] %2 284 & & TR & & 7o, ARG IC 35
Wb RIEEWE AR O ICE R L CEAfE % 1T o 72 (Sample No. a2~a3 D#iJiH]) D T,
Hr@idEfHczzeEzoh, L7274 Y208 LRIz - WiRE2T-> 725,
KT b)DEICOWTDF/hEnweEX LMD, B, Y—LLAT7T7v7AANTA

-28.



YRR LW EEZONEDTEREZERL 72, 77, REBRICIIZLURKOEL S 31
D779 IAANDTAXYEMHA L7z, 3FHDOTAYIZT7 T v 2 AR OHEFHIEE 038 5,
T AvYoWMmERiIwENRD 2422 LFE—¢ L7ze VY TNALT LV D—E% Table 2.6 I

NI,

Table 2.6 Seamed FCWs investigated on the effect of moisture absorbed after production

Applicable Strength class Moisture absorption time Wire diameter
Sample No. standard [MPa] [hr] [mm]
cl-1 0
JISZ 3313
c1-2 T49J0T1-1 490 24
cl-3 288
c2-1 0
22 24
c JISZ 3313 550
23 T556T1-1 72 12
c2-4 232
c3-1 0
32 AWS A5.29 550 24
33 E81T1-K2C 72
c3-4 232
2.4.2.4 WESAM B X OMIES

Table 2.4~2.6 G RTRAIEL 27 4 Y& 2 nZh, ILEEKFEIERBRICH L 72, HE
Sfb iz Ty - 2 BR % JIS Z 3118 (2007)IcfE o TH AR Z u= s 2" 7% I wT
fTo720 BEEICJISZ 38 IHEIHAITIE, VY vy F7AYEREHT 25450 F v 7-BH4
WIFEEEIX 20 mm ST _RECTH B, 779 27 AAD TA VY ORER L BEMZ 724 3 B,
AFERTIE 25 mm & L7z, BURMERIF O ESeM % Table 2.7 IT7R 5,

Table 2.7 Welding conditions

Welding Welding Contact tip-to-work Shielding gas
current Arc voltage speed distance - Flow rate
[A] [mm/min] [mm)] Composition L]
300 (Solid) .
Appropriate 350 25 CO, 25
270 (FCW)
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243 EBER
2.4.3.1 FEEEH OFE
Table 2.4 IR L7=3EV Y v F T

5
A ¥ CORERRE TR RED = /)
2 4
HIERE R A Fig. 2.5 IR, g
= —
FHHED 110ppm LU T O#ipH (al %é‘J} -
3=
~a3) Tl R B ICE AT E“'é )
Nhhoiz, —F. 74 YERmICHD E O\OO/
1 T
7R QWG S H i ChERR T & L K A
. . . 0
FH#iIPH O FRRFEEE & # 2 615 RIf 0 200 400 600
R 540ppm D 7 4 ¥ (ad) Tld, 1K Oil amount on surface [ppm]
B OREE L g L < 3 mL/100g 1 Fig. 2.5 Effects of oil amount on surface on

L7 diffusible hydrogen for solid wires

2432 77 v 7 ARG K BOFE
Table 2.5 1R L7238E7 7 v 7 ZAA D 7 4 Y T OSSP LSk 3 & o I E RS 4
Fig. 2.6 IC73 3,

V—LLATZ7 T v I AANDTAY
(bl,2 THEET 2 L. 7T v 7 2
KB ICERK T 2 BEME 138 6 mL/

(=]

b2

AN

5
=t
3
100g L K& himblhote, —H., v §)§o
S
—LHGV 7Ty 7 AANDTAXDB3, RS b3
SE4T
4) TR T 5 & HINE KRS o = »
E 2
mL/100g & 7% 5 7—Fi. 75 v 7 A ‘g
SEOMEG D3 TlEy — AL R 0 ' |
TRKS e 7 0 500 1000 1500
74X ofERDbBD LY bEKERL Initial moisuture content of flux [ppm]

20 WITEKSED b4 TlE — 2 Fig. 2.6 Effects of initial moisture content of flux on
LR A v DEER(b2) X b b ok diffusible hydrogen for seamless/seamed FCWs

HehbfERE Lo T,
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2.4.3.3 HLEROILKS O R

Table 2.6 IC/R L7z v 7T 4 ¥ CORESE P KREOHERE % Fig. 2.7 IR
¥,

75w 7 ZAMKDE NIC X o T
WD E 7 ) | EE KRR o wE
WE IR A 5 SN B I A E R 1 Gl series

| , T49J0T1-1 \
5ot WIEEDIE 7 5 v 2 ZHAK 07 —
DY 4% (T556T1-1(c2), E81TI- C2 serics
= Ht: V=i HeLe ) | T556T1-]

K2C(c3)) TIXARER] o0 Wit CHE B :
KR A 1 mL/100g B4hN L 7= 8813
R 958 TR 2B 0 L C b SRk

|

6

A\
4
2 E81T1-K2C

[mL/100g]

Diffusible hydrogen content

DEEMTIFEA RN D572, — 0 - ; [
B WO E T 5 v o ALK o 1020 300
Moisture absorption time [hr]
(T49J0T1-1(c1)) ® 7 4 ¥ Tlx, & Fig. 2.7 Relationship between moisture

LI R 1 o C B B ok 22 B 25 absorption time and diffusible hydrogen

L. # 300 hr OB IC X > TH 4

content for seamed FCWs

mL/100g DM R bz,

2434 HiRofld
D EWRL R o, WREETOIRBMKREZEMESEETRAL =V T =2
BT AVICBT 212, WEEFFCIHICIE~S LT %5,

@O WTb)7 7y 72K E (77 v 27 2
@ WT(c) ¥ — ity Gk WKy AT 4 ¥ o REEH)
@ W1(a)FmiEmEHE

7271, WT(b), (iconT, 77 v 7 ADEMLHFHNC & > TAREERHH L » K%<
BT 2 REES D B, T (D)ICDW»Tid, X VKA OKSTBR2E ) 2R % i 3
NIEBEGICRKEPKRELS B2 LEZLNE, HT(QICOWTH, X &R, EREOBR
RIcRBZ I, RRKEPREL R eF2 00, KMICHPRET E2BZNOKREL 25,
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DF b, SEOEERHP Tk, FALI N T 2EEY 4 VRO EIHICSH T 5 A%
BEZGEONTORVAREERIBETE AV, +RSFICTELM/MRTHLEHEZLN
%,

244 EE

2432 WORLEL I, TAXBEC X > T7 7 v 7 29K B EHESIEF O
MAKBRICKITTHEENENT 2 AN =X LD TUTICEZT S,

KDY 7Ty 7 A GCTERMEL, O — LML :bl 2HY :b3 75 v 2 RAAV T A Y
oo N IEESETOILBIEKEREDOERIL, v —2AYV 7T v 7 AADTAXYHT
A Y ELE TR L ELER I, ¥ — L4805 b DK ORI % A AlEE I 2 L. (REKS E 208
FRULER, v —2EBYV 77y 7 AAND T AXDIE) BEEICR7Z2bDeEZLND (2
FL. KBEFEAGCOREZIToTW3),

—Ji. REKDEBS WY —LHEL b2 L HD b4 7Ty 7 AAY T A Y DERITIE
B o7 4 YIMELE Z I S KGO A IECRIIC 72 5 2 L R e HEHl T L5, FEL
CIEMTMITRI K OEFHHEETE 2, BETDOT 4 YWNEE DK 28 2 B ic L <
Fig. 2.8 WG d, a v 7 v F v 7-BMEO 7 4 Y ZBHEERCL 2V 2 — LB LT —7
BickoTumid g, 100 CLARICIBA I N T A ¥ 2 b 1XRE T 2 WE KD B7ZEFKT
% EEz b, TN EORE TRk oEtCERI O R b EZ O N, v — 4
V79927 ZAAD 7 AVYDEERINS DKBRT ALY — L8257 4 Y4k, 2%
YA FARAPCHINE L EZOND, =S VLV AT Ty 7 AN T A Y OGE
ICIIIKRIRAT A OB AEEL . T4 Y RIHDO T — 7 FAEHE T A4 v IR & i,
EREE DIKFRIRA A7 7 X< IcHefil L. ARSI A D KERTFEAL 5 b

LEZbND,
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Visualization images of
Contact tip moisture Arc

L

Longitudinal \ Wire /
section . /

{
/
/

(a) Seamed wire

i /
Gray area : Low temperature /
| Red area : High temperature

Contact tip

Visualization images of ™ Arc

\

moisture \ N

Longitudinal section :
€ Wire

(b) Seamless wire

Fig. 2.8 Schematic illustrations of the distribution of moisture in wires during welding

TR AT ToERICMAINTHD & RT3 5, BEFO 7 4 YRE
SOHEE % Tolze 2V 27 P Fy 7HORFME T2 ~XITHBERICE T2, 74 it
FEo A 13 1 oM R o e L<@2)Tch526n2 0, ZoXTiE, 74¥
Fei O AL Ly 74 Yl o 0BRE L BEERICK 2 7 4 ¥ H S I
REBLTEY ., BEBCR, B, s X BERIETTRIZ. BT ES s8I -EL LT
W5,

E, J'R, oo SXPry X/ k) ~1 +J2R0i+T0 2.2)
vw ¢cp  expwE Tk)=1 cp vy
772l T, ¢ 7AYIRECL x @ F v 7D b0 7 A4 Yy g m],
T, : 74 YERREC], E, - 74 YRBEHOR S [mm], v, : 7 4 ¥ O&HEHE [m/s],
J 7 AYERUHMOBEREE. R, : EXIEHE[QOm], ¢ : HEA[]/kgK],

p : EhElkg/m]. k : BIEECRImY/s] (k=K/cp . K : BUZHHK[W/mK])

=T, -T,-

(x)

RQDET7IT v 7 AAD T A X ENRE LAEMEIGEL 2R IcEEZ BRI -0, K
23)TH 3,
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2 2
E I'r y exp(vyx/k)—1 +I r°i+TO (2.3)
Vvw cm  exp(vwE Tk)=1 cm vy
72U, I RESERIALL r BRI H 2D 0 7 4 v ESES[Q/m],

m: 7 AVYOHRNEIYZ)0EE[g/m],

T;x) :(Tm _TE) -

77y AN T A X RBiHA 2E#ETH Y, FEEAECTIEREYESLEE 1R 4
5, LHL. BHBMICT7 4 YRFHFMO—RITHR THREEZITIHAICE LT, Flic X -
THRR I U720 07 4 YL EE. RAT 2 ik b P&k e hi L 72 fR%
B2l CE D, &k, BRIKIRICRb> THE X Y2 07 4 YEQEII ., B
RO T A YHMEI Y-V 0EELEMH L T3, Fig. 2.9 1% JISZ 3313 T49J0T1-1
ICEAT 3 ¢1.2mm D7 4 ¥ICOWTF v 7-EFH IR 25 mm, 7 — 2 & 3 mm % HE
L. Fv 755 22mm OMERT 4 YiEie L2BA0rERZ2RT, 74 YikibdEid
FEEICA D4 10.3 m/min, 15.1 m/min ® 2 K#EL L7z, &4 I1CH ) 3 EFMEIL 210 A,
210A TH o7z, HALR T Y720 07 4 YELSEITL 500°Cic B 17 2 EHIEZ, & BVE
BT T 400~600°CIC 351 2 KR b ik o SCHE ™ 2 V72, &5 5 DEFRRER b
7 A YR E Tl EDEE TH Y, B TRIBICRE LR T 25 EM R L ro T
%, 74 YRR E COWME LFIZ Y A VAL QRPN LB TH L L BRL, —T.
Feli O BB RRE EF X T -2 2 b 0MMEENMEINE L ERL TS, EHH0
BEICd 7 — 2 (M@ 22~25 mm) A 5 10 mm RN 7212038 W ALE 12 35 T 500°CRE
B I N3 Z e B3 HfEEI NG, o

1500
V. WERTOT A IZ T — 7 BUC & Mfﬂmgm
e . . 1250 1 ¢ =0.66 J/gK
> TR 2 MHTIC BRI 5 .
& 1000 m =6.98 g/m
INBZeBbhrotz, TOREII, ) K =48.9 W/mK
2 750
i IND IRV F T g 1 s 270 A
&%ﬂ(ﬂ DIEFES T T L FERKkD é <00 WER: 15.1 m/tin
WigELEHERY O it b AL 5 & & 210A
250 WFR: 10.3 m/min
Ezbh, v—2HBY 7T v 7 AAD
0 WFR: Wire Feed -Rate

H AL — z =113 T
T A Y DEEIET — 7 it B LLUR 0 5 10 5 20 95

NS DKFBIRH A — LE D Distance from a contact tip [mm)]

L7 AV HEE I N B,

Fig. 2.9 Calculation results of temperature
distribution on welding wire
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BRI Y — LW K03 7RF, PR SN 2Rk T 2 EHEIE T2 2 L ZWEETH 2 25,
Fig. 2.10 (TR 3 X 9 ic, ERHCIIAE LR CE w7 7 v 7 AW, IBERIC Y — A
2 OBIT DT OMERTE 256035 5, B L7274 VX AWSA5.20 E71T-14 1< &y
T2¢1.6mm D7 A¥THs, £7-. Fig.2.11 1Z[FA—7 4 ¥ 2R RICHEERO 7 4 v
Lo SR ERE 2T o MR T b, 7— 275 5@ O cl3s el LR c 2 X
W7 J w7 ARRDWEED T — 7 FAETIED K ICONT Y — L5 oERAH L, A
R L T T2 MR TE 5, Ko RANGRERREICIE > CEE)Y 2 [H— 0w & 15
LCTWw3, ZOHK»HLREEFIfFEoTTAYATHENO LA E T3 L ZfHEE
WHEC . Z DM CIE A R E LCHEET AR EBAEDICTA VI A L E 2 B
DBEZYBTH D,

(b) Wire tip after welding

Fig. 2.10 Comparison of wire surface with seam between before and after welding
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Fig. 2.11 Series of high-speed-video images of the designated wire extension part of FCAW

25 #5

ARETIE GMAW, FCAW I 5 1J % 5B O HhiE K FE =10 3 2 — A1 L o B8
BREZ (T2 720 & OICEHES R OILEIEKFRICBD 21887 4 YHROKFIconwT
SEL. B-NTFComBERELIT) 2L TUTORREEZRE-,

OifiRD 7 7 v 7 ZAAY 7 A4 ¥ (EEHEE) 2Bt kREREOHKRE., v —2of
D7 T 7AANTAYIE, P—LLRT7 Ty 7 AAD T AYERKL CAKEEET D
EEHKRFES L Kb, L0 —RINAEHA L L kdr o7, Thbb, VA Yk
RS IR OB K E B O I XM RBEM S R b o 72,

QHR7 7 v 27 AANY T AYDOEE Y 72 LIRESFBHOILBMKEEIZR CHEL, &
Be B DR 2% m O AR IERUE KGR B KT § 2 A2 D o 72, T NITIREESE DR ER
FHCIGC T 7 7 v 7 ZAOMMMCUEE D EE SN2 Z Lic X 0, Bk ER 2 I S
Tw3eveELLND,

QS BHOIBEKRREA NI 2B AV ICBAL IR 2L, 2 O EE
FEZTo72, MOEELRKTIE7 7 v 7 2OWHIHRE KDY, bbb 77 v 7 23%E
K TEEERDOWINK T, T7abb T A YEEDERE 7 4 YREEHCTH o 7=, K
EHIOERIMEH T O CERD/NE 2o 72,

@Dy =L ABLIY—2HY LI HEDORLE 27 4 YOHEERICL Y, 74 YR
B3 2KFRE AR R 2 kRS COKBR M OWHAG O N, Thbb, v —
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LEV 77y 2 ZAAD T AYOGEITIEY — 2% L THERDKERD 7 4 Yo HEH,
THIN, ZO—EBT — 27 77 A<HBIciH R INDICES, —J7. ¥v—LLATAY
DGEITIET A YU E TV A Y/ i), 7— 78licEEEA I NS, C
DRFUCDWT, T A YERESAOHEE L IEHEF O 7 A Y LHREBEICL > T#
WMTHB T ERRLI,
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FBIE WEHKRER 7 7€ 2 DR

3.1 #®E

F 2 BBV T, WREETOIHMKREZIEN S ¢ 2R84 v IcBb 2 ZHICo
WCTHEL, Z O EE 2 KT 2T 74 Y2REA T 2 /KFEHRIER B X AR ICE
LEERIE DI PF O NI, ThbH, VA VIFBEERICL 2V 2 — AR ABLUOT —
JEBNC X oTavr s Ty 7T —sHITMEEI NS, Z DI, TaEiRIc BRI G &
BRI ANF Il o TT A Y oKRELHHE NG, > —LHGV 779 272NV T4 Y
DHZEITIE Y — L %@ L CTHEDKEIED T A YIMCHEE, 28T ., £ O —H25EimD 7
— ZHIICHR I NS, —T. ¥ — L L AT AYDGEITITY A Yoelintl £ CREF & i 7,
T — 7 HUISICERREA I NS, T — 7 BT A o 7o KGRI iR O A REE L L AT R A Rl
IR, IRAT B 2 LT K o T—EAREKE L 72 B, 7 A YINERICRE § 2 KR %
BOLAICIE, ¥ — LV AMEDIE ) A7 — 7P OKRENBEINT 5 2 Lick b, B
EIET OILEMHKRE D HINT 5,

CORBMBIEL W ETIUE, VAV oL 72KkFHEZE BT T A YIEHEOH A %,
S DDITETT =2 77 A=~k 15 O 2 k3~ S, SRl B3 2 K
RIEF KL . BERET ORI KFRE 2K TE 3 LE 2,

REICEWTIE, ZORHERGES 2 2 DREEREZ B L L, Fic FCAW (77 v 7
AaT — 7 =7 #XRIC, KaeZ ofho/KBEROEFH Z a5, 51T, 20D
FiRZ I A7z, WSROI EE 2 KT 2 815 7' 1 2 R DRI 2w Tih~
%o

3.2 BEEDDT A4 YREKRROEBHEE

A s ia B ORGH 2 HIVIC, BETh 0T A VIREA O HEE L AKFWDBT A Y225
B 2 B DI 21T > 720 7 A VIREDAHEEIIE 2 ETHTo7225, AHEICiREL
2 e FETOMEM RIS O VTR,

321 BETDOT AL YRESHOHEE
R OWEAE 2T 5 Bic, BERO VA Y CRC 2EE L% % 2[R Y IEMICIEZ 2%
ERHDEEEZ, LEL, VA VEEOHEHEBEZIIUTOFRKIC XV EHEL W,
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O FEEEAGREEEHIIE X T — 7 QIR BEHE A3 64 3 2 BRET T C I3 IEHE 70 HIE A3 R 3
@ Fih oM Ol E TOIRWAIERIFH % A 3 2 IFEMR A EHIE A R Y 72 & e
ZZCEMRIC X HEEZFEMT 52 L1072 5,244 1050 T FEMROHEE %17 o 72203,
1 RICEMRE R DT IR D> & DHEE TH o 72, FENTIR TIXBLECE, %, s L O
BREIEL —EL L GIHREETILERH o7, L L., ZhboPtfohc, Ehe
BXIRPULREIC X o TRICKRE ST 2 8, TNEHERLIZGTHEEZIT) S e MBIFE L
WweEFEZ T

3.2.1.1 EHHFE

244 TB T IHEHERL Y T RELPOOBMMREIC L 274 YIRE EFRIIT7AY
BEFHR O CREN AHHICHEE 20T, BVMREIC X 2R I3EHL, LI To X
I IBML L zeT e LCEERITY 22T L7z,

(QBMBECT — 7 DRSS 2 ZRE T, 74 YDY 2 — AKX o ToRMEZ
LERELz, D)FEET LY a—AFEE, ODav i s v Fv 7 - 74 YEOEMIKHTFR
LB A YHY COWPIFEEL Lz, (Davx 7 Ty 7hbofaEixT v 7kl
PHDHRTH Y, OOFEMIEIIFREAICOWTIZ, REED 50%03 7 4 ¥ ~D AL 25 L
L7co KD Pickse, oo LYV y F7A4YTldavi s b5y THETOS
MICX BT AVIEELF~DHE I NI W EBHREINTWE, SHEFENRE L7
TV IAANDTAYXYFHDoE R LTH 2, AETOFRICHE VT, EMIEIIRARD
50%037 A ¥ ~DABERESINTEY, BIHEOFIEICH Hwiz,

DEo®FA»G, avi s v Fy 7REEREET2E, Fv 77— 2 BORES
FRXGBDo X SR NG, HAFE 2H2OD, H3HEIPQIC X 2iRE EF%RT,

T(x)=T(0)+ (3.1)

2 . 2
T b et ™
772U T 2 7AYREFCL, x 5 v 758> b0 7 A4 Vil miEgE [m],
[ EEEFRIAL R, o> &2 L7 A ¥ oEESEN[Q].
m: 7 AYORMRI YY) DEE[g/m]. v, 1 7 A Y DEMHELE [m/s],
¢ BROIE[]/gK]. R, PRI Y72 0T 4 Y ESIEI[Q/m]
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AR T 2O N, 74 Y OBLIEYL ZLAT O E TR L 725 5 28 L 72,
JIS Z 3313 T49J0T1-1 iS#HAT 2 ¢1.2 mm D7 5 v 7 AAD T 4 ¥ % EEHREIRICHR
L. 30 A DEREBERZR T Z & TMEL 72, Z DK, H\»i< 500 mm Efi7=7 4 v Lz
BICHERI N 70 — T OB L 70— ZRIh I 51 5 IR ORI AL % RO
FHEEFHC X D ERAIL 72, EBREEZH W28, BRICOWT D FRFICEHEIL 72, &
b N7z - BEHEMD 5 A — L DIKANC X ) BXUKITZ KD Z DWEE D 7 A4 b i
DURSE & BEN T 72, E720 7 A YIREEAE IS L 72 iR EEHE 400°C2 5 900°C £ T
JEWCIRIE S N7z HRIEEHCH o e o<, HIERIER D T — X 2 iR TH 2 20°C, AW
RDT—2% 7 4 YHEMTH 205 X Z O 1500°CE LCRHAL, Zihme Ao
N7z 680°CEEICZ NZENLIHAEU A2 1T-> TRB.2) D X 5 iIcEREL 7,

R, =13x107" +3.8x107*T +2.3x107°T* -8.3x107"°T" (T < 680)
R, =1.8x107"+1.9x107°T -6.2x107'T" (T > 680)

7 A ¥ BRI ORI 2 . AEME & T BUER Z ff 2 T Fig. 3.1 1SR 9,

2.0

Plots: Measurement data
1.6

1.2

0.8

Electric resistance
per unit length [Q/m]

0.4

\

0.0 Line: Approximate curve

0 500 1000 1500
Temperature [°C]

Fig. 3.1 Temperature dependance of electric resistance
per unit length for the flux cored wire

T8l o E R LY A Y ORAESREIICIEKS I X 2B ™ X(E3)EH W,

R, =12%x107-6.0x1071+1.0x107"I? (3.3)
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3.2.1.2 FHEHRE
HAG.D) I, BVt E X AN
ZEAL., Ax=0.1mm & L CiREs

1,500
MEEZIT - 72, % Fig. 3.2 1R
. o - 1,250
¥ FHEIEF v 7 - B HEERE 25 mm _ 270A
$ 1.000 WEFR: 15.1 m/min
CLEGAEERELTEY, Eib L g
3
U7 A4 ik R E R 70
8.
L7774 % LF—onboToERiE £ 500 STox
=~
23 L 210 A - 10.3 m/min, 270 A - 250 WER: 10.3 m/min
15.1m/min ® 2 /K#EL L7z, 74 YE 0 _ WFR: Wire Feed Rate
RIFFHFRLRAL, 698 g/m & L 00 >0 100 130 20.0 230
Distance from a contact tip [mm]
Tzo BIMIC X o THTDAERITD 5 75, Fig. 3.2 Temperature distribution in the flux
PhLDBADEET A YiEay 22 cored wire during welding calculated
based on the eq. (3.1)
FF v 75 11 mm O iE T 500°C
ICEL, 7 — 2RO 20 mm §if% T e |
1000°Cic £ CiET 2 aHRAKR & 72 o 1,250
, g
e o 1,000 With temperature
SEOFHREMER 2 REREEZEL g 750 | characteristics
)
Twiaw 244 1SR L 2GHERER & & £ 500
=
T Fig. 3.3 13, MiFIFIEFHICR S 250 _Without temperature
) N characteristics
—HT 5L bh Db, 2.4.4 TlEEE 0
LI ZE L TV T. B0 00 50 100 150 200 250
Distance from a contact tip [mm]
SH - 3 . p
DMFLIFEB R ON B —T7, FYIHEAE Fig. 3.3 Comparison of temperature
DIFIRIC BT 4900 D R 72 5 distribution in the flux cored wire during

(400~600°C) DfEs L c b . & welding calculated in 3.2.1.2 and 2.4.4

BICERERERZEL S o T3,

3.22 BET A4 Y OIRE LS 2B OB%
VR NFy TSRO T A Y BMEE NEEAED T 4 YR EKER T E) o5
2R T 22 L2 BWIC, 799 27 RAAD T AXEWNRE L7 S IEBEEA X590
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(Thermal Desorption Spectroscopy : TDS) 1T 5 7z, TDS Tiditkl & BEAEA 8RN THMEL,
FR LU, FEhIc K RE iRl S EES 2 TR B WS 5, BB 23NN E T o 22 i
X0 AAfean, BEEFRK (/2B ICHMFRESI NS, SRR IEA 4 v Eifte LTF
I, ZDORNBIRE LT olttE L B+ 5,

3.2.2.1 EBI%

L, 77y 7 ZAAY 74X LT TDS 7\, KH0: 578 18) o sk etk
ZERAIL 72 o0 Rt RA 7 — IR O FUEE % 10°C/min & L, Eifid b2EE DO LR
I TH % 800°C % CTEAEMNICHIE 24T o 720 FEE S+ O T, AREHRE b [F% &
e eE2l, AU OBEc o WT b EHIER %2175 & X 0 IE L W2sH) 2 i
BTE30, BT ZAODTEIAHTHSZ 2L, TDS OOHFERTH 5 4 4 v EifITHM
SR 2 WPE R O LSRN EECH 2 2 &b, SHOSHTTIIKDOAICEHT S C
Le Lz,

M o —E% Table 3.1 1R d, Wwiihd JIS Z 3313 T49J0T1-1 iHH24 3 % ¢ 1.2 mm
DY — LG VEEDRIET AV R SEEE L7z CECHEHLZFA—EE50 74 ¥ L i3En
%) Y—LHY T Ty 7 AAND T A Y OWIHIIZIRIZY A YA Bl D HE e b LHE~DHT
DIARREDBETHA ZIBRAMON T2 V25 EHIEL 27 4 ¥ ik Table
2.3(Seamed flux cored wire) IR L7z X 5 7%, 7 A4 YAEMIHOE R ) 23D L
3D T hmIRREE L7z, £72, TDS icfit L 725kl I3 1.00 g(#7 140 mm) I FHE L |
HEL2T7 A4 e LT,

Table 3.1 Samples for TDS

Wire diameter

Wire Applicable standard
Sample No. pp [mm]

A Flux cored wire A

. JIS Z 3313 T49J0T1-1
B Flux cored wire B (AWS A5.20 E71T-1C) 1.2

C Flux cored wire C
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3.2.2.2  FEBkER

TDS OMIERE%E Fig. 3.4 1L T, WIFhoH vy I ricsnTd, EFhe—20F 100°C
FHE IS, 2 OBIRE EFICHE > TRBERIZET LT <, BRI 500°CLLT o i IR
TKOBIBEIZIZIETE T LCWB e Bbrd, 2%, avE s+ Fy7-T—2B07 4

YDOWN, 7 A4 ViRED 500°CUL LI 72 26D 7 A4 YRS 2 2B, 7 — 7 B X AR
2 OB T TSR OB KRB 2 BB TE S L EZ NG, 2L, A%
& FURIEES R AT (TDS) D7 4 ¥ AR I KE K R 30T, HEEEAET 2,

1.50
1.25
1.00
0.75

0.50

Ion current [pA]

0.25

0.00

0 250 500 750
Temperature [°C]
Fig. 3.4 Analysis results of TDS (H,O)

3.3 BT —F 2R IREEKRER 7 v 2 2 DESR

L Eoiate 6, W7 4 Y AMRE 2 KRR OB EE B P ILEE KRR~ O E % (K
W20, 70 R0FE BT LU TDOLI1CR 2%,

O 7AYERFOEBEAT ABT — 7, . Bt ~B179 5 0 ki3 %,

@ EWr < & @R A 500°CLA T o EHI o ATy EZ LN D,

® 7A4¥izaryzz b5y 7254 11 mm OfL#E T 500°CREICME#AINLEZDTI D

HiH D A DIEAT W T 5,

FEoTAFTREMHL L, Fig. 3.5~3.7 IR TR AR P —F2RIEL 7=, F —FDOWER
HEEDRAX % Fig. 3.5 ICRT, COF—=FFavx7 b Fy 7Ly =L FHR ) ZLD/M
ISR T 725l ) AN b =V EHRAD—EZWKG5 32 2 B AV F—F AT LTH
%o V=N FHAEWE T ADRIEITZ N E ML LTI A bNT w3, b—FRimEHoE
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K% Fig. 3.6 1T, 7 A4 YREFICAES 25 7 XD R S 3KRRZ &L 7 A OHEK O

BHETIEHREVIEIPFE LW EE X LN, LPHIIAROGE OB SMET T 5, 2%
v A% MNE L ANHERRR S, 7 — 2 DRI X > TES ICK5] 7 A 2385
TLHEDOWENMEIND  ZZ TV AVIRES FRICEAT2av 27 Fy 7o 1l

mm OHFA%, RBRERF > CORAD X ST, F v FRim-F] ) Akl oifiEs 12
mm DOF%Et e Lz, ifEL 72 b —F v X7 L 04l % Fig. 3.7 IS/R 3, KIH D Suction power
drive unit I3 EHERLAZBEN I & LT, =¥z 27 2ICk YV AEERES S L TREIN%E

F2b0TH5, =¥z ZpbiETENLTF—FHOWE| /) A icHidnsg &

C X VIRBIREOEIENTA S, 72, WEIH AT IRAER 2 — AR A& T D B,
HEFORELZHMWICt 2 =27 4023202y PHIZEERTWE, TOYRT A

EMEHT 22 LICXoT, HAY—=AFT — 2EERICREY 4 Yo 7 2 25| L7k

BOMLZIT) T LNTE S,

—> Shielding gas flow

— Suction gas flow

Torch body

L

Suction gas tube

Tip body
(o ° Orifice
Shielding nozzle “ W
= Contact tip
Suction nozzle
- /
Welding wire
Arc

- Base metal

Fig. 3.5 Schematic illustration of the developed welding torch



Shielding nozzle Shielding gas flow

Suction nozzle
e

Connection to exhaust — <—/§\
device — —

Welding wire

Contact tip 12 mm : Suction gas flow

Fig. 3.6 Schematic illustration of developed welding torch structure and dimension

(Longitudinal section)

Suction power
drive unit
(include ejector)

Shielding
nozzle

Suction
nozzle

Suction gas tube
connector

Fig. 3.7 Appearance of a prototype of welding torch system
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3.5 S

RETIE, 2 BECHONEBEETAYPRETEKERL T A Y a—Buc X Y i
BlE L iRt B SRR O R E D R IC FCAW 23R & L CREIROZE) 2 Mt L.
BESBT OIS KER KR T 2B 7 n v RO T/, UTICHBEL T L
%,

OEBEH DT 4 YIRESAEEE X CHEE S 2 5. YIEEOREZ{LEFELZET VIC
X o Tt 2T o 72, S EEERL S, av 22+ F v 7-BEEEE 25 mm © FCAW i
FWTiE, Fv 7554 11 mm O Tl 500°Clc, 7 — 27 [E/TClE 1000°CIC I 28 1
Fd 2L ho T,

QOFEBIBET AT L 5T 7T v 2 ZAAND T A4 Y25 DK BIBELEE) % 50T L7ze & —
LEY 75y 7 AR T A X DK IE 100°CTORiEED RS % <. 500°CLLT DA
THBEDRTE T3 5%,

@7 A X2 LU E NI KFRIEA T — 7, B, BRI ~BITT 2 0%l 32 720, 7
A Y JEPICEE X L2 E] 2 AT A VEED H A2 WA L7 o ia L x 1T 5 Rk
b —F & o 72 IEEMOKRETR 7 e 2 2 2 S L 72,

@A E OGRS WG ) VO RE (a v 27 b F v 7%-51 7 XS
% 12mm OFEHE L7z, 772 L. i & FRMEE 7 2 534 (TDS) D 7 A4 ¥ AEE L %
RKECEAE DT, EEBGEEZET 5,

OFMMEL 72V AT LIIMEEERBRCTO N T X — X T EEICT 2 4, WME 2 AW 47
ZDREBEHIITZ %, iBit2 2 — LI X272 LR#ET 2 -0 0Bz, B
REfE D it TSt 2 9 2 a%ETH & L7z,
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FHAE JEMKRER 7 v 2 2OFMEICEE ST 3BT A4 YBhERT

4.1 WS

B2 BTN A TE 3 TR 4 YRESMHEE & FERWIERIC X > <5
bIERREIIC, v —2HY 77y 7 AAY T AYIMEET 2 KFROEHEEE~DH
W BT n e R Da v S OVREEBORERITo%, 2L AT RERIC
AV 2R b — F ORGHT I EBRRGEE 2 T 280085 5,

RECTIIILAME KB R ORMNIRK & 72 2887 4 Y icBdb 2 W71t L <. BXL %=
PRECHK B 7 1 & 2R DR R A WGEE L 7255 BRI o nw TR, #ERAER T2,

4.2 BEEY A ¥ OB KRB ERE T i 3 KR T 0 2 R DR

F2ETHRIEY WY A VIcE TN KFRIL. @QFXmEGEA. b)7 7y 720
PIAGRE Ky, (OBLEROPIUKIT, D 3FICKELS BT oNE, ZORERTZNZ K
T B ILBUHE KRR 7' 0 2 R ORI R RS 2 I AT OFEERE 1T - 72,

4.2.1 OEEM & EBRATE
4.2.1.1 SREEWEHNC 3 2 205 22 Bkt

VAHET A I Il SRR TE DT K O FEF AR 1% o BT, R A 23 A X
N5, MHEANCIES C OB &R ORKEERIAER IS, XA TH Y. 5T
e LTKENL L ETND O CTHIBMKERE 25,

PEECE R R B I RAT 3T () RIEEE AN L CORE b — F 02 R % MA7ICHEZE T %
e EREMIC, 2421 1R L 2MEAIMEREZM S ZREY )y FUA Y ERBAL &,
Tl D\ Tld Table 2.4 I/ L T %,

4212 77 v 7 ZYBARE K IS 3 2 2 R 2R

PEEE KRR ICKIZTHT(b) 7 7 v 7 ZAOHIHARA KGR L T DZhER % ST CTHER.
22 EHRHEMIC, 2422 CRLETZ7 Ty 2 AAY TAYEMEHL, FERMBIZ—ETH
B0 AL A2 5 2 L CIRAKDGEDRELR 27 7 v 7 A%MEL. b2 D7 T v 7
AEANTY—LALABL OV —L2HYV 77 v 7AAY 74X EAMEL T3, GHllico

WL Table 2.5 IC/R L TWw 5,
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4.2.1.3  BULER QWK IS 3 2 R SR

PR FE R I KT T T (o) SLE % O WIBUK > It LT O3h B % M7 CHER T 2 & %
Higic, 2423 ICRLZY—L2FY 77 v 7 AAD 7 A XY ZFHL 72, 80°COfHEN T 3
hr 8%, 30°C X 80%RH o H G IH A CIRIFR M 2 2L & & Tk B2 2L ¢ 7
AIE7 A ¥ 2 FR L 72, REBRICIIZLRMRORL D 3 HO7 7 v 7 AAY 74 ¥ %@
Lize 3HDOTAXYDERIZT F v 7 AWM OFKETH %, FHllICDO W Tid Table 2.6 IT/R
LTWw3,

4.2.1.4 FEBI%
AfEL 727 4 Yo LRSS b —F % 58H L. sk R ERE R Bt L7z, W57 2o
MEICOWTIE, Pldalific X 0 3L/min A EOFECTHoR2HE 5N, 10L/min M |k
DR TS — N FMEICEER D 5 Z & 2R L 725, ARBICEWTIE 5 L/min & L
720 HIESMERT v 7RISR B % JISZ 3118 (2007)Icfit > CH R Z u= k75 7k

ZHWTIT o7z, BEEICJISZ 3118 IXHE S HAicid, YV v P74 ¥ ToF v 7K [HEER
HEEZ20mm ICTRETH D, 77 v 7 AAY T4 Y Oilbhe ALz 2 2 5. Al
BRiClx 25 mm & L7z, ilEMERIRE O 8255 F % Table 4.1 IC/R 3

Table 4.1 Welding conditions

Welding current Welding speed Contac'f RS
Arc voltage distance
[A] [mm/min] [mm]
300 (Solid) .
Appropriate 350 25
270 (FCW)
Shielding gas Suction gas
i Flow rate flow rate
Composition Lt [L/min]
CO, 25 5
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42.2 EEBHER

4.2.2.1  FKimiEEA] kKk SR O EIREH R

Table 2.4 127837 4 ¥ 5 b % o NS EE R b O LB EBAER R 2, 2.4.3.1 TR
L 729K % 7' 0 £ A TORR & ff¢ T Fig. 4.1 1ITRT,

k7o w2 wTld, RKAMEL PR WT A Y CRIEBMEKEEL 1.1~13
mL/100g TIZIE—ETH 3 25, FEAHPH LROELMMED 7 4 ¥ Tlk 4.6 mL/100g & K %
CEFT2HMRE R0, THICHLTHAEN —FZEH L 258 CITTADOT [ VIC
FWTH 0.7~1.0mL/100g & V7 WMETLIE L 72, LA 110 ppm AT O #ifH (Table
2al~a3) CIREARFN—FZEHLZ70 Yy FPEH TRV ICHR>TWE 2, HIEREICK S
bDEFEZ LI, IZIFFE— DI KEREEE 2 T 5,

4 e

Conventional
torch

Developed
torch

Diffusible hydrogen content
[mL/100g]

0 200 400 600
Oil amount on surface [ppm]

Fig. 4.1 Effect of the developed welding process on diffusible hydrogen content
with respect to surface lubricant

4.2.2.2 77 v 7 ZDHIERA KT H12KAK T8 DAKIEE) R

Table 2.5 IC7R 37 4 ¥ 5 b 1% b N2 8B O LBt KR RBER R Z . 2.4.3.2 10K
L 72 0ERIEHE 7' 1 & 2 T OFEHR & ¢ T Fig. 4.2 ISR 1,

V=LV ATZ7 Ty AN T AR L THERERE =5 (O) L ¥ — 7 (@) % #EH
L7z Rz i3 2 & X7 7+ 200 X 2 KEEIR 2 0.5~1.2mL/100g &/h X Wi T
H o7,
—H V=L EYVT7 Ty 7 AAD T A XTI, T 0 R (A)IC X 2 KBEEIR D 2.9~3.7
mL/100g & K% 72 fli% /R L 72,
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10

5 Seamless
5
§ 8 Conventional
g — torch _
§D éﬂ 6 - ////
—9\ S /'/.
= 4
P ‘g 4 yAS /'/ B AA
Z N -~ Seamed
2 5 i eame
A A~ Developed

0 7 torch

0 500 1000 1500

Initial moisture content of flux [ppm]

Fig. 4.2 Effect of the developed welding process on diffusible hydrogen content
with respect to initial moisture of flux

4.2.2.3 BhgEtk O WRINK 5 H Kk 3 DK 5
Table 2.6 IC/RT V4 ¥ o8N -EHESEPOILEH KERIESRE %, 2.4.3.3 TR
L 72 0ERIEHE: 7' 0 2 2 COFER & ¢ T Fig. 4.3 ISR,

WERARE T v 2B WT, Cl &) — X CIRKEFREORE E & b ICHLEE KSR 3
ML T A2 R S, C2, C3 v ) — XTI O E CILBEKZEASBML., %
D#IIH) 4 mL/100g & —EDEZR L7z, FAFE N —F 2@ L z#R T, Lo ) —X
T B O % & & b IR MK E R AN 2 A R S 3, IR AN L
THIFTEDIBMNKFEREZ R LT, ZOILEMAFERIZ Cl >V —XTH 3 mL/100g,
C2, C3 vV —XTifJ 1 mL/100g &, fERAEHE 7 72 R LFEERIC C2, C3 ) —XTK<
ot, 27 L. Cl vy ) —=XiZHnT, WERRE:0 (€u) ToILBMKEENE . K

WBHEDOT A X DIE S A, LB KERESECHESIIE SN TS, L, C2& C3 v
—RXDOWERBIILKEL THEY, RALDPORENRRELZDDLEEZOLNS,

BLEBR OWIUK I XA D BT 2 (BB S W EEZ b, K —F 2 AV ILEK
PARFRE 7 72 203 ICENAEFR T 2 e Ex b 5,
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- C1 series

5 {0 | T49%0T1-1 e
=

5]

- A w Conventional
= — 8

& & 07[0)/ / torch
—g =t 6 C2 series

> | T556T1-1

=

o E _ =1

= —y

E E S VU S @
= 2

a *"ﬁf‘fs&ies %

Developed torch
0 +——E8ITI-K2C ;

0 100 200 300
Moisture absorption time [hr]

Fig. 4.3 Effect of the developed welding process on diffusible hydrogen content
with respect to moisture absorbed after production

423 EE

4.2.2.2 WK U IR R OIS BN IC T 35 © — LEEDOEE O X 71 = X L &R
5w HMIC 3.2.2.1 T FEfin L 7z ARMHEES 2 30T (TDS) % & 51247 - 72,

e U<, 3221 T L v —2F V7T v 7 ZAAD TA X AlCIA Ty — 4L
AT7T9v I ANV TAYD D2 A Lz —2FV 77 v 27 AAD 7 4% AldTable
BIICRLEDDLE—THY, ¥ —LL AT A¥ DD JISZ 3313 T49J0T1-1 #4532
¢ 1.2mm OFAIE7 4 ¥ TH %, KarlFischer #iE ik (F v U 7 /7 &:Ar,  fhHiEE:750°C) T
HIE L7274 Y IRAEKSEIZT7 A Y A:373ppm,. 7 4 ¥ D :48ppm TH - 7=,

F v TN 3.2.2.1 EFRIBRIC 1.00 g ICHHEE L 72, SHIZE LT, TAY Y —LDHELGE
flig =<, AELE BB T AYHIEE S —LL AT AV, v —LFY 74 v TIG @
BEHLED DT L7z,
o TIG X, 74 Yhid o
10 mm 2B HT 2 X 5 cifft &

Table 4.2 TDS samples to confirm
the effect of wire seam

S e, EHEHE TIG 7 — Sample No. Wire Wire end sealing

JIHIANT 52 TliTole, ¥V Al Seamed Not applied

F N D% Table 4.2 1, 55 A2 fluxcored wire A Applied

% Fig. 4.4 ICFF DI Seamless Not applied
o ° D2 flux cored wire B Applied
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Hr 7 Al BXO D1 ofiRx 1.00

B3ae, REKGTEDOERICE ST
HICEVWRR NG, Fhvr—71F E(HS
LB ICBIN G © & Bbh b, & ? 050
HABEOMHIETY ¥ 7 Al K5 5
WA E 1 0. TDS 255i% & 025
M (109~109Pa) TOHHTH B -

DT, PRLAT ORI BT D BifE 0 250 5® 7$
BB 2B CH D, 7o RIS Temperature [*C]
Fig. 4.4 Analysis results of TDS (H,0)

2P EKEOEMERE comiiED
FECOBNBELEEZLNDG, ¥V TILAL L A2 DHEITIE, A2 AP L LT TIG &
LT X o Tl 10 mm ZAME N TW 3 2 EICERL T, e—27@EIBMEFLTw5 &
Ezibhd, —J. Dl ED2%&IkEKT2E, D2 Tl Dl Tl —2280HK L Tw 5,
T, MRS — WA I N BHEED S — AL AT A YDA, 77 v 7 ARMEET
B IIARBERD EIRIBECTH 3 800°C L\ 5 EiRICHE VTS 7 4 Yo bilt¢ 3 4E L
BT TWBZZRd, COMBIETHRDL, V—LLRT A YRAEICKSTB LT Z DM
DKFBRZRELTVE e, BEDTDOY 2 — A HRRADOEELZ T TL 7AYol s h
BN L RRELTWD,

2F D HFE N —F EHOLILBEKRRER 7 e X To v — LEIC X BB, DL
TOXIICHETE S, av &7 FF v 7-BMEITT 4 ¥ a— VMBI NFRIc, &
—LLVAT7 Ty 7 AAD T AYCTIIERABETH 2 HICNIBICES T 2 KEREBHT %
TENTES, 7 AN X B AEBIBEHER L v (Fig.d.5(d), —/7. ¥ —&EDY
7597 AAD T AVICECTIIKEREY —LE2BLCEDICT 4 YHERICBiBEL, &
51T ANE M CTWENC X > TT7 — 7 . dRliticBEe S icitiansc e 7
— 7 77X HOKFSEMMET L. FERWICEESE T OB KkFzRREL K E KR T
% 5, Lido%®)zEz I Fig. 4.5 1R,
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S_hielding gas flow  yjfieq by shielding gas
Contact tip

¥®

Visualization images of
hydrogen source

(a) Seamed wire using a conventional torch

Longitudinal section

/' Red area : High temperature
Gray area : Low temperature

(b) Seamless wire using a conventional torch

Suction nozzle

Sucked out with nozzle

(c) Seamed wire using a developed torch

(d) Seamless wire usinga developed torch

Fig. 4.5 Schematic illustrations of the distribution of moisture in FCWs during welding
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4.3 PR REREEE 7 2 & X DAREME

BT A YIREO T AR WG 2Rk b —F 2 < BESE P O IRk R
BEKET 28T 0 A0 E . IRBHOKFEEIIER & 72 2557 4 v EEA K
FATH L TR L 72, BT () RITEHE A & K7 (o) &% 0 WK/ IO W TR F —F %
iz 7 a2 2RI ICHEINAER L, mRTIC X 2 EB o8 2M/MLT 5 2 LTt
72o WT(b)7 7 v 7 ZDFHAREE KPR L TIZ, ¥ —LLAT7 T2 ZAAD T4 YD
AR TORIRBMENEDr o7, Y—LEAV 7T 2 ZAAN T A YOG ICITHER
FTRICHIHEIT 2ICIEES R o7z, TIIEEEHRHCEREG S Nz iateh & AURBLEES 2 bt
BT RAEEEDERICLZDDEEZLNDED, ZNTh Ak BILEUKER DOKRE)
BiIKEL, BMchoeE L5,

PLEDKER % Tabled3 Ik Db, ZOFRD2 SO, H2ETOFEMRE X UBZE» LG5
Nie. 74V HMRA T 2 KEIEAVERMICE 2 Bk IC O W C OB FIE S iz, 5
T, RO T A YIRS OHEE & | KRR O BEEERE BN 44T 2> & 15 72 A1 R & SR U 72 Rk
F—F DB ZYTH o2 DB,

Table 4.3 Summary of the effect of developed welding process on reduction of

diffusible hydrogen in weld metals

Factors of Solid wire Seamless Seamed
hydrogen source flux cored wire flux cored wire
(a) Surface lubricant Huge decrease Huge decrease Huge decrease

(b) Initial moisture
of flux

(c) Absorbed moisture
after production

- Slight decrease Decrease

. - Huge decrease

LLED X5 BB T A Y ICHRBUEAGRIEIR 7 v 2 2 2@ L Tz iT5 2 & T,
BEEM BN T 2 AR MK RIR OB 2 S RIICKH T 5 2 L8 T E AR 27, —
BRI ICIEEE 7 4 Y ICHR T 2 IS B b o ILE KRR WEM B A — o — ke &
2%V, K7a v &2 #EHT 5 2 & CHLEMEKSE = o BB % & 23 3 BL i 1 il
2 eNTEZAREMNESD Y, Z OB KPR TE 2, 77 v 7 AAV T A Y
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CBEVWTIE, V=BV 77y 7 AAD T AXYHRRCHETH B L5 2 508, REKERRE
DHRCEBINEZY LV AT T 7 AAD T AV ICEWTD, REEEHOFE fEE
b2 BTED2H ANTH 5, kI LEKRRELELE LT BWEY )y F7AY
ISR L CThFEBRIC, X0 —JEDMKFLATRETH 5 Z L AUR I 4, iR, BRER~D
HARXZNT — 7 (GMAW) OERYER. TEURETIC X 2 fB5FE. FEREE 0N
BICEMTHLEEZ LN D,

44 #585
RFETIE, 5 3 FETHFE L 7 IREIE K RKIR 7" 0 & 2 D3 FAREE 2 JEHCHE /KSR N A
EBRBBETAYICED 2 FRTFICH L T To 7, BoNfREUTICE LD 5,

OAEBUE KRR 7" 7 2 2 3R A R D IRE K R B 2 v MEc % 5 2 L 3b
Doz,

QR 7 v 2137 7 v 7 ARG KT HR D IREE K RIR I LT, 7 4 Y& X -
THEAEZERER L2, 2V, v —LLRAT7 T 7 AAY TAYICRLTEAEMTIIAR
(L v—2FYV 779 7AAD T AXICH L TUIKREBIIREZRL %,

OF7a xR Fy—2FGYV 77 v 7 AAND T AXDOHEREFZ LTS ELEROWRIK
77 B2k DYLHUE K R M2 BuMECE 5 2 L h3b o Te,

OILEHARFEI 7 7w A ERNCAERI L2 & ick Y, av g7 b F o 7T — 7540
1D FIURICFEN, T A YIRAE T 2KKRWB T A YH~NH I, =V FATRICL - T
WX X AL, 7 — 7 B, BRI EE T 2ENERIES B 5. & v I REOMEEE X A7z,

OFfIC, v—=2HY 779 7 AADTAXLY Yy 7 A Y OHHAFILK S X ORFIE.
FEREUEEICAR T v ADRFETH B,
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HEHE  IREMKRIEE 7 v & R DTN

51 #&
HI3TICBWT, BEREROEMKERZMILT 5 2 L3 T 2 LA KR 7
0% 2D EIT o7z, B2 W THMEAT o ZIRBUE KRB INERK & 72 26587 1 Y B
D E K TIN5, JEEEKEER 7 02 20 EMIEL S 4 Hic kW CEBRIICHERL
Too ZORER RIS =BV 779 7 AANDT ALY ) vy VT 4 YOEHHEEILKICH
MTHDEZZm LTz, 72, VAVHBRET KRBT A YH~PRHE I, o= P
2Tk o THpE XN, 7 — 7, A, BREICERET 3 L v EERER IO W T ORELAIE
L\ &R FEBRMITR L7z, RETIE, Rt O/KRIFOEHEFREIC O v CHE T 7 L % 4
U IRELDE 7 2 BEAHT 23 A AR IO W TR %,

il

52 Y Ial—vyaVETN

PEEHE KB 7 7 2 R ICH W2, ik b —F 2 L 72T A (COy) EHEEL
72 3RICETNEMERE L2, COETFTATIEFCAW (79 v 27 2aT7—F7 -2t %
HRICL, VA YBEETEKERE LT, 77 v 7 2icE& TN 5K (H0) 2{0E L 7=,
T = 2RO TIIS52.1IRT X I BT — 7 0¥EE Y 2L —v a v ZEMBEAGIE
ETADRMERDLOHC LN TS WO KIFFRICENTITE HIT, 522 1R T 74 Y0
b D5 ek WilEe T AR L, BEIRAET LV EEK I 5 2 & TR Z1To 7,

5.2.1 EMEREET vV

AFFRICHEB T, 74 V2R E T 2 KRR OEEREOMGEY FIRE LTwb, ZOH
WSR3 2 B EERE ORI E 2 B 0 ©, HO M ICERISE A ROE LTz, 7. BB
L OBECEOFED NS WEFE X FREEIT> Tk, sHHEMEEE LT Fig.5.1 KR T
X HITHE X: 40 mm X BAT V:20mmX HEE Z:56.5mm D3 KICHEBZEFR L 72, &f
BEAMEIRD 720, ENFREZE L, Fig. 5.1 ICRTRloazH & e L, HEIR
ANSYS Fluent 18.1 Z W\ C{T» 7=,
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BHo~EL LT, v—=NVFHTR I XL Shielding gas inlet

Gas outlet

NEE%x 16 mm, 74 ¥&E% 1.2mm, a2~ 20 mm_»
27 5 v 7 - BMEREEEE 25mm & L,
7—2K%4mm & L7z, W5l 7 AANEE

Shielding nozzle

Z4mm, ZORX (KETIH, avx”s Contact tip

Ny TSR DR 2 AR E T D 56.5 mm
7 A il B L E#, Fig. 3.6 &)

120 mm Zf5FEHEL LU Hige LT45 B & 7

K145 mm #ETAMLLZ, V=N SuctiglEee
A ANDTAXWHEES I, a2y
by TS Tmm RS Lz, 2% 0,
W5l 7 ANSehtih o 5 mm #HL kb,
PRSI O FEE S ICEE T 2 IO ER T, T A HL e HAMANIC A 22 o TUUT DJIE

& L7z,

Oavaz b5y 7. @720, QW57 AR, @y —4 P 2EAN, ©
= FH R AN, ©H R FEE

WIPRTH % B < GHAEGIS ORI FICEE 3 2 SHIIZ T R TH R & L, THEBER T AR
MZzZRL, ZOWNEBIZERL Tz,

FHRICGE 9 2 I8 BS: % Table5.1 I g, TOEMEGFH]HE L, N7 XA -2 2L
#CEHRZT o 7%,

YO
’ X

Fig. 5.1 Simulation region

D ——

40 mm

Table 5.1 Standard welding condition in simulation

Contact tip-to- Shielding gas Suction gas
. Current .
Polarity [A] work distance flow rate flow rate
[mm] [L/min] [L/min]
DCEP 280 25 25 5

KETFNCTREFKREZHE L U T ORI EA 2 Z Lic X )| SHIBRNORE, it
Rofiitt, CO B X UVER (No) IREDMZKRD 5, 7, JFEM= 2 — b VIR ZHRE L
TWw3,
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HERTH

V- lou)=5,, (5.1)
g R R
V - (piiii)=-Vp+V -7+ pg + j xB (5.2)
A F —{RAH
V -(phii)=V -(kVT)+ j-E—-R,,, (5.3)
CO, DEELRFHI
V- (p¥eo,ii)= V- (Do, VYoo,) (5.4)
H,O o8 & {R17HI
V(0¥ 1) =V (0D 0¥y 0)+ Sio (5.5)
CAIRE il
V-oV®d =0 (5.6)
7 — 2 DAl
j=-0V® =cE (5.7)
X7 MUVRT V¥ L
V2A=—u,j (5.8)
f% 5%
B=VxA (5.9)

RAEL p o HREE, 6L S, 0 VA YL ORI 2 HRERE,
P:fﬂ?\f’”f'r!i'l‘ﬁif“jj S §RO), T RN BB, by see
ko BMRESE, T . E ML R 7 — 2 HUOHAK,

i’ :“%@Hiﬁi~am=COﬂﬂ%$v@ma%ﬁ\nz1%0@@%\1\

Dy, P HO @ COh TOILRUREL o : BRIGEFE, @ : &L,

A:RZIAET VY, p,  BEOBEUMETSH S,

WNNE & B K EHEEBOMTER B X O, v — A FH R Xk Y AMAlD 7 & FEE &
i3 2 FEERIZTZS —YFE% 0 & Lz, FARPEHEO L > — A FHREAOICHTEDE =R
BANE LTz, HADGTRERMEENCHRE T 28546, COz & H,O OEEARLIZ 0 & L, i
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HABTWAT 256D CO & HO OEESHRIF 0 & Lz, ¥ —A FHREANTIE CO,
DEBHE%R 1, HO DEESEITO0 & L,

AHEEB O IR R ORE 42T 300K & L, ok ay a2 bF v TG E KA
J AN, =N FEHR ) ZAVHEE 300 K T—EE L, TAYHHOHEERZa v 27
F v 7T FT 300K, 7 4 ¥ 5Eifc 1800K & L, 2 DMIZfB ICIREE T2 D& LT,
R FRARRIC 31 2 Bk e, BB e LCh 2, BEfRERmEFEoREkomH IS Tbh S
XLz, BMRERIWEROEOF T L L, BRIEEHREES LEE R0 v 22
by TR E DAL, LR 0 & LR THERS L WET 2, X7 P AKRT
v VITEHRBEEMEER 0 L, EEB X OTEERATCHRE 0 & Lk, BRSNS
% Table 5.2 IZ/n T,

Table 5.2 Boundary conditions

Boundar Velocit Mass fraction|Mass fraction Ener Electric Vector
y y of CO, of H,O &y potential | potential
Shielding | _ _,
. U=Ushijeld Y c02=1 YH20=0 300 K 0D/on=0 6Ai/ on=0
gas inlet
Gas outlet ﬂ=‘l—igucti0n 15)¢ coz/al’l=0 6YH20/6n=0 300 K 0D/on=0 6A1/6n=0
Top of Nozzles — — — 300 K o0P/on=0 0Ai/On=0
calculation -c0®lon
. Contact tip - - - 300 K 0Ai/on=0
region =given
Yco2=0 Yho0=0
(inflow) (inflow)
Gas P=0 300 K 0®/on=0 0Ai/on=0
Ycoz/ al’l=0 Y HZO/ al’l=0
(outflow) (outflow)
. Yco2=0 Y20=0
Side of ) )
. (inflow) (inflow) )
calculation Gas =0 300 K o0P/on=0 Ai=0
X Ycoz/ al’l=0 Y HZO/ al’l=0
region
(outflow) (outflow)
Bottom of
calculation |Base metal| u=0 0Yc02/0n=0 | 0Ymr0/0n=0 300 K d=0 O0Ai/on=0
region
Coupled by
Solid-fluid — — — thermal — —
conduction

.54.



SHELREI N D 7 A FHIBIC 13225 2 R L 72 No 2 FolE L 72 IRBE 2 IR EE & L CEHE 21T
277,

T — 27 ZRFTECEERLAL O KALT B b D EE L. EKY CO, EASROBKE L
TRIE I N CO, BLU N, OYMAE T %\, B FOMBREZER L 2T a bk
WERIE Tl COz~D N, ORAFEFIFF ITE L EEZONE, 2D, COr-NREH A
DY I ERETE 2 b5 NOx # CNx DR 2 ZE¢ T, FWIEEICE LRI X
ZEBMNT AT o TEA L7z, CO2 DILHURELD Ml R ICH Y #us . Rzl 80
&0 5 z7,

Bk 3 X 5ic, HoO ORKEALDRIZ 103%LL T CTH 5 DT, RAHN RDES
F X AR ICRIE T HO 0B REHTcE 2L E 272, —J. H:O ® CO, hDiiEL
FRBUC D W TR B % 5E A L 72,

BAEIED» DRET 2 EBERACOVTIREHOAICERL Tk,

5.2.2 74 ¥ukREEE T L

TV IANDTAXYDT 7y 7 RACEETNLEKITRKE CIEKE K DT on
2, 77 v 7 R3S OBV ORAEMTH Y | xSRBS EETND B, %
DAFEEIRIIEFE ICEMEC. EfEicE T LT 3 e i3 L v, 22T, AGI0)ITRE
527 L=y AR OB TR I3 2 AR S 72 ) ORGP AFEERE R, ZEFEL 72, R
(5.1, GHHOERIHETH S S, 1E. Fv TEHEHEL L b 20 GRELICHY) 1B
% R, OWRERS L 7 A YREOEKIC X 2 HERROEEES 2T 5 L Hc LT,
7 A XEHD 2 M EIE 2 T,

Ea
Reva = ACXp(— RT )XYHZO—W ><Mwire (510)

w

L. A CEE. E, iEH LA F— (100°CoZEFET v £ v v —:40.7 k] /mol) |
R :5UAER. T, : 74 YiRE, v P 7 A vHksrE (EESHE).

H,0-W

M. TAYDHEETH S, EBADMBEDHRENERZRLT S,

wire
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7 A XYHND HO B3 2 EEHEF %2R (G.11) IR d

A (/OYHZO—W a): V- (pDHZO—WVYH20—W )_ SHZO—W (5.11)

EELL uy,, VAYEGRETDH 20 Dy 137 ATHEDRAD 5T 4 ¥ RIfIC HO

%%%?%%:%%ﬁ%ﬁ%ﬁ?%b\%pwiR POEHBEIN D T A Ytk o Rk
BETHD, INEFTAYRAEDERMICOAE Z LD,

7AYFDOH,OEGHRBICEa V227 Fy7OTFHTT7T7v 27 AAD 74 YoREN XK
fET® % 400ppm %5 2 72, 7 A4 ¥ IZEMEHE ¢ 15.0 m/min TEMITENICIE S0, Seliic
DT ONTEFIC X > TR A ITEDY T 3,

ERA BRET 2510, WE 7 AVE S 22 ¢ CIREMKER 2 HIE T 2 B x %
ML 7z, BIFEIE JIS Z 3118 (2007)Icfit > CH R Z u= k7T 7k HWTiT- 72, HIER
SEIMEEMEL T, 20FHEE Ty b L, T—4KXKMEZ I —N—L LTRL, 51
MEREEE ZNENAFET DL b L, AEA, B0l RIcOWTh KT 2,

Fig. 5.2 Ic5| 7 AR X Lintee g oiBEkFZ2EOBG 2R3, 4.5, 7.0, 9.5, 12.0
mm QWG| ANVK I Z#EH L 7R 2R —F 226 L IR L ORL 7z, Wil
S ANRINRRL 755 & IR FE R I 3 2R %2R L7z, 5] AVRE 12.0 mm
TOHLHMKFEE T 4.5 mm TOR) 65% TP T 5 Z L 23b o7z,
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Fig. 5.2 Diffusible hydrogen contents measured as a function of suction-nozzle length,
together with the result using a conventional process

Fig.5.31C A=10000 & L&Dy 2 2L —v a VR EZRT, T2 TlE. FMERIEE
##(2=0.1 mm)H, O EAED Xt ELE, |5/ AAVEE 45 mm & 12.0 mm D%
A E LTRLT WS,

40 w

I I
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35 |
M —12 mm

30 | Xoome=118X104%—
$63% } '
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Fig. 5.3 H,O mole fraction at Z=0.1 mm varied with horizontal position along
X-axis direction in the suction-nozzle length of 4.5 and 12 mm
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AFRICH W 2 BEERIC B VT, ERR BRI WA ERM OME 3K 15mm TH o 72, &
R £ D HoO AR 3ARNIC RN S B KEE, 2 F D IRBKEREICEET S
LEZL TV AYET OEE 15 mm OFHDOVFEEE X, & LTERL. IRHHKRR
B3 2 LIRE L 72, ERL 2 OS] AVRE S ok 6, Wil 7 AVEX % 4.5 mm
26 12.0mm ICEHE L 254, X X 63%IK T T 22 &tk b EBRTHELIE 65%
DI K FZREFAD LWLz, Lo T, REFALICLZEETIZ A=10000 %
BT 2L 7,

Kic, Fig.541c7 4 vho HO &, 74 ViR, HO ZFHEE D Z il /517551 %
R, EiBLzXk i, 7AVIREZa vy 227 bF v 76T 4 YIRIHICHD > CTHEMRIC
EAFT 2L L2, ZONMITHE 2 F, 5 3 FHIOR L ZRESM L FHlIZ R R 225, M
R 7 EAMERNIE BT 5, WINOSHEREL T, BUIRERA ZERT L
Lo TEBHMEAHHTELLEZ L ARFERV A YIRELECERLTHE HO A
AREFARCIVIRAICHD LT, ZBEE X222 FFy 7EED» S 14.8 mm ©
BT —2 %R L, ZO®RIFED LT RF2R SN, 74 YNED b RE~DKS
DUk L RFEEZ EB L5279 T & T, 74 YEEE s X OFIEREE 2 WA
s T, BEl AFim L 0 b RIS AR REO v — 7 235 5 2 LRI N
720 7 4 YSEiTlE H,O & A 813 40ppm. 2 F W FIHHRAE KD ED 1/10 I E THA T 3
fERE o7z,
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Fig. 5.4 Axial distribution of H;O content in wire, wire temperature

and H,O evaporation rate

53 EERRBIUEE

HIH TR 72y I ab—vavET ARG, N7 A2 2234 T o 725 R
. FIRRICSM 2 2L & 2 7255810 B 1T 5 a8 T o IR /K 38 BORE BRI & e
TRLEET 3,

5.3.1 E¥ERMFOFERER

Fig. 5.5 IC Table 5.1 i/ L 722 HESS I 351 2 WFRI Lo, HE, EFoEAnFK
D% RS, Fig. 5.5 IR T L 510, MOBEREER S 2563V 2 —VHEIC k- T
T — 7L T A Y EIRE N CRER 30000 K IEL 2, REEA AT — L FICX 3EWEL
ey FRIER DIk B L AETALICEVWTREBRLADHELEEL T
ICEYD, ZNEEDRIRIC R 2R Z[EX D, b, RBEAROLELZER L1254,
BIMARBEOERT 2 2 LIk o TT — 7 MEMEL 2 B 2 B H SN T 2 8389,
Fig.5.5(b) I3 b —F L B 2RI FIC A ROz ER TV 2MTH 2, Bk o
THEZRL TV 5, E L FRRIC, MOEREEICI > TREGZw—L Y Y HBEL, Y
AV EE T ICB W TIEN S o T b, Z ORAMHEIZH 200 m/s TH 528, 50D
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vial—vavoHN»LIX, WEl ) XAVESGHEFE O N ATURSFFICEETH 2 5. AT
—LDOBEKMEIF30m/s L LTWE, v — L FHRIFT—L FH R 5L X152,
ZD—FHHBT A X DB LHIEICT ZA T, Wl Avh 6] 3 mm OfiET ENICH
35, LA E s 2 7 20305 7 A S8 & L, 2 LR IC 20 - TR AL
T RTFRR TN S, OO EE TGRS & (Suction limit height) | &
ERL, av 22 v Fy 7hoolEicRTCIC LTz,

Fig. 5.5(c) i3 N ® MO %R L, BRI N D HAFKD COz TASTEDE
— U NED BIF AR A2 RT, ZOMEITy — A KA R AN SR IcEo < ico
NTOTDICERPNS K o T RTFRFEINZ, —FH, £ 15mm & 7 2 Eit o
MEIE N, DIBABIZ EAERVEMEDY — LV FHTRCEDLNTHE I BbhroT, &5
. T — 7 R ORENb~ O BRERIIFRCER D T — 7 77 X~ X o TH oM R
INZFIRTIIMICHK Z 5 & 30 8589 fifffEDsEE 2 2R I3A) 4000K LA ETH 2 89, K
T ATOFHETIT 4000 K L E & 72 2 #HiFHIZER 12 mm TH LD T, ZOFE2 S B
Bl ANOEER Y — L FIEICRITTEERIEF IO WEFE L b5, SMELE 7 2R
Cxfd By — FEICBI L TIREE 6 Btk W TEhd T 3,

Fig. 5.5(d) 137 4 ¥H D HO GHRD iR L TH Y, (o) i3 AEKF DT LHHK
N Nge IWFIZIFEEZRLTED, 2 HO RERBTOWRIIETH 5, H.O FKERITT A
YREOAFTCRZEED LfETH b, WHIRIEWT], Zvh 6 PR % HiEsr L
ETH B, AFETIR, 74 YD HRHEL 72 HO DIRITHED BERELEIFIC B TS/
AN X o> TRIVTHEH S 2 KR & 72 o 7e
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Fig. 5.5 Calculation results in the standard conditions

5.3.2 Y=V FHRABREOEE

V=V R AREOHE LR T 28, DT A= 2 BEHELIFL LT, =L FH R
Vit % 15L/min 53X ¥ 35L/min & LT I 2L — a ¥ %fTo7, Fig. 5.5(b)(25 L/min)
EFRERIC, 2 DDIETDH ZADFMRE L IRK % Fig. 5.6 ICRT, [R—HED ) A b A
D E N5 DT, FUEAHAMEICZL T 225, TR E - 22 R S ko 7z,
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flow rate: flow rate:
15 l/min 35 l/min
V[mis] V[m/s]
0 i o ==l
(a) 15 L/min (b) 35 L/min

Fig. 5.6 The effect of the shielding gas flow rate on gas flowline and velocity

—Jj. Fig.5.7137 4 ¥ Eifi» 5 0.1 mm fENAIED, FAFED Z IR i % v
— NV FAAFEBITRL T2, IEOfEA LM, BOEN T A MOFEEZ RS, HEORF
BEDE L ZLESRFIRAFE SIS L TED, v = FAAREOHEMICONTD
TOICEPIRELAY, av 7 b Fy 7ho@EEh 5 ICElL 72,
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Fig. 5.7 Zcomponent of flow velocity 0.1 mm away from wire surface as a function of
distance from the contact tip in the three shielding gas flow rates
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Fig. 5.8 (3> — A F 4 2§ 15 & 35 L/min ®5& D H,O O 7 A fHig b O A5 TH
. v — F A AFE 25 L/min @ Fig 5.5(e) & D HHLIC 72 5,

R & 5 IR HE g 13> — v B4 R FE 15 L/min D543 48.2%CH Y . 35
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Fig. 5.8 The effect of the shielding gas flow rate on distribution of the H,O mole fraction
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Fig. 5.9 The average H>O mole fraction and measured diffusible hydrogen content
as a function of the shielding gas flow rate

5.3.3 KE[REBOHE

KT, WHIRE O E 2 MRS 5%, FHESM (5L/min) 13 L <G E% 3 L/min
E10L/min ¢ LTy Iab—yavaEML7EZ, WEITRE 0L/min OE5G& X EHE IR ¢
TEMTE o7z,

Fig. 5.10 12, &5&MTOH 2 DR & RO FHRMAR 2R3, FA—OF0W5] 7 Xvic
X LUCHES EAT 20T, 7 AAJehmifs & NEO Lk LA 2SI ATl n s,

Suction rate:

Suction rate: 10 l/min

3 I/min

V[m/s]

p———— 7
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Fig. 5.10 The effect of the suction gas flow rate on gas flow velocity
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Fig. 5.11 Zcomponent of flow velocity 0.1 mm away from wire surface as a function of

distance from the contact tip in the three suction gas flow rates
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Fig. 5.12 The effect of the suction gas flow rate on distribution of the H,O mole fraction
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Fig. 5.13 The average H>O mole fraction and measured diffusible hydrogen content

as a function of the suction gas flow rate
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Fig. 5.14 The effect of suction nozzle length on gas flowline and velocity
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Fig. 5.15 Zcomponent of flow velocity 0.1 mm away from wire surface as a function of
distance from the contact tip in the three suction nozzle lengths

Fig. 5.16 i< 7 2 kP @ H,O EA RO 2 RS, 5|/ ANVREI A 4.5 mm D&

IS e 12D T 5> 3.5% LKL 72 b — 75/ AVRE E 28 14.5 mm DA 76.0%

IHN L. &-@HTXH owe FRE I L7z, BE ) ZANEE 4.5 mm DB X, AIEH I
B IRITEEREEOEMELE LV, PR A FT—2EEICE T, 74 YR
HT2KRRREL BT v 7-T—7BT7 A Yo & n, v = FHRICK > THlR
D77 X HICHE XN D & LA AL I nTw 5, £, & — v B Rt
INTHLT =2V ICELETOREMPMATE 5, T7abb, ILHL D DBETROMENEL .
B & N7 KFRDOL K BT — 75EF Ik S, 77 XA L > T7 — 27 WFicsl
FAENTLE S,

-68-



103 Suction
nozzle

length:
4.5 mm

103 Suction
nozzle
length:

14.5 mm

! Xu20 Xh20
[%] | [%]
I XHZOave [%]
453 x 1 05
0 0 =
(a) 4.5 mm (b) 14.5 mm

Fig. 5.16 The effect of the suction nozzle length on distribution of the H,O mole fraction

Fig. 5.17 BRG] AARE L\ Xy o, B L IR FROMEHEOBIFRTH 5. HIE
fiillx Fig. 5.2 IR L72d D LFETH 5, WhHl /7 AVEE 45 mm & 12.0 mm ZNZ D
ZfRicBsl s X LHIEMEOBIRIZ, 5.2.2 1R Lz X H e, —BT 3 X 9N (5B.10)DE

H,Oave
BA#FAELCnwb, BE ) AAEI R 145mm 22N EOE X &3 254801k, EBo
BEICBWT, 7 AAERA~D 28y 2 DBF RMNERT — 7 OIREEC X 318FE% # 2

% &, HhEo#HE L v, B ERE T ORI KR RERICIERICAMTH 5 2 r3bh o7z,

15 10
R
— 9 g.o
I
= S
T 12 « g o
2 Tl E
] N 7 =
] ~o c
< ~. |3
9 <l 6 €
- ~ (o)
c = = (&
N=6 ~
.2 Se 5 ¢
45 S ~ Q
[ e ~ ~ UOD
= 6 S g V=6 N 4 2
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Q s
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- 3 2 é
gJ.D — ® —Average H20 mole fraction =
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<
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Fig. 5.17 The average H>O mole fraction and measured diffusible hydrogen content
as a function of the suction nozzle length
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5.35 RO LB IUVEE

Table 5.3 ICv I alb—vavickoTH{onfREELDE, 2T, #HihEHBAL
L CRBIZIRIER % N2 72, Fig. 5.4 itk %, 74 Vviho H,O AREES Y — 2 %R
fiifl, 2F DV av a2 bFy FEMEHS 14.8 mm &, WSIRRE X & 0225 WRiEHK
LEFRL TV B,

W51 7 RovSeti s oW RS & D iRt (Dyin) (3% < O&MFT 2.8 mm BETH 2 25,
Y=V FH AiE% 35L/min & L7zar e WEIA AFE%E 3L/min & L7285 Ic K& <
PRAfE A IE I E 3G L o T B, ThE, WE] 7 RVSEIERE D v — v B R LRI AD
Tl s L OTREOHHEL C Ot 2 ET 2B E2 LN L, X0 BEMICIZ, ¥ —A F
HTADTE & FUEIME L L GEBE MR WGE I, TR O X > THO R IC
V=NV FAADFNEZA I TL 0, WAl XSl & W5 BRE & o B3/ &
{2, WLy — A FHZADTAEDOFEREWIGAIC, ZOMEERAAKEL 3 LHffCTE
%, Vit e FE %R L 72 (Fig. 5.5(b), 5.6, 5.10, 5.14) Z #&HIICEEST 2 L. S0 5
P IcEHE W TIE, = P AR VIR OFGE & 5] 7 ZXov AT 6E O FiE 23 0T v
KERETH B LEFTE B,

Table 5.3 Summary of simulation results

Suction Suction n
B\I-LH SC H,0ave
Parameter limit height efficiency index
[mm] [%] [9%]
[mm] [mm]
15 14.7 2.7 -0.1 48.2 8.18x 10°°
Shielding gas
flow rate 25(STD) 14.8 2.8 0.0 49.9 7.46 x 107
[L/min] 35 15.3 3.3 0.5 55.8 6.66 x 10
3 15.9 3.9 1.1 59.6 6.79 x 10°°
Suction gas
flow rate 5(STD) Showed above
[L/min] 10 14.8 2.8 0.0 48.8 7.41x 10
4.5 7.2 2.7 -7.6 3.5 1.18 x 10*
Suction
nozzle length | 12.0(STD) Showed above
[mm] 14.5 17.4 2.9 2.6 76.0 4.53x10°
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KU, Fig. 518 ICWFINFAEE L e B LV X o, PBIRERT . BUCIEBAR Tl 2
FEIT LB 2 T PR Z R LT b BEUIHRIEHE N B LV X, 4, F X CHBELT
Y. WEIFEBRIC L o TT v e 2O FWEZ B HICEHES 2 2 LA TE 2L F X 5,

80 14
L4

70 o 7 12

60 ot .

50 // - 2
& Tlse ,Q g <
= 10 P X
& i ’ 6 ¢

30 £

XHO' ® 2
,Oave 5 4 >
20 .
10 o 2
o
0 0
-10 5 0 5

Sution efficiency index [mm]

Fig. 5.18 Relationship between Suction efficiency index and 7). or X 41, 0ave

5.3.6 WM X AHEOHARE

Fig.5.19~21 IC/R 3 DIE 2 L2 4L, EiftfiE. W5l AR, BEAE 22T ¢ 5560
T A XTI 2 7 AFED ZIT R DA TH S, TN b DFHRTIE 5.2.2 11~ 7z
7 A oK EIEBUAEE 7V IGEH S T, ERIREE T VIS K 2ERE OB E T o T %, KHE
JEOBHEEFRE L a2y, NG DOAMIEIZ 0 TH Y K(55)DEHEHITo Tk,
TR ITAEHED 280 A ICHF LT, 200 A & 360 A, W5/ AAEIFIEHED 4 mm K LT,
3mm & 6 mm, BESEAEIX 600 . 90° | 120° ¢ L, A—FF ¥ v 7 6mm 2MEELTE
xR L 7z,
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Fig.

Fig.

40
35
30
25
20
15

10

-10

Z component flow velocity (Upward: positive) [m/s]

Suction
nozzle tip

10

-=-=-200A
— 280 A
---360A

15 20 25
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5.19 Zcomponent of flow velocity 0.1 mm away from wire surface as a function of

40
35
30
25
20

15

-10

Z component flow velocity (Upward: positive) [m/s]

Suction
nozzle tip

10
Distance from contact tip [mm)]

distance from the contact tip in the three welding current

===3mm
— 4 mm

15 20 25

5.20 Zcomponent of flow velocity 0.1 mm away from wire surface as a function of

distance from the contact tip in the three inner diameters of a suction nozzle
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40
Suction
35 nozzle tip
---60°
30 — 90°
25 | . 1200

Z component flow velocity (Upward: positive) [m/s]
=
U

0 5 10 15 20 25
Distance from contact tip [mm]

Fig. 5.21 Zcomponent of flow velocity 0.1 mm away from wire surface as a function of

distance from the contact tip in the three groove angles

Fig. 5.19 R 3TRFEBRBIMOHE L. 74 ViEED ZAROTRNICH LTI W & 23b
5%, 1277 L, BROMIMICE-oTr— LYy Y IREKEL BB E, AT —LOHFHITH 3
D, T =IO TR EFREIIE A>TEY, ZRICK>TT — 7 EEOHRES DT H I
ZA3 2,

Fig. 5.20 1IR3 X o ic, WEl 7 AVNEBZELT 2 & 7 AVNEORE#EMAK & £k
T3, 2 DOFEELIC X > TRAIRFE X b2 Ic T 2, fdEs R4 2 /NS

DITH 25, WHIRAEES B ER LTS, Z3d, 5.3.3 1R LKEGIHE % it L 7
LEOEmMEBICR > TnDd, 2D Eh b, WhHl 7 AVFEIERED > — 0 B AR WG|
ADNZ v ABWGIRIE T 2 RET 208, W IZT0ED A CldfE <, g () dHE
mRFCThH L LEETE 5,

Fig. 5.21 R T OIXFEHEOFETH L, FR~DEZEZHET 256, v — A
2FT = 7SR ET 2N T T A RMIC L o TR L= RITEFAITHEA > T <,
—J7 GBS D B L 2 DFNDBIHEINDE LTk D, ZOHERT 4 VEHICb RN
2720, BACAEDIIRS 22 & T E OfEME T HEAICAR S EEZLRD,
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Table 5.4 1% 5&MFTOWSIRIFHER 2R3, BEERGTERICEdBERE AW L
Bbnsd, Thbb, it KEER 7 v 2 2 LEHT 3 BHRBIc X s THEITHE L %
AEL TS, W57 AANEE/NE LT 2 LRGN S 20 BaitEsm L35
LEZOLND, L L, J AVARZBREICONMILT 2 &, 2%y XOMNEFIC X Y EAZED
BNBKRELBZ0T, WY GEEZROLEDLD D LT A D, FLIIRL B, W51%%HE
B LR 2 H 2 0T, FiREBEL ZEFICks T m e 22wl T 52 &
THEZNRE LEBAC EMTHEEEZLNS,

Table 5.4 Summary of suction efficiency index varied with process conditions

Suction limit height Dy Suction efficiency index
Parameter
[mm] [mm] [mm]
. 200 14.8 2.8 0.0
Welding
current 280(STD) 14.8 2.8 0.0
[A] 360 14.8 2.8 0.0
inner 3 15.0 3.0 0.2
diameter of | o) 14.8 2.8 0.0
suction nozzle
[mm] 6 14.7 2.7 -0.1
60 15.2 3.2 0.4
Groove angle 90 15.0 3.0 0.2
[deg.] 120 14.9 2.9 0.1
Flat(STD) 14.8 2.8 0.0
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54 %5

AREECIE, EBMKRREIR 7 02 21250 5, 7 A4 Y HRET 2 KFEIROHEHERERKICO L
TR AR IR L BT 28 L2y ab—v a v To 7z, EELZET L
ROtk BV bR T 2 BRERE 7 & 57 — 7 BN & 7 4 v ok S
EFNLEZMHAEDEEZLDTH S, EFAMERORN B X PEFAZHOTT o 728
fEFEER & A L OHIEIC X 2 RO HERGEHC L D JBonfMREZUTICE L0 5,

D7 4 ¥ hkEFEREEE T AICE T, KOEREERZ T L= 2B OB T 272, 2D
B, WA ANVES 22X 221 —-RPaBiERe v ar—va VIERICE T 218

flith > H,O £y X COHIBERE R S KBS L cEFAEE

H,0nve
ISR T R RS,

@QEFAEHCEHEORE, v —A FH R A b ENs —A FH 2RI, W5l
RNSEIRD S THICALE ST B 7 A YiEfEic B\, BN 2 Tz o s, %5l
) ANMTIHRAT B LA ZDRNICHIET 2 2 L BbroT, 2T DHRNDH I
BEx [WEIRAmET] EEEL .

@y = FHAGE, WilE, WEl ) AVES 2 Z I 25 %217 o 72, BHESMIx 2
N2 25L/min, 5L/min, 12 mm<TH Y, 2 LT, = FHRFE% 35L/min
i ER X286, BEIEL 3 L/min IK T 22546, Wil AVE X% 14.5 mm
WHIE L 72 5GEICRGIRARE I B KELS hotz, ZDOKE, W5l X TOKBEIRWGIEh
e BAELL Xy, BIET T2 2 hbhot,

@OIIRT 3 DDNT A — X B I X B 72 FHEAE R & VAR R T o BE Ak R E AR
FERIERA ML TE Y HEERB VAT T AMICE VT, K7 1+ 2P OKEIFEES)
ZRIEZ O TS EFEZLND,

BT A XYBRET ZKEBERELT v 7-T—27BTT7 A4 ¥ h oI, =LA FARICKS
TT =27 77 XAHEBICHE I N 2 @RE AT 2 2 e B T& 2, T VEMAVEE
il 255 & EERO LB KR RIEM & oM b B 2 CHEEL 32 &, AR KFRHEZE
BNCBET 2 RERDIEL 22072 L B 2 5,

OWBIRAE X &7 4 Yo H,O AFEE D v — 27 (B D7 TER X N2 MBI
N BLUX LXOHBERIOC b oz, COEBERHVEZETT AT

H,0ave

AR 7 VB % B0 L C b B ARG 7 7 2 X DA AN % 312 A 3
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ZEMNTE B,

OB NI HE F W 7= A B0E & B, W51 AV, BEAE 2 2 2 <fT
57 Z DFER, WGl 7 ANVNEEZI/NE K LISEICRGIFEREE D ™ E L 72, AR
BT ISR LT At b o, IBIEEROFERIIEAL Do
7z

@B hEIE 2 L X ¢ 3 103G ) AVEIZLET 2 2 L AHECH 25, Hind
MEBRT LV, 2000, EREGFOATEHVHIEREG L LPEETHY, %
i, WAl AR D Y — IV AR WG H ADFEETEEZ ANT VR EE 5

VEDBD D,

T 7o, BUEOHM CIRFEHIH L 23, Bk, BB oSnES I X > TF v 75
MEHEEZ X Y RS LAREBTOLE L BEFAEE TN, K7 v Ri2E1T 505
JANRIDIERD e ), BESEO I LR 2EKENEZN S Z &L HATE 5 & T
ER U
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6 IEMEARER S vt X 0ERMEICET 2 R5

6.1 5

5 ETRYAVYHRET ZKEEST 4 voA~PEHE N, o — A FHRIC X - Tk
N, T =7 W WRENRICE S L D RS IC O W C o BRI BGE & B, BEEt
HICX2yIalb—vava{iol, ZRICX > TEBRBERE L BT 3ERBEL N,
RELDIEY R T2 e B TE A, I HIC, 7ok RO HR FICEE RN T2 MH L
oo A TIIILEMAREI T 0 2O FEHMEEMEAT 5 2 L 2 HIC, 5 5 BCh%L
ey ial—vavETAZHVC, WREOFEZ T o R ICOWTH~R 2,

62 YIal—vaVETIL

Yial—vavETFARL2IGRLED DL EEHEEC XA ERZ AR L, 27
L. EE 23T 2 £ 74 Y PMRE T 2 KRROBH~OFE M TE 2L E 2,
EEE Lsh ol 20 NRET 2 b — F L& LA KRR 7' 1 2 R I 5 1 2 1
RS OB P —F) &, WAl A% Fi i n»— i e ifiE 2 O ik e L,
—ERED b —F X, Fv TR - = R H R ANGEERD T A Yl A K R
B —FFELWDD (B AAER—F) &, Fv 7hlie v = FH R Xyl
DEBPFELVDLD (FE AARERr —F) 2o 7=,

FHD~FEIR Fig. 6.1 IORTEY & Lz, WTFhOBAEL Y — A FH R ALDNEIR
l6mm & L7z, V4 YE%Z 1.2mm, Fv 7 - fBMREEE#HEZ 25mm & L, 7— 27 KlE 4mm
& L7z,

PRI O FERERICET 2 IO ER L. 5.2 LFRIRICOKEER F —Fog&icizE T
AL HAMANIC [ 2 > TUL T DR E L 72,

Oa vz b5y 7k, @7 2O, @5l 7 AV, @y —r FAREAN, 6
V=L N AR ZASEE. (0 A FEIR

BB KT —FT OBEICIEQB X UENILERE T MR % bR < FHEEE O [
ICEES B HEIIE T R CA R & L e, THEESUIRM R Z TR L, ZOWNEIZFEEL T

VAR
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Low hydrogen Conventional Conventional
welding torch - Long nozzle - Short nozzle
| 'y N
J7 mm ]
___________ J5 mm 16 mm
8 mm 25 mm

Fig. 6.1 Dimensions of each model

it P D B AR & £ 5 Ky, 7 A YT & EEST O R (BR) %2 HE L CRERSEEL LT
Bzl L7, B, [EERD X=40 oE (Fig.5.1 ZM8) » 5 X#l/5Aicin- <
RAEMELLERHN AL - EOHBRBTHRAT 2 & Lz, ZOfth0BEREM, PtkiEss
5.2 LFABRICE 2 72, ET VIS X B W ATNG O ERRSZYTH 5 2 L 2 RT3 72
O KIHICRT Y% Y 7T 7B X BIEETo7, ¥ FU I 7B TIET —
P ERFEEIRTINT 0720 T, ETNMCLLEEDT =27 2FE L 2V AIERL, 20
LBEREMETNTO L LTz,

P Eo®TF A HGCEHEEZIT ., GHRESINR T 2 EFIRBIC B 1T 5 4 AR O K E A
RAEASRICH STy — N POl %2 1T 9 o

SHELICH 7 ISR B X R D SeF % Table 6.1 1033, W54 2 D&, 3k b
—FOEAIE 0. KFEM F —F A1 5 L/min & L7z,

Table 6.1 Welding conditions and wind velocity

Shielding gas Suction gas Wire feeding Lateral wind
Current .
[A] flow rate flow rate rate velocity
[L/min] [L/min] [m/min] [m/s]
0,280 15, 25, 35 0,5 0,15 0,0.5,1.0,1.5
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6.3 v Ial—YavORYUNBIIERSE
6.3.1 v ¥ Fu 75 7k 2agi{baER
¥ FU I 7KL DA AFOBE A ToTy IaL—va ViR oA T - 72,

Fig. 6.2 (CBIECHEE & X )RAGE ORLE % 7R 5,

High pressure Convex lens

High speed
mercury lamp Torch video camera
}mmb ) 1; ( Slit ;
| \]

(a) Observation device

Contact-tip to plate distance: 25 mm

Wind velocity measurement point
—~

Observation direction

Plate width : 30 mm

(b) Configuration of observation object and wind generators

Fig. 6.2 Schematic illustrations of observation system

Fig. 6.2(a) I3 BIRELBE OIS TH Y . "HAKIRT v 7', € v F—1(40.50 mm), 1
DML YR, ZY v b, BLXOERECT A A IS, ZO®EIZ, EHiE 2 —
L VIECTOWMNAIGULICH W25 D TH 25, EHEDRY v P CEHHZE#E I & T
¥ N 277 7HEaIT o720 SRIOBENRITZRGEEIREHE: 1.29 g/m?) & [KEEH X
(F:1.98g/m3)TH W BEEEIKEL av P 72 BB LRH W L b, FESH TN
R FRRE TR T 2 it B R IRT 2 LE R H 2 DT, ENFEEZBIET 5
Y N 77 7 0NY) L F 2 7, Fig. 6. 2(b) IZBIERNRD + —FEF LR AEEORBERTH %,
b —F ORI EHREEIS O A AR L7z, KR b — 5, BIESTIA L RO EEE
NERT 2 X ICRELTE Y BRIV M2 X o, BEAm2 Y #ic, b —F28 Z filhic
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ZNENHATICHE I N T2, BT L X, BIEHO T ROETHITH S, SR D
B CIBIEA O T AEEL S L CREF22LICREDT, Y=V FHARC
DHEICIEA S & FONBBRERIC DL P72 X 5k b, 22T, BEORM%E
HELRIBEHAORS % LT, P—FESEHFICHABHAT 20 2M1EL 72,
S OEFTRROEE 30mm & L7z, Hidlld 2 5o EFAAREE (FEE) o Ringce 2
X232 TCHELE, BVEQHIEIZY I 2L —Ya vETAICEBWTREEZ 5 2 7217
L FRRICT 22, 7 4 b & 20 mm JBE o R 2R BAGURGHEET %2 & CHE L 72,
JEGHEFE ¢ 6 mm D 7 N — U MO MER T AME I N TN LD TH 2 DT, B
25 FJIC 3 mm OREEZHE L2 Lic7k b,

R IIKBRI b —F 2 RIC, > —n P RGE & BR O B % 250 & & TfT o 72, &
P ORI A UL I M ICEH L wo T, T— 27 ORENBEIRETOBIE L Lz, @
EYTAHNATDT7 L —LL— P2 1000 fps, @K Ims & L, 5223 v 7}
AV v b ToIHAREGEE & BELL O BER R IC X o TR L 2R, BIERO XY v ME
13 0.35mm TH > 7z,

6.3.2 BESBOERRAE

Yialb—va Vit ko CRAERE D ERSENMBR/ONL DT, KT —xL L
TR OERBIEZITo 72, WEMBESBEOFERIZY IaL—va v L FARDSE
TEClER L 72, BEEMEIE LCJISZ 3313 T49J0TI-1CA-UD 75y 2 AAD T4 ¥ %
L, 7—2®BEIF 32V & L7z, B3 SMA90A O FH % v, BHbF 2 BEICEE K
B X 27, BHEHE% 350 mm/min & L7z, KEEBF—FBLXOE Ak —F%
AR E L, #EZEEROPIRIC —F 2L ZREBTY > Vv 77 785 L FRkICEM
LCEERTo 72, BIMOBAIEL, RELTOWF v 7A 25255, 283 ~2DORBKAE
BER{To7, ©— FREZWHIZ, REEFHS S 3 mmtx5 mmwx 30 mml DR~ 7 v
ZERILL ., obricfil 72,
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6.4 FEPB X UERER
6.4.1 FEHEE

Fig. 6.3 i Y=0 i D X-ZWiH < B % CO, DEBEN RN O EME L RS, ND%
FIFEBRICEE B IR D LR CH b . BEITLEDEIHIZY — NV FPHRDRETH 5, T b
DEAEIFLIEFRIREIC LR, PO IZy — A FH R AnzkRLT w3, (a)ldkE
K —F DT =7 %2FELEVEIROMRETH 5, BEOEED 0 m/s DFEMFETIR, ¥
— LV FAHRRRICE ST 74 VG TE Y CO, PRI REOTHEINTEY, > —AF
YRR EREAE O N, 27 L, ARG OHEIC LY, v — A P RFER DA
{75138 CO T RDOFHIC UNAR SN, BEDEHEIHL o Tl L, v—
N REHZDFNICENAEEL B, ¥ — A FHZRENSD 7\ 15 L/min DEMTlE, RO
JEGE S 0.5 m/s DT H WG] 7 AAVHNERD CO 3 HFAX P MR T b, CO D
KM IE No bR D EF 2R L, WG AT RICKRAEZKL 72 No BNRBEAT 52 & 2R LT3,
JAGE 1.5 m/s DB TITHGEIC S — A KA ZBHRE N, 74 VERIEHICIEE AL
CODEH LA WHERR L o/, V=V FE T RABRENSL L R IO THUEA 3 < | 3l
BESELCRZDOT, HOWEEOLGEICE T — L FHABREI N 2D, =L F
77 AV A 35 L/min DI B W TR O JEGHE A 1.5 m/s DGHEICHE T 7 4 YLl
WE I E D CO L o> T 5,

W) IIAKFER  —F 2 RE L, T—2 2 FE L GAOHER/RRTH L, (DT —7
EERBLACEA LT 2 & FROEES 0 m/s DEETIE, 188 A ERERICENE
Uk oz, BRAZ G ZZFRICECTIR, 74 Y2 0@, PHEHEOHEBICE VT, &
W77 ADBREE YL o Tze —Fi. T A YHRIGLED T — 27 FHIH~DKRBAFEL WS
B, HA2R LB, 7T—7 OB IRENTH > 72,

OBITDIEFERr—F2REL, T—22EELZbDTHL, DDV —ALFH
Ayt 25 L/min DR L (DR AR —F OfRE KT 2 L. 7 4 Yoeiiats
DT — 7 EBA~DORKL[RBAETEE VI BUHTRA > 2B R N ar -7z, FAkiC(do
R, ANEK T —F OREREZ T 2 & BRDJEHE 2 1.0 m/s DEE IS 22T — 7 58
IS KRB L 72 No SR AT 2R R L o 72,

LLED X Sic, 7— 27 0FBEERSC F —FHE, v — 0 F A RiES X RO JEGHIC X
STy =V FHRADTNDBZANT 2 Fh v Ial—vavislencii,
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0.00e+00

1.5 m/s

1.0 m/s

0.5 m/s

0 m/s

L/min

25
L/min

L/min

(a) Low hydrogen welding torch, No consideration of arc

0, X-Z cross section)

Fig. 6.3 2D images of CO, mass fraction distribution (Y=
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Mass

fraction

1.00e+00

9.50e-01

9.00e-01

8.50e-01

8.00e-01

7.50e-01

7.00e-01

6.50e-01

6.00e-01

5.50e-01
5.00e-01
4.50e-01

4.00e-01

3.50e-01
3.00e-01

2.50e-01

5.00e-02
0.00e+00

1.5 m/s

1.0 m/s

0.5 m/s

0 m/s

g
&
-

25
L/min

L/min

, With arc discharge

(b) Low hydrogen welding torch

Mass

1.0 m/s

0.5 m/s

0 m/s

1
g

g
xS
—

long shield nozzle, With arc discharge

(c) Conventional torch

Fig. 6.3 Continued
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Mass
0 m/s 0.5 m/s 1.0 m/s fraction
1.00e+00
9.50e-01
9.00e-01
8.50e-01
8.00e-01
‘ 7.50e-01
g 7.00e-01
= 6.50e-01
Q 6.00e-01
25 g 5.50e-01
o 5.00e-01
. <= 450e-01
L/min 9 400e-01
g 350e-01
3.00e-01
B 250e-01
2.00e-01
1.50e-01
‘ 1.00e-01
5.00e-02
0.00e+00

(d) Conventional torch - short shield nozzle, With arc discharge

Fig. 6.3 Continued

Fig. 6.4 ICB# £ 0.1 mm @ XY FHICE T 5 CO 3% (EM) LiRE (TH) oafiz
N RIF DR IZY — N F AR AN REST A LfiEZRLTw5, ZORIC
X o THRME o 77 X< 588D CO MR EMERT 2 2 e B TE B, (a) IFKFREK b —
FENRE LEAERTH 2, ¥ — FARjiE 15 L/min TR O J&#E 1.0 m/min LA Eo
ST, = F AR 25 L/min TRRJEE 1.5 m/min Q5 CEEO 7 — 7 {8 B
% CO X THEL <. N, DIRADMER S Nz,

DFE AAfER L —F 23R E L2FERTH 5, Fig. 6.3 ICTHEREL 72D &KL (a)
DY =L F A AR 250/ min OFFR KT 2 L, T— 7 HB~OKRFBRBAFRELE WS #
MCRAN > 2ERR LN D - T2,

DIFF AR —F 2R e LR TH 5, BEOEE 1.0 m/s DEAFICHENWT
BIRD T — ZFEBUCH S 2 I No BSIB AT 3 FR & ko T 3,

PLlED X 5 icBME LD X-YEEICE T 5 CO 0K LIRE DI b IREFHA D v —
VR AEETE 5, £720 WMIRO T — 7B No SR AT 2 & IckwTid, 77X
~2EHIE N, v F I ng GRESHICE T 2 REDHEBAEL 22) T LM HERTE 2,
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15
L/min
-
5
o
25 S
L/min ’;;
=
-
35
L/min

Mass

fraction
1.00e+00
9.50e-01
9.00e-01
8.50e-01
8.00e-01
7.50e-01
7.00e-01
6.50e-01
6.00e-01
5.50e-01
5.00e-01
450e-01
4.00e-01
3.50e-01
3.00e-01
250e-01
2.00e-01
1.50e-01
1.00e-01
5.00e-02
0.00e+00

(K]
1.00e+04
9.52e+03
9.03e+03
8.55e+03
8.06e+03
7.58e+03
7.09e+03
6.61e+03
6.12e+03
5.64e+03
5.15e+03
4.67e+03
4.18e+03
3.70e+03
3.21e+03
2.73e+03
2.24e+03
1.76e+03
1.27e+03
7.85e+02
3.00e+02

(a) Low hydrogen welding torch

Fig. 6.4 2D images of CO; mass fraction (upper) and temperature (lower) distribution (Z=0.1, X-Y cross section)
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0 m/s 0.5 m/s 1.0 m/s Mass
fraction [X]
1.00e+04
952e+03
9.03e+03
855e+03
8.06e+03
7.58e+03
| 7.09¢+03
661e+03
| 6.12e403
25 5646403
. 5.15¢+03
467e+03
L/min ania
3.70e+03
321e+03
273e+03
2240403
1.76e+03
127e+03
7.85¢+02
3.00e+02
(b) Conventional torch - long shield nozzle
0m/s 0.5 m/s 1.0 m/s Mass
fraction [X]
1.00e+00 1.00e+04
‘ 9.50e-01 952e+03
9.00e-01 9.03e+03
= 850e-01 855e+03
5 8.00e-01 8.06e403
: 7.50e-01 758e+03
133 7.006-01 | 7.09e+03
[0 6.50e-01 | | 661e+03
3= 6.006-01 | 6.12e+03
25 o 5.50e-01 5640403
X ‘ 5.00e-01 5.15403
4.50e-01 467e+03
L/min 'g 4.00e-01 4180403
= 3.50e-01 3.70e+03
g 3.00e-01 321e+03
250e-01 273e+03
200e-01 2240403
« 1.50e-01 1.76e+03
1.00e-01 127e+03
5.00e-02 7.85e+02
0.00e+00 3.00e+02

(c) Conventional torch - short shield nozzle

Fig. 6.4 Continued
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642 ¥ V77 7BEER

Fig.6.5icv % NV 7 7 7RISR LR, BIEEIHETITo 05, fRE L Tidxd v
— v F28EL T &HIWT L 2 BRRE o b 2 R L C v B, fEE O EEESS 0 m/s DT,
V=V FAARRIC KL O THROTNIIHMICH2 > CHEEL TEH Y, ¥ — PRI
ThoLLHMCTE S, L, T2 2 KEI TR VEREMCcORRETH D, T2, HA
WHIDEBIC XY, ¥ — N FHZAFEIME 15 L/min DM TlE s — 4 B 2 B
L DB X4, 25 L/min OFEHFTH LTI OB R bz, RO JEGE 3 HE <
o T &, Fig. 6.3 IR L2t R LFRKICY — AV F A RDTNPE I NS, v — L
N A7 ARG A3 7 s 15 L/min O G TR O BUE 2 1.0 m/s L EoFEFics T, v —
VKA RGEE 25 L/min O T IRBR O EIEA 1.5 m/min OFMAICE T, = FH R
T T AVEEBBERLCLE 57, v — FHRFE 35L/min ® &k cld, BEE D JE
22 1.5 m/min OFMFICHENTH T A YRhGHIEZY — AV FPARRICEEN T Ik FTH o
7oo 7272 L. A EMANCEOFEL R ST,

0 m/s 0.5 m/s 1.0 m/s 1.5 m/s

15
L/min

25
L/min

35
L/min

Fig. 6.5 Shadowgraph observation results (Low hydrogen welding torch, No consideration of arc)
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PLEDXSic, = FARiERS X EEOBEOZIC X > Ty — P RO
SELT 2T AL T 5 2 L A TE /-, Fig. 6.3 L RBAY ., RIS A B ICHlp 2B
AL H 2 X5 ICBIZEI N D, THIENRADIERD & % fii 72>
CERZ T BIEAMICE I NERTHL L FRBICIEY I 2L —Y 3 v TIREHR

LENT Wl RENBELCTHEAETH S,

a2l —vavitER

6.4.3 BESBROZRBWERR
Table 6.2 ICEFRBOMER KL TR T, v — AV NREB T THELEZXONDLFEMFL,

WY — )V NIREEDR L ECH B 2 L DAL & cidERE AR L 72, 51, Y= F
HZAFHE 15 L/min, BEDOEE 1.0 m/s & 25 L/min, 1.5 m/s D5ETIIv—Fice v b

DBHFEL TRy, WIEITHEL 7w LT L 72, 2R ESETIREREIL 40ppm BELTH
D, = FREXHT 2 L, QIRICERBIENT 2, T oicaftdse%Hory b

%E L--j:Z) ki)ﬁﬁnbéﬂfco

Table 6.2 Nitrogen content of weld metal (ppm)

(a) Low hydrogen welding torch

0m/s 0.5m/s 1.0 m/s 1.5 m/s
15 L/min 36 35 Many surface ]
pores
25 L/min 36 39 170 Many surface
pores
35 L/min - . 44 250

(b) Conventional torch long shield nozzle

0 m/s

0.5 m/s

1.0 m/s

25 L/min

34

36

52
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6.5 H%
6.5.1 FHEMERE X UVERBROEE

Fig. 6.3(a) & Fig. 6.5 i3 2 &, F—FFicsFs v Ial—va vy~ Py
75 7 HIC kL BBEREROMER R LB L TwB Z L dbh b, Hidk L7y, HE
(L, V= A FHRBEIDROEFICEOTIEY = FH R X5 6 ERRIC T 2235
W, WEI 7 AVTFHTOT I BN EZEL THMICES, F0EEE (0.5 m/s) DA
BTt ATy —A FARREBRMER L, ETICEE BTSN Tw 5, il
(1.0, 1.5 m/s) 3B Y, ¥ =V FHARBERIDHRVEFICELTE, V=V FFAD b —
FHTE OO0 R TERIC KD, KA (BH) BV A VHBlcEEL WS, 20
LI BRMERDPL, Ay Iab—vavEaETARY =L FEOEHNAFHEicZ Y Th 2 L
F 2T

¥7-. Fig.6.3(@) & b)) EDRICE D, =V FNE~NDT — 7 OFELRHER L 72, BRE
EORWT =2 DFREICI->T, 7TAVEFCEWTRFEE, &AH 200 m/s DIEH I
W7 I X [FEBRAET B, 77 XA ERI R & SR IR 2 0 T, % DR
IC & o T BAMRANCGERC R O | Bl L DFZRICL 2> — AV P RADEE LT
VLR D, 2070, T—2%EBLEHAICIE. 74V 0@, BPHEEE ORI
BT, RBHADEESPNHEL b eEZOND, —H., VA YRIGEHED T — 7 g~
DRGIRAGEE ) BT EAS KL TE Y. 7 — 27 OFERRENTH - 7=, Fig.
6.3(a) & Fig.6.5 L DO —HbED L L, ERNICIZT — 7 REDOEN > X V'V 7T 7k
DBETH->TH, BETFO Y — L FlEOFHIic 3 +aEHATh L Ex LN,
X512, Fig. 6.3b) 2 (OB XN doHEICX Y, P —FHhEs X OKERBF —FTD
B H ALY =N NS5 2 25BN DD 5, 7 ZAHER P —F TEIMEOFENK &
<. LOm/s OEJRIC X o TT — 7 BAFIRA~ D KQBEADHAETH 328, K AVHEE T
—F KRB N —F TIRT — 27 FEEO Y — FREBIZH . - 228N L3 b5 7,
=V FHRADO—FEWEI L7 h 5EHEZIT ) KFERE P —F i, ¥ =V FE0S
LN EWERIIE, OY — A F AR A CoWmBERD I X 3 iEo EF. @5/
AN DZEE LT X 2K FEH AT ATREOME, Th s LRI N2,

W51 7 DM LERIC X 2 58 % SEICHERR 3~ 2 2. Bl AV ORI % 5 mm (B
¥ 12mm i LC 7,17mm) ZELZETFAZER L, BINFREEZ E L 72, BE O EHE
iF1.0m/s ® 1 K#EL L 7=, 5% Fig. 6.6 & Fig. 6.7 ITR T,
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R DG 7 ANRE 12mm OFFREHET 5 & W5l AVRIBREL2518L, 7
A YRR EDRIEN A EMMET L, &= FERSLERTH 3 2 & 3b 5, W5/
ANHH B Z JFANEICE T, /7 AV LET DK 10 77 2 GRE) D H R R 23 5
2XICRONED W) ANVRINRLAD L, R TOEREEIABELL kb,
Y=V FHR I ZNDOHOLEE, & — A F AR D > THRALTW L 25, £ 0iEfE T
JEBUC X o Ty — v WA RROINEFD RIEA ZAH B E2MET LT &, KitkoigEic
K OJEBE MR L %22, 2F 0, RAREEINLWE ) AVTH ARG T 5 L. K
RIEDIRIEN AN H DT A YT — 7iEHFICH ARG b 2L T, N, DIRAE
DT 2HERICARBEEZLLND,

XIC, Fig. 6.4 & Fig. 6.7 IR T/KFHDDARIC D WTEET 5, #EE D JEGE 2358\ S50
(i = &= F 77 2 35 L/min, AW 1.5m/s) IZB T, B A & EE S HIC CO,
DEBEHEPER L Twb, hid, Y= A FHR AArLEET 3 CO, i EIC X -
T XN B FRIC b —F ol CIFUEDSHE L EBE o T2 DT, E DK
WL, D F VR E RESFEICHEA S e BRI EEZONS, 72, FL&MfFics T
JE PN BR D COL KBTI T 2 25, S hid, B R~AD 5 KA L a2 22 3
ZZLICEoTHELIWOEELEZ LMD, sHHEEBHOFRICITRTENEHEST 2 b
—FBEHET B, P —FDOFICR B TR TIE CO, Bl L, %= oflEicic X
> T Ny 2883% & IR D COL KR E L 5,
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Short Long
suction nozzle suction nozzle Short suction nozzle Long suction nozzle Mass
fraction
1.00e+00
9.50e-01
9.00e-01
850e-01
8.00e-01
7.50e-01
15 ! 5. 7.00e-01
L/min L/min 6.50e-01
6.00e-01
Mass 300801
.00e-
fraction 450001
1.00e+00 4.00e-01
9.50e-01 3.50e-01
9.00e-01 3.00e-01
8.50e-01 250e-01
8.00e-01 2.00e-01
‘ 7.50e-01 5 1.50e-01
g 7.00e-01 13 1.00e-01
5 6.50e-01 2 5.00e-02
e 6.00e-01 25 = 0.00e+00
25 5=} 5.50e-01 ] 53]
. L 5.00e-01 L/min K
L/min =) 4.50e-01 i [K]
£ 4.00e-01 £ 1.00e+04
= 3.506-01 952e+03
3.00e-01 9.03e+03
- 2 506-01 - 856e+03
2.00e-01 8.06e+03
150e-01 758¢+03
1.00e-01 7.09e+03
5.00-02 6.61e+03
0.006+00 6.12e+03
5.64e+03
5.15¢+03
467e+03
35 4.18¢+03
35 L/min 3.70e+03
: 3216403
L/min 273e+03
224403
1.76e+03
1276403
7.85e+02
3.00e+02

Fig. 6.6 2D images of CO, mass fraction distribution Fig. 6.7 2D images of CO; mass fraction and temperature distribution

(Changed suction nozzle length, Lateral wind: 1.0 m/s,

(Changed suction nozzle length, Lateral wind: 1.0 m/s,
Z=0.1, X-Y cross section)

Y=0, X-Z cross section)
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652 FEMELEESEERE L OB
Fig. 6.4 & Fig. 6.7 IR L 73 EE R & . B0 SRt L oMFEEE2 <<, R(6.1)

I XY B RIENLEE O EHRIA TR 2 B L 72,

1-Y.)
D, = J.-[)issj_rpfn m ;IOZ v, dxdy

8k, T
" =\ (W) (62

7L, & BRETFWHR, m(UN)  ERETFER, v, 1 FHEGEEEE,

ky : Ay~ VERTH B,

B OEFRDTI1: 4000 K R 2> & #2342 U, 10000 K fHECTlRIT R TOERLIHET
DL IIA A VIS 2 Z LB I N T W3 8, Fig. 6.4 ICR LZIREST L, T —
I B 2 IREA IR IC 2 TH Y ERMHE OB EEIZZ 0Ll Eo R
LHBR L T2y, i O 2512 4000 K LA RO HiFH T4 T o2 FICfERES 5 LK
E L7, 51T, 521 THl~7z@ b, =i <o NOx ®° CNx DAERDOFEIZFEL T
o, Tz, BOEBIOHAIX T v X LTH DN, EEMICHE T 3 ERF T ROMNELE L
T TFHBGESEE % VT b K E RISV & F 2 - MHEOHHE % Table 6.3 ICR 3,
Wenl ) AN BZB L 72BMEHRICOWTH ¢ TRL T3,

Table 6.3 Nitrogen flux above weld pools (Approximate value, x10%2 atoms/s)

(a) Low hydrogen welding torch

0 m/s 0.5 m/s 1.0 m/s 1.5 m/s
15 L/min 0.00 0.04 7.02 8.95
25 L/min 0.00 0.00 0.07 6.50
35 L/min 0.00 0.00 0.00 0.03
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Table 6.3 Continued

(b) Conventional torch (Shielding gas flow rate: 25 L/min)

0 m/s 0.5 m/s 1.0 m/s
Long shield nozzle 0.00 0.00 0.01
Short shield nozzle 0.00 0.00 2.82

(c) Low hydrogen welding torch (Lateral wind: 1.0 m/s)

Short suction nozzle Long suction nozzle
15 L/min 6.83 7.21
25 L/min 0.01 0.66
35 L/min 0.00 0.00

Table 6.2 & Table 6.3 Z L3 % &, ¥ — FIEDSRIFARSMHE, BEE, Ko v vy
FOFRETZAREE WO Xy ERETRKEONB L BT 2L EZ 5. 2F D,
SZRFTRHEOMEBEE, S, ~— v FEOREIC X 2 Mtk EikELZ THlc 3
Zebhrol,

Kic, Table 6.3(a) & (b)IC & b | IKFMEIK b —F LHEK P —F 0 v — v FHEZBUEI I
WAECTH b, ¥ —NF ) ANVEIDRE—OKERER P —F & K7 AAHER T+ —F DLk
ICHBWT, BIETIEY =V FARD 20%ICHY T 27 ZAEZWGI LT3 Bbod, &
BEEOMEICIZE A EHEERRITEI hn e, 2220 b cE s, /-, M/ X
MEETF—=FIVBB LAYV IFUEDRRIFCTHEEEZ D,

B ) AT EBROBEICE T, T— 27 I LMBICH Y IKE] ) AVE SR EL
TAHFERAT 2 & 28y ZCHFAIC X 2EFELBIRZT LR b, THIT,
Table 6.3(c)iIC & 2 EWF| ) ANADBREBE D & — N FERSLT e Bbhr o7, UL
L0, EHERXOWS| ) ANVEE R Y — L FIEOBATL R Y ThE L ELS,
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6.6 S
ARECIIEHBHAOKR I 7' v 2 X OE MR 217 5 C & 2 HIyiC, BRI 2% > —
W ETAFNZEEY Tar—vavicXoTHLL, ¥ F V277 7ikic X 3 H%e
BESEOERBHIEM R L L, RICH T 2EEZ2To 7, BOoNTMRZLUTICE
&5,

O7 =27 %2EZBEFTICEMLZYIaL—vavofiRe sy N7 27T 73kic X 5 BIEHE
RiEA A L~ L., FHHETADLRRZYTH S Z LR S Nz,

Qvialr—vavicslds, 77 OEEAMICL o T, VA YhEEFORNL TR Z
CEALT B2, 7 — 7B~ DO KA AR EOBIA T, WEBRIRENTH L Libr
272, DEVN, T RAEDENY ¥ NV T 7IKOBIETH o CThIEEH DO — 0 Pk
FHfilic FaERCTh L EEZLND,

QMR & | ARt O ERIF IR EZ A L, F&fFoERBHERLE L ok %
1To 70 fEROMMIT L < —H L., KET A EZHOEFRIC X > TR 2 R ARESEIRE
DREZHENRETHL EEZLND,

@5 ) ANR XS et EIC kY, J ABREL AR BI1EE, v —A FERHLT 3
fHFRTH D Wb otz THITKES ZADILE L . KiEIC X 2EDETICL2d D
LEZOND, FHER X OWF] ) AVEEEHT, B4 BITR L X 5, R KR B
DEECTLIEHICHEMTHY ., by — A FHOBEICEWTL ZYTH S 2 LR
Iz,

O—MRIIMHEDIERE b —F & L T, IEEHEK R 7 1 2 2 2 RS b — 5
Dy =N FHEEFAEFEOMHREEZ A L. RO AT H 5 2 L Ao 7z,
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HTE RBHOKRER 7 v € R i X B ERE N IIEIRIE

71 S

K52 CRIFE 2 AT - 72 IEBOK B 7 o 2 2 ico 0w, § 4 Btk CiEESE O
B EEZ M ¢ 2B 7 A YRR TFIC L TR ERIEL 72, 207 ot
AR A & BLE R O WINUK 5y R OISR RIR OB 2 ML 3% 2 L BT & 72,
—J7. 7 7 v 7 ARG R OIEEUE K RIR OB L Tt 7 4 YREEIC X - TZEH)
PRED V—2LBYV 779 7 ZAAV T AYDOEERKERMEL RIS, V—L LR T T
Y I AAND T AXICEOTEENEDRRONmD o7z, 2F D ILEHKRER 7 2 & 2 1%,
Fricy —2BYV 759y 2 ARV T AXY MW7z FCAW (75 v 2 2a7 — 7 — 2758
LYy F7AYZH G GMAW (F R X ZALT — 2715 1< CAaESE o fkEd:
KEEFEAT 2 HNCIEFEICES R 7oA TH L Z EARINT WD,

TR @ Th D IR B K EBARIREANT 1< LT, IR B OIS RS R X B 43, K
BRI TIC 5 T 2 oI 2R S R i, TEGRRE o & BRI % o BRI
BAY Y PEERZTZI LY, 22T ARICBLWTIER, AV Rk > TFELN
2 SR T OB BRI A S 72 53, KIRE N O IFIZIE B & 2 s $ <
EEOENRERZ T o FRICOVWTIRR 3,

7.2 FCAW iIZ B} 2 KiRE himizh 2

KEITIIE 4 ZioE 0 CTHEBMOKERE 702 2 ETH 2 2 L ARINEZY —LFH
D77y AN 74X ERRIC, BN EKRENRRTH 2 vy IWEEE %
TR 12 20 X 2 KRFANHIZN R OWREEZ 1T - 72,

7.2.1 EBAE

7.2.1.1  fEERM

BRI 72 B 3 X OAEERELE Table 7.1 1R, IEEREEY L S WSR3 490
MPa & 5R )1 EHR I E AR C R E ORGSO NI AT IR T Ty VAN T A
YERBEHL, RBREEmL -,
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Table 7.1 Testing materials

Tensile strength : .
/Dia. .
class ThICk[IIlfnSI?] Dia Applicable standard Remark
[MPa]
Base metal 490 50 JIS G 3106 SM490A -
Welding material 490 1.2 T 49?(5) % 133 lg AU Seamed type

7797 AAND T AXTORBHITIIRA Ny ZOFRERI VR, ©— PRI R
ERTH %50 RIFRFEMED OEAGFHBIAA > Twa 2, YI) v F7 4 e RIRL T
BESEPOILEMKEESFEVC EBAONTEY ., EREEIMOSTFICE VTR
NHHIFI & 725, Z ORIEICHEIMOKEER 7 0w 22 BH T2 2 & T, 20MRICK > T
filfIEM SN, 77 v 7 ZAAD T A Y O S S ICEA 2 2 L AAREE 2, fild
DY, ZD T ADFBPERABAHECTZ 27 AVHEL LT v —2FV 24 TDT
A X &R L 72,

AERMZ JISZ 3158 (2016) 1Tt > T Fig. 7.1 IR T X 5 IR E L7z, A — FEIRRIZ 1.5
mm % BIEIC U CHSRIEEE R 1T o 72 MSRIEREICIE 490 MPa (A Y U v F 7 4 ¥ & v,
MERBEC A E S X A EENKIE L 228528 L 72, %ikd 2 850
HTENRE LI 7 0 2 RSG5 MRS D v — | [EFE 1S Table 7.2 10773
HBYTHoz,

200 60°
“ -
2
B > 4> B >
E i i 60°
; ; : B-B’ N
B > 4> B>
v 60 80 60
2 - -
Restraint weld Test weld groove Restraint weld

60°

Fig. 7.1 Schematic illustration of test plate
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Table 7.2 Actual dimensions of root gap on test plates

Root gap
Preheat temperature [mm]
[°C] Conventional Low hydrogen
process process
75 1.7 1.7
50 1.5 1.6
25 1.6 1.6
0 1.5 1.6

7.2.1.2 EESAME

RERIEHESME % Table 7.3 1R, AZVUZ 1.7k]/mm & LT3 25, ZRdBbBonEF
BORE DGR Z ML T 2 BICKE AN T A =2 P L T b, RP ORI H A FE ITHEEL
PAKFEIR 7 0 2 REE DM CH 5, AT v R %@ T 513, 2 AvoRfllo s
KN OB BD T A E WG| U h biEtek FhET 5, sABaH LA R chldh - %7 3
D NARKERRE 2B L 7 5. HOOREIRIE 23 1 B 7 2 B ICE BN IG T & 2 & 9
EHBNEECITo 2o FHBEEEZRAL 2R, av 22 FF v 7B TS L R EHEE
FLUOABIEE ICEHT 2 L3 CEThoT. HEEEZRLTWS, 27EL, Fv7-
FEMATEIBEREIC B L Cid, Sethafieis & oA ERIRIA O£ % EEHEEICBI L Tt AHIcE
TR Z 2 N R L. RE I v L 2R L TWw b, T bic X o TAZRIC
DWVTHRELREAIIFREL T FEZLNE, TERE 0°CORECIE. SRR
il Re e EN TR 2 MAI L, 2D F £ 2 O EN CTilBRinEE 2 Eiti L 72, Z ORFEIR
EEARBRAGRE & Al — D 0°C & L 7z, BRI I hoFBREE I W Th ElnofER %217

T CHIECHRE L7,
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Table 7.3 Test-welding condition for y-groove cracking test

p Welding current Arc voltage Welding speed Heat input
Tocess [A] [V] [mm/min] [kJ/mm]
Both process 270 32 300 1.7
Process \?V(()):‘llzagg?arl)lz% “Iel.(: .illg ‘Neléilinf mf:rrgglffgﬂsgrzﬁfre
[mm] position metho [°C]
Both process 25 Flat Sen;?ll;?::;anc 75.50,25.0
Shielding gas Suction gas
Process flow rate
Flow rate ;
iz [L/min] (L/min]
Conventional -
co, 25
5

Low hydrogen

7.2.1.3 #HniERs L OHE T %

B TETE T 1. 48 R ERGE S 2 D 2 fF o 721RiC v — FRENCHEET 2 HIh 2 iRE
BRI IC X VB L 7o RiBHEE 2 Rtk #3125 5 Wi o <= 7 vl Z2 AL 72,
B BRI X ) QAL offett, OWTHENE, Or— PEREEZEHL 72,

O~@IF JIS Z 3158 (2016)IcfEv>, AT D X 5 1M % 4T o 720 DIZFHSE D TH S 23
LCwaHaz@es L, @&z R, 5Hll L 2 5/ AR IC 3 2 Elh o EE TS
AR ZEHSRE TR L FELRkD 7z, @k 5 HAThoBNREREZEIETRL .

7.2.1.4  PRECAEK R BHNE SR

BRIV 2 D LR—D T 4 ¥ % v CEEERE T O IR K S B HE s8R & e L

720 T OEERTOEBESAIZ JIS Z 3118 (2007)ICfE V>, AEHE % 350 mm/min & L 72,

PEECE KR BHESERCIZ, 6 MinKy P 2w HEEEEZEHL, 2 v &2 F v 7-
BEMEIPEBEC R PR 2l 2 C BB L 72, % Ofth D S&ff13 Table 7.3 & [FBRIC L 72,
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722 EBRER
7.2.2.1 HInBEs X CHERSE

Fig. 7.2 \Ci@E BG4 O s BIIME % 7R 3, RERIEREE 2 B L 72 Bk < 13 7 BRL
25°C ¥ 0°COILGAICKIHEINAHERE & 7o PRHME KRR 7' 1 & 2 & L 72 3 BR iR I 13
WIS KmME TR >N 57,

a3 Preheat : 25°C a-4 Preheat : 0°C
a. Conventional process

LT 294 299 199 294 AaE aae 497 An0 Aan T

b-1 Preheat : 75°C

| J ‘A Preheat : 0°C
b. Low hydrogen process

Fig. 7.2 Appearance of test-welding beads under penetrant inspection
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Fig. 7.3 ICWii~ 7 v OB R 2R T, {CREEGEDO X 2 — Flicks T 1 Wi o &
(a-2 AR BARTESORBRMA D O | EWAADPAEETH > 7245, Z O DB T 1358
U ith a3 fF o Tz, Ko CTHFHiIc i 2 5BRgtE b 5 L HIki L 7z, Fig. 7.4
Wi~ 27 v 2 5 EHEl L 72 Wil g &ov — PEIE 2RI, (EREEEERIC B T 2 Wi ]
NHEB LV — PEINEE 25°CLATTREIC LR L Twia3, IREMHKFER 7 7+ 2 %
BWH L7235 OTiE, PR 0CicswTd, Wk dEld Aond | (KEEloiflsh
EAMRTE 2, AREREMDEA, 50°CUL Lo PEEEEBMES SO N D HHR L 7
277,

MERBEHEEIC B VT, PRRE 25°COSMAL D H 5 Iy 0°CCoEMFIC B THlnE
BEL I o T3S, Zhid Fig. 7.3 a-3(25°C) & a-4(0°C) 2 ik d 2 &, bThI a4 @
WEBEL RoTwa e, 61, a-d FOENDOFEAL T Wil (= v Fid b 2
KEH) ICB W TRICEEIAHRDE L RIEDIEL 720 T 2 %, RIS S 2588 F1 & 7z f 51
THY, EEOAIOFICLZbDEEZLNS,

FEL7zHNnZ T b v — AR R 2> 5 b3 01 HAZ (Heat Affected Zone) il
RS E LTz, —#F (Fig. 7.3 a-4 55 2 H. 3&H) TREELZENRAESIC
BESESEEET 27 -2 b Ao %< I3 HAZ ICh > CREEF T CEFEL. %
DRICIHEESBIHICIKT Tz e b, HAZ OE{LAENFEICKRE SFEL TS Y
DEFEZLND,
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a-1 Preheat: 75°C

a-2 Preheat

a-3 Preheat

a-4 Preheat: 0°C

a. Conventional process

b-4 Preheat : 0°C

b. Low hydrogen process

Fig. 7.3 Observation results of bead cross sections
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100 ®Low hydrogen process 100 @®Low hydrogen process
= & Conventional process <& Conventional process
= 80 80 &

2 3
® o %
& 60 g 60
= 4
S 40 g 40
2 ~
g 20 20
O
0 @ —@ —<P— <P 0 @ —@ — PP
0 20 40 60 80 0 20 40 60 80
Preheat temperature [°C] Preheat temperature [°C]
a. Cross section cracking ratio . Root cracking ratio
C t king rat b. Root cracking rat

Fig. 7.4 Comparison of cracking ratio between conventional and low hydrogen process

7.2.2.2  PEECEK R BHNE SR

fEkmEE B X CIEMOK R 7 0 2 2 2 2 2 L 7B o i8R O ILEL
MK EHER IR %2 Table 7.4 108§, fERIEHEIE TIRFHAMET 6.8 mL/100g &\ 5 R T
HY. THhEF—RICH 5T 2 FCAW DB /KRR OHFIH TH o 72 19, —75, hEk
PRI 7 1 2 2 % Fl o 72858 ORI E R IFIET 2.4 mL/100g TH -7z, A7
0 R K o TAEERIE T OILEM KR & % 35%M IR X & 2 )RR T & 72,

Table 7.4 Diffusible hydrogen content measurement results

Process Diffusible hydrogen content
[mL/100g]

Conventional 7.1 7.1 6.0 Avg.6.8

Low hydrogen 24 2.6 24 Avg2.4

723 EE

S e DRGSR D Z U Z R T 5 K. v — P EIN OB L L C Yurioka HiIC X o T
REINTWE~YRX—H—T1k WEeEH L LETRREZEH L, MEREZLKLZ, <
AR —=H—=7HFEFRODITRT L M ORFEYE CEN % iR T o iiEtk# &
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(Hp) & A (H.L) I X o THIIE (corr.) L. 4 @ y BEEEINGHABAE R 2 SFR S
R PEERE D~ A X — A — T ICYCIF O CHEL PEERE BT 2 5ETH 5,

CEN=C+AC)- (S’ Mn g‘+M+CrJ”MOJFNbJ”V+519j (7.1)
24" 6 15 20 5

A(C)=0.75+0.25tanh { 20(C-0.12) } (7.2)

CEN,,, =CEN+ACEN,,, , +ACEN,, (7.3)

L8| D ERTH W 72 B D L# K 70 % Table 7.5 ICR$, £72, v 22 —H—7HKIC k>
THHEI N LETFERE %, HHER O & §f¢ T Table 7.6 10/ T, WSRO ILEL
Pk R L AZC X 2HIFE I Yurioka > ORTK 390 bk 7, b, ILEMEKERIC
X 2 HHIER 2D Fig. 7.17 KRR L 2 REZ R 3, 7.2.1.2 Tz X 5 ic. SREIORBED A

ek & L 3 2 A ICERE L T Y. CENDAZMC X 2HIERIZ 0 TH 2,

WEREREE & EEE KR 7 7 2 2T B S W7z HEPERE X2 L2 7 140°CRA
EB XV CUETHY ZD#ERTSCTHoT, CNIFTHLADEVICL > THEL 3,
AR RR DD OB O N2 KIREINOWFEIZIRCH 5 L HEZ b D, Sl IREEKSE
I 7" 7 & 212 X o T 50°CLA L PEMR AR R S ERBRAICHERCE Th 0, KRE L
THYUTHDLEHEZ D,

Table 7.5 Chemical composition of test plate (mass %)

C Si Mn Cu Ni Cr Mo Nb A% B
0.16 0.33 1.32 0.01 0.01 0.02 <0.01 | <0.01 0.04 0.0006

Table 7.6 Required preheating temperature calculated with Master Curve method

Diffusible Required
) hydrogen preheating
Process CEN content |ACENy | ACENy; | CEN,, | temperature
[mL/100g] [°C]
Conventional 6.8 0.025 0.413 =140
— 0.388 0
Low hydrogen 2.4 -0.070 0.318 =65
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—J7. PEMNRE OHMMEZ LIS 2 & ERIBEEETO R A X — /1 — 7RI K 2 ETEL
WL EhE L 2B coEI IR 50°C & 1ZREER D o 72, TEEUHK B 7 7 £ %
TOMBETEHRED . TEIRE 0°CTHINDSTEAE L 7nd o 7 KSR & 13Teffir R o,
0L RS AONEFKE LTRUTOX IRt B3E2 LN,

Yurioka 6 D~ A X — 71— 7HKIFOSMAW (BET — 7 #54) o7 — 2%k le LTEK
INTWEED, ABMLIABED ATV 2 FCAW &3 kECEA Y, FCAW D13 5 255
BERBTHB L8, Rk, @Qr—FXv v 72 2 mm OEMFCHEM X =Bk R %
BB I Tw30Iicf LT, ARBTIZ 1.5mm Thoz2 e pnEzbNn3, DBLV
QDL LDOHERD, v AX = — TEOIRYL L 75 o 73BT L€ AWSETEM L 723
Bclio YEREL &3 FMICH 0T, v— FEICH) < IETT0 F 0 RIEEF L BXE) ) 23
IR L L AR E A R8I A2 7 T RS MK K 72 B

7.2.4 I

PEBCHE KRR 7' 7 £ 20 & 2 ARIREINGIRI R %y TR sk 2 8 L CRGEE L
720 WEEAPEHTILEM - IBRF QL ICIA K Fv b, BESEF OB KERELR Y Y v
F7A4Y L CEETHE 77 v 2 ZAAD T A ¥R,

75°C~0°CTTEURIE % 4 IKEELAL X & CRERZ AT o 745 . TERIEEEE Tl 25°CRAF
DIABAECEHINIEFAE L 72, —77. IEHMOKRER 7 v 2 R 1cE W Tid, 0°CobRfkicE
WTHEINDOFREAEITR >N o7,

PERBERE L L T, A7 v 2 HAW25E1C B 3 FEVEE ORI RI1Z 50°CLL
ETH o7z,

C—LED T Iy AN TAXIER L TR T v X2 L, WS T o ik
FEROWEZIT o 72, AFERICE O TIILHEMKREZ K 35% I S & 2 R 13m0
720

B OARIR B N T2 8 L ASRBR o5 L = BN iR B o 24 2 WRGE L 72 43
75 Y ENIREE O MBI IR EED L o Az 23 e AT KB IRE MK SRR E I 5 T
B AR R OFDME IX Z S i TH 2 2 L AHER T Lz,
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7.3 BEIRAEHIR D GMAW 12 31) 2 (KBS iR

B KR RER 7T 02 A FZ =B 77 v 7 AAD T A ICHHECH D Z L 1F 7.2 (1
ALY THEH, V) v F7AYENRICL Td, Kb KRR DR E % 5/
b3z BTEB, YUy F7A4Y M7z GMAW (Z{EKEEEE L LKA
b5 s, KREUREEY) & idhE 3 5 Ay IC 0 ZE e SR ) . BESR OB Tic ks Wik, VY
Yy FUAYXYERMEHT 3720 CIiHMERRFINOREZ TR ILT 2 e nTE T, T X
MR, BAFOREMICH I BRD S 2, £ 2T, LB KRERER 7 r 2 2 LG b
2C2ET, HAaBEKETrLRE L UREEhOIGICHIfFATE 2,

JEWRORBEME T TR 7.2 1R L7 X 9 AH A2 Coli TIZHEMNTIRIEL S EREL &
%o HIEHHEICE W CUIHEARBRRICE W THRET 2 HAZ ToFl e 1358k 2 Elh a4k
TEZLEALNTEY O, ZoFHIiZ1T I HEICIECIE Y ZEREHRIC L3~ & TH
%, %JBEEMT COMIBENTHE T E T oM b T B 288 & & TIREBOHE
Tk IR & PRI U C v RE 7 BT AR R B 2 B L 72,

AfiCE, MR BESREZSRE L, V) vy F7A4 Y EZHv7z GMAW i Lic kT %
EIREI N DI IR Z B S 2205 2 %, TR SRR 2B L BB L 72 BT dAEES
Wikl z . REKERZ LI & CTEML BRI Tk 5,

731 FEEBRGE
7.3.1.1 i3

R SRR O VA BERE T C ik, A ORI EIR & )R EIR & X Y RIRE s Rk
L% < W LE R OB 2 IEE IC &, ST o 2 RERIC B VT, FI5REE 780 MPa
# > TMCP (Thermo-Mechanical Control Process) FEik MR % R & L7z, EEM
£Hx 780 MPa kit D v YV v N7 4 ¥ &7z, Table 7.7 IC{it5dM D5 %2 7~ 77,

Table 7.7 Testing materials

Tensile strength class Thickness / Dia. Remarks
[MPa] [mm] !
Base metal 780 85 TMCP type
2 2
Welding material 780 1.2 IS 23312 GB A - U CNAMAT
= (Solid wire)
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7.3.1.2 BB

B % Table 7.8 1R 3, WEEIX T X LA TIT o724, &b LTI T EEET
DA 7 I~ RKABGEE Tl KRFIN O FAE L 5 IR ABGE 2 # I L 72, Bk
FciE, —MRBIlE CEtF o Ciedh ABDMK < 72 2 B % BB Cofii T4k & RISFIC L 72,
ABVE—EiIc L, BEEMEICT 25, BHEHELHW-BEEEEZRM L7z, 22T i€
ik LILBE AR 7 v 2 R B1F 27 — 7 BE L BERER R 5, 2T, R CHE
U 72 5B K BRI 7 1 2 2 O BRERIRIC 35T, IAEEEEoBA» b 7T — 2 BER LR
T, HATFIREIC 7 B X 9 ICABVEF—IC TR AR AR LR Th 5,
W1 77 A P LB KRR 7 7 2 A &G DR TH 5, Sl FEETIE 25 L/min
DY =N FAZAFRBICH L T5L/min 205, PEH L 22 HEE%21T- 72,

Table 7.8 Welding conditions

Proce Welding current Arc voltage Welding speed Heat input
rocess [A] V] [mm/min] [kJ/mm]
Conventional 28 400
260 1.09
Low hydrogen 30 430
e work disance | Weldig Weldig | perre
[mm] position method °C]
Conventional . Flat Automatic 50
Low hydrogen welding 50.25.0

Shielding gas

Suction gas

Process T e e ﬂos;v r'ate
yp [L /lllill] [L llllll]
Conventional -
CO, 25
Low hydrogen 5

7.3.1.3 FEIPHAAE R SR

Table 7.9 IC BEH R IFEEEI NGB ICH T 5|
7.5 WHYERMR & BRBRIR D FCiE X % . Fig.7.6 1S iABRIK o # 5K RE % 7R 3,

B DIEAK & fsRSefF 2 g £ 72, Fig.

HRJE 100 mm D g dHE B T FOENIC BB (B) 235 0, T oFICih - THRER DB
Jea B L. BRI o SN R I ) SR is B 2 4T o 720 HR 0 E2 3R 60-65 mm D3 AR
BIEL Lieo #H5E 7RIS, R FSE 2 M RICABRA B T2 S L 72
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#Bf 13 Table 7.8 1T/R L7z b . fEkiks X OHLEM KB 7 v & 2 Dl /7 TP 2, <
AR 50°C D% il L 72, SEBUEKRIKI 7 v 2 R DOxf R & LT 5T, 25, 0°Co
Fcb (T o7z, 25, 0°COERCIL. AIM O WEIZRHES 2 %, FrBH SR % il
AlRE AR N Tl 2 FEfi L 7z, FESIREIZEED TR, S RBHRE X b 10°CREEAK < 5%
E L7z TEIBAEIZIC L AL 20 BETFREE X Y b & T, Z 0%
IR CHEY) R E L I o 7o XA IV SRR S 5 X 9 iC L7, TR X AR LA
FIH D IR TP IR, BRI 2> 58 10 mm O E CEE AT - 72, REMTIHZE
L, HEASZAMERE 50°CIisnw TS r e =2 =2 HWT, 25°CE 0°Cics T
ZFEERE R A BRI & ¢ 5 2 & TIREEHMERL 7=,

!

Table 7.9 Test plate configuration and restraint condition

Test plate size 85 mmt x (250+250) mmw x 500 mml

30° V groove . Root gap: 5 mm ,

Groove configuration i )
With backing metal (490 MPa class steel: 12 mmt)

Plate thickness: 100 mmt,
Leg length of restraint weld: 60-65 mm

Restraint condition

Restraint plate

/ (100 mmt) Test plate

Restraint
multi-pass weld

A\

1000 mm

Through hole: Window
(300 x 450 mm)

1200 mm

Fig. 7.5 Schematic illustration of layout of both restraint and test plate
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i Moving carriage with weaving device

Fig. 7.6 Appearance of test plate after restraint welding

AHEOSET L= RBRE IR 2T > 72 £ £ DIREET 48 BRI LA T 2 D 2% - 7214
I, Of&E v — FoMBlo BHIER. QRMBH TG B, @A BRI 0 & B
BiTo 7. 2O, HREEEZ Y 2 v 7T X - TiE2 Y Bito T, @RMYIHIE OB IES
B A FERE L 72, A EORERIC X Y AKBEI N O RAEMERE 1T > 72, ORBEIHIS O3
RGBT, REE 274 v X THIEIL 7210, —BbrRAECRFEHRO Y 7Y 7ET
B KOV LR 21T o T BT I, IEHEREEE T R O X X R EE L 7, BEIEE I
JIS Z 3060 (2015)8 1 HiE X N B IEEH S 6dB FH ¢, BUNRF X2 b BT 2 X5 1c
L7, @oRMYVIEIEOWHTREGHEIL, R ITHItR. B X OCBMER» S 2,4,6,8, 10,
11,12,13, 14,15 mm % 7 7 4 28 CYJHI L 72 K LG 21T 5 72,

¥ 7o, IEEEK RN 7 0 2 R 2 E A L 72 2 R & UL IR O iR B X O
Uil & 0 30 mm DAZiE 2 5 GOWiHi~ 7 v iBR % BILL . BIS & 1T o 72, Wi~ 27 v adht
R DAL G D B8 ARG R 11T © 7 D T @ DB 5 UBR 13 A HERR o S % PR
Wz LB B R ICAT o T %, RERIREOWIHE~ 7 n B 12 51c® vy — <l
SHBRICHE L 7o B S EABRIE S i & L B o B 2 FRHE L L T MRS 19 22 5 T
1 mm [EfECHiE 5 kegf & LCHEIEL 72, Fig. 7.7 ICEEL 7238 0HEH & FlEx £ & 0T

NI,
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Grinding

OVT ®UT

Machining Cutting, Sanding,

Etching
2-15
- Polishing
Pitch:
1 mm
@ MT (® Macro observation (® Hardness test

Fig. 7.7 Test items and procedure

7.3.1.4  HREUHK R EIHDE R

EIGM R EEEINGERTE THROTKR T 4 ¥ & v CAEBESE T o JKEE Kk 58 2l E iU &
FHEL 72, PRECM kB RHIERF O ARESM 13 Table 7.8 L [AIFRIC L7z, 7272 L. IREEEE X
JIS Z 3118 (2007) I #E = 1% 350 mm/min & L7, KEROUEEH R/ a< b 75
ZERBERL 72,
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7.3.2 FEBRER
7.3.2.1 FEEHEREEEE 0GR

(1) HHEHRER

FARBRAERORER, PR, ~RMREEEOEE S L OB & WS 28T Table
710 SR D & o7z, TR NAMRREIZIER OB L CEREL . FRic BEERE 2 25°C
& 0CoRBRIc W TIE, TI'COEMEMETD 2, RHEIIBHEEE H\ 7 BEAE cFEli
L7z, OO EOHEL FE#CiTo 722 &, @QF S RADRESRN% —EIC L LT, f#l
HARFORMGHAEZNGIT 2 i, “ARBO 774 v EFANEFEHTITo 2 & ik
TBPEE IR BRI 7 v 2 2 TR ER Rz o722 L 20 b, BfEs X U2
BV L 72,

Table 7.10 Results of welding

Preheat and interpass temperature
Process [°C] Number of layers Number of passes
Target Result
Conventional 50 50-55 22 89
50 50-54 25 97
Low hydrogen 25 24-26 24 94
0 0-1 23 93

(2) BRIGHERR R

Btk D v — FAMBL % Fig. 7.8 1R T, TCREHRED TEL XM 50°C o iRk i
BT, ©— FREICHIRTE NI ER X iz 28, EE KRR 7 v € 21250 T,
WINO TR, ANRBERRE QLG IC D REEILI A S ik d o 72,
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c. Low hydrogen /25°C

Fig. 7.8 Appearance of weld bead surface of last layer

(Process / Preheat and interpass temp.)

KT, wAXJE D e — F R 2 NRITAT - 72 EGABR O K R % Table 7.11 iR, i
RBHRRIC BT 7 EATO F X3/ S N7z, IREUHE K FERI 7 7+ 2 s B b Tid, TEL
AN AR 50, 25°COEMETIEF XA b 1785 5 720 0°COLEMFIC I\ TUTIAEER SRR AT
T 1 BT F X R b7z,

Table 7.11 Results of MT on bead surface of last layer

Preheat and interpass
Process temperature Results
[°C]
. 7 defects,
Conventional 50 ) o
Widely distributed on weld beads
50 No defect
Low hydrogen 25 No defect
0 1 defect, Near the weld end
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AT OB E RIRGHABRRIR 2 Fig. 7.9 1R, KT ORGSR T e Hn 2R
LTHH., FXOFAEES d(mm) ZFINORFHITIFEZ TURL T 5, (ERBEHE IS
T, WG otz 7 EFTCmA<d 5 1 o ¥ XAz, I hk ¥
KIFENDERERE BEIGERT 2 HMICRELTEY., »2OoRELLIRVEICSD S C
bbb otz, TNLOREIILERRICTET 2 W ZAESBO#EIN VTh Y,
KIRENTH 2 &ML 72, ILEMOKEEI 7 02 2 20 L 72 &Fco P2 < [EEE
50, 25°CORBRATIRRFHIMO F XHBE S5, 0°CORBARIC BV TELED ¥ X238
ANz, TOFEFTHRHINZFXIZINHKREIN ORI L MR A0S 0 TH
o T3 FEAENIE 1T R FeANTIE & B D | OB TH o 7z, HE G RER
fEHR A % & » T Table 7.12 ITR T,

Start £o0 End Start - End
345
f e - ! d=64. 3
79, 0w |11 'wl 179 5 | 079 oo d=64.6 d=51.7 d=51.8
[ I " d:13.6an] l c9: Gam | =
[ 2 ’ |
= 8 9 8
12 125 3
265 160 17
o 220 | 280
430
a. Conventional / 50°C b. Low hydrogen / 50°C
Start 500 End Start i End
____________________ A R
d:55.8mm i
. . . transverse defects thr t weld bead
Discontinuous defects on one line Many ansverse dde ZCOC- 15650“111;;11;!11011 weidbea

c. Low hydrogen / 25°C d. Low hydrogen / 0°C

Fig. 7.9 Location of defects detected by UT

(d: Depth of defect, Process / Preheat and interpass temp.)
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Table 7.12 Summary of the result of UT

Preheat and interpass

Process temperature Results Types of defects
[*C]
. Transverse defects
Conventional 50 8 defects
(Cold cracks)
50 4 defects Longitudinal defects

Discontinuous defects L
Low hydrogen 25 . Longitudinal defects
N on one line

Many defects throughout
weld bead

Transverse defects

RIC RV D RGBSR IC O W TRR T, < 0B S IIEERBICE VT
REF D F XHFE L e o 7z BREUE KRR 7' 0 & 2 %58 L 72 T2, ¥ 2 RS 50,
25°C D FERIR D & % SR I Fhte L 7=

WINOFEBRIC ELTH, REY IR, 3 X UCRMRE?S 2,4,6,8,10,11, 12, 13,
14, 15 mm Bl L 2 W Fh o RHic s T hEIRIE R SNk o 72,

(3) Wi s X O & SERkG 1
A3 R % 0 BRI NG 2 & BREX L 72 Wi~ 2 & % Fig. 7.10 ISR d, FE. SR [EHE
EDEAIC X o> THRIAATZIRICZEIT R b o 72, 50, 25°COEMFICE W CHE IRE
G CTRFA MO F XM & Nz B MEIC KA S Nz, 2 officd 0°CoSMt D
BHT, = FORRICW L O»HuNe Ko /L & 7,

BEART oW~ 7 v 2 X RICFEE L 7208 & B R % Fig. 7.11 1R 3, e
BEERLTEY, L —FEEFEME L TRLT WS, Fig. 7.11-a Tid#ife L 72 8E E % 52
MCTHEA TR LT %, BEEE S QLW LER TR AR E KT DA, 2RI FER.
HEEE woz I 7 uflfioBEr b RET IO LEZOLND, FHMICE v — Xl
X 330~350 FRE D IEH IR & 72 o T dz, ST, ABAE S XEEFE [ 75 A3E
ZECTH otz i, WHEERHS 20 OB % CHN =R/ TH S LEZ S, Fig
7.11-b TRELMFICH T, R/NTHEIC X ZEMEMREZRL TV, B 3HEEE X2
B RBICONTUER T T 2HM2H O . TR, ~AMREMET§ 2 & BRI 285 %,
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a. Start/ 50 C b. End/50C

c. Start/ 25C d. End/25C

e. Start/0C f. End/0C

Fig. 7.10 Cross sections of both start and end positions

(Sampling position / Preheat and interpass temp.)

- 114 -



Vickers hardness [HVS]

Vickers hardness [HVS]

450
430
410
390
370
350
330
310
290
270
250

450
430
410
390
370
350
330
310
290
270
250

—0—50°C

——25°C ||

—6—0°C

0 20 40 60 80

Build-up height [mm]

a. Continuous measured value

050°C

A25°C

©0°C

FO— &
Yo g 06 o 0000 A
o
2> 9
0 20 40 60 80

Build-up height [mm]

b. Linear approximation

Fig. 7.11 Vickers hardness test results
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7.3.2.2  PRECEK R B HE SR

PEsfevAEE & ILB MoK REIR 7 v & 2B T 5, EESEP oItk EEHER R %

Table 7.13 IZ/R 9, fERAEREE TIZFHMT 1.3 mL/100g & W HFERTH - 72, filitk
FEMEDZ B ONE Y ) vy F7 4T GMAW Th Y, BEAIDO DPLHE
KFRDOHFANTD o720 — . IEHEKFER T v 22 H W72 85& 1 FHEECT 04
mL/100g TH > 7z, KFEEKLZELE LTHIONE Y Y v F7 4 YD GMAW DfER & g
LCh AR 2R R S Wiz,

Table 7.13 Diffusible hydrogen content measurement results

Diffusible hydrogen content
[mI/100g]

Process

Conventional 1.1 1.3 14 Avg.1.3

Low hydrogen 0.5 0.5 0.4 Avg.0.4

7.3.3 EE
7.3.3.1 RGO

PEEE ARG 7 0 2 A 2@ L7, TR SRR 50, 25°COMBRKICBE VTR S
NERFHRDORIMEE . 0°COREMFICEH W THERICH b NMTT O RIaicowT, @il
FICBAAL L. NIl % EERMEFHEMEE (SEM) IC X - TBIE L2, Hid O XSRS R %
Fig. 7.12 12, %#H OBILAER % Fig. 7.13 1< 7,
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0.8 25/0kVix100 BSECOMP 0.8 25.0kV x400 BSECOMP

a. Preheat and interpass temp: 50°C b. Preheat and interpass temp: 50°C
(Whole image) (Local image)

018 25 0kVExa0 B SECOMP

c. Preheat and interpass temp: 25°C
(Whole image)

0.8 25:0KVX400 BSECOMB: 1.2/

SER28.0RVIX100 BSECOMP

d. Preheat and interpass temp: 25°C e. Preheat and interpass temp: 25°C
(Local image 1) (Local image 2)

Fig. 7.12 Compositional images in BSE mode of longitudinal defects
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R - 0.8 25.0kV x8 SE

a. PT result of longitudinal section
of welding metal on groove center

0.8'25,0KVx200SE. A7

c. SEM image of the vicinity
of the crack starting-point

0.8 25.0kV:x1.00k S

e. SEM image of the crack-propagated area (2)

Fig. 7.13 Observation results of transverse defect occurred

in the condition of 0°C preheat and interpass temperature
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Fig. 7.12-a, b I3 FEA AR 50°COEMHFD S DTH Y| c~e 1L 25COHDTH 5,
Al Bk 2 R IC L 2 B EEIZZ N L REMSRS R 5, KT O D 7 Bl 13 K
fEHRE D BRI & DR EZ R T O TH Y WAIDBBIENRORGTH 5, EETRL 7
DIF. BEROBFGOEELZRLTWE, wIhd KEETHMKE (Back-Scattered
Electron composition image) ZRLCH Y, BLRRINZEBEL H-IERRINDE
JEHEM D TR T 2 SRR Stz BIERR X 0 AL 2 K idEln e ila R R
TholzHWT& 5, SMIT- AL 7.3.1.2 T8 0, BEIREEH W2 BERA
BETHY . O TEDMABSEIFICIRE L Chii T 21T o 72 &, MEA R KO 23 ot
Thol b BHELTWBLER 5,

%GR B 5 AN KRB © B 5. BEIN o BREN ) I3 EBAR T M 0 R EIG T T
HreEZLND O, FENTICERER R HRICRELZMERRICK 2, 20
DIERBRICTI AT~ D EBIZHIRINE (D LD BRSNS C L I3V, Z D%y, &Y
JEH DB T, KIRE T AR D MR R D Rl G A R R G IARIR B LR & BT 5 5
Bre LCRIEICE RO RWET R 5,

RN MEBEAR B DD HREE~DEEIC O WTHLUT D X 9 ICE R 7o, WHER % HEE0S B
TEKESNRMEICEGET 2 &, KAHFICHiEE - s hz eEzbhz Yo, KEHIC
BOTHRBRICIER L, FLOIREIH KR IREMET 3 2 /IREMER S 2 D Tld v b & %
ZTzo L L. ST R O HRHUME K SRR A6 1R R TH 22 5 10~30 mm FEEE D7 I
BOTRAMEZRT Z L BHONTE Y 2090 SEFEA L 2% X 50 mm LA EofiiETco
RiGoF2EIL, EInREFECHLCRENTH S LE X,

EERT — 2 & LT, AAEARRRIEH BRI E L C1dd 2208, LBl X
D ARRBIRIIENCTH 72 E R D,

Fig. 7.13-a 3AESBO RF /AW~ 7 v iICi@ERGABR AT - 2MAEE TH 5,
ARG CRIE S N2E8 Y | o R Tw L opEnslont, Ront
Hh o —2 % RFIFIIL L 72 244523 Fig. 7.13-b T»H V. Fig. 7.13-c~e 13 E 5K T ORI
BTH b, Fig. 7.13-b 12t Kfgof L2 oL L L THRNCHAIZ > TRIED Y Iy = 71
VAR = PRI, BLEESFIZR ST, CORMBEINTSH Z L Bbho T,
Fig. 7.13-c Z#INEREFOBEMETH Y, & CIINAMERE, 74 v 7L e~
B IRATRI I A EE X N7, Fig. 7.13-d & e FEIGERTOBEHRETH S, ThbiC
FIHGE L CRRO R T v 7 BB I N7z, Fig. 7.13-e T3 6 2 b Rk 25 7 o 1
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Too RIANCIZ I 70K A FBLEE LN, MELZTROEFZZONE~T 74 Vv HBIHEIN
7zo THOORHRILEIRNMICE T ZKFEROKEFICR oD THS P Lh
. TEA ~NAMIRE C°COSEMTHRAEL 2ENd IR VKEFNTH 2 & F 2. KABRIE
KRF O E LT 258 L TAMTH o EZ B,

T 2T, Table 7.14 ICE i L 72 BAE R % T & 0 2, HERERE CIIEREE oLk
FEII 1.3mL/100g TH Y, T S RRRREEAD 50°CO S CIRIREI N3 FE L 72 fEBK
PKFERIL 7 1 £ 2 I3 ikEckER 12 0.4mL/100g TH Y |, 50 I X U 25°CO LM TIHK
REINDOFREITELS . CCORMFICBTURRFI N R SN, D F O ILEP KK 7 1
£ AT X 2 B E T O JEEUIE K SR BAKIRIC X o TR E] L oo B ) A3 BHE I iERE T
Tzo Elo. TENRE ORI IE 50°CLAETH 2 LF R 2,

Table 7.14 Summary of test results in this test

Diffusible Preheat and
hydrogen interpass
Process coritent temperature Results Remarks
[mL/100g] [°C]
. Typical weld metal transverse cracks
Conventional 1.3 50 Cold cracks occurred ; ;. :
in multi-layer welding
50 No cracks Several lack of fusions
25 No cracks Discontinuous lack of fusions on one line
Low hydrogen 0.4 Many transverse cracks were on the lower
position of the groove.
0 Cold cracks occurred
They were confirmed as cold cracks
by SEM observation.

7.3.3.2 IREEALIE & A o Bl

7.32.1 (3) TR L7 SHBROME, WS 3EES T & TR ~RERE O E % Z T
TW3 P RBINT, £ 2T, FEERE S &P SRR 2 18 U 7 M SR i g
Wrefrve, miEEZ O 21T - 72,

(1) f#trsefrt
EMT I IZIBEEEEN T Y 7 7 = 7 TH B, Quick Welder 2 7z, TEfE5MF1E 3 KHEL
L. v— MER, B, RED Z 2 NBAEHRE 28T 2 2 L 2 EL L 3XoTET
NG L 7o BVITEE I STIRAE 2 (611 90 L, 18 HeSef 13 Table 7.8 DILELIE /K R 7
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ut ZDEGHEEE—E LTz, #@HLZYHEEZIRERM: & LT Fig. 7.14 1, BTtz
Table 7.15 IZ/~v 3,

~ 1000 25
v, -
P Lo &
= ) a .’ \ =
2 800 - y 15 g
L \
b . 7 \ ..E
‘S s P T — - -
= ’ (o (=%
£ 600 — 5008
= - =
3 e =
O y = E
c 400 -0 Specific heat 4 3 g
o O—10 |=—Conductivity s
= Z
= 5 —O=Coefficient of thermal expansion| | _15 .=
= 200 1 15
2 | s
& I ©
; O 1 1 1 -2;
@ 0 500 1000 1500
Temperature (°C)
Fig. 7.14 Thermophysical properties used for simulation
Table 7.15 Calculation condition
Preheat and

Model 2D model Image . nierpass Ot!1§r

number temperature conditions

[*C]
oot “ 21200
260A-30V
—43cm/min
Center . 24600 50,25.0
Thermal
efficiency: 80%
Face 29600
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(2) flpTRER

AR TR OB R OB GRESN) % Fig. 7.15 10K ¥, ERROBBEEERE L 0—
BEZI3AT o Tk, Y RAHEEE 2175 S LA TE Th b, M EOHER L T
E s, MR TH B L ER D,

RS R D O AR ER O RS IE OB T & X 540°Cic B 1) 2 HLEE
B DI ZAT o 720 IWHEEE O RUSA B LA ER R, B EoRm & L, %% Fig.
7.16 IZTx T,

Fig. 7.15 Example of calculation result

|

70 |
- Preheat and
O interpass temp.: 0 °C
2. 60
i
s 25°C
on
g 50
o
o
&)

40 /

50 °C
30
Root Center Face

Calculation model (Table 7.15)

Fig. 7.16 Relation between Cooling rate and calculation conditions
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fiEtT DGR, WEEE I T, PEARE DR BICEEMEAKE (GBS 5 Labh
272 DE Y, Fig. 7T1LITR LI pAmic o n /-, BfEmE L3I d 2 Ao
SEORBEETICECTE IR VEIFHRTHL L F L%, Lo L, HEIEEOR
TOREEET B L, TE, ~ZAMRED 0°CORBEITH L 50°CON— F i % g L 7-
Git, BEOBINES R2ETTHEB, ZDXHICEEo T, IR
TMCP Bk IMCcH b . BHE ¥ CMRE L REI ¢ 2k L Ik L CAORMEDLD
BRWIEDBERNEEZOND, DFE Y, A — MEFIIIRCBRENERIBET 3 5, B O
ERREL RV BEHERBOASENED T HE T, BHBEEICL > TEX LN L@
BEFLBVbDEFEX LMD, BN BRERS DI O TIEARITERICE W TIRE R
L 72\,

FHSE DB GALIE IC 35\ T & 2305 < 72 2 ([N TRV, Y 2 BHRE Y 0°COSAFIC B0 T
BENSFAEL7ZMEE LCEAT S, 7331 Ththd . @A E LB
IKFRIRPE L RAETER T 2 5 10~30 mm FRE T g ONZE Tl K Z R L 429090 Z o7& IC
BOTEHNBREELGVE INTW L, IEEEKRER e 22 ey )y V74 ¥ %2l
HEDETZESEO XS BEEKEERE W56, KRREZIRESMTRE kR
L3, I Lo THNFEMBELI LR INDE ZLERBELTCREEF X5,

7.3.3.3  Fn e R o 2 1 LR
418 D EAERAE R D 2 M M 2 WS 2 A, AKIRENHIFEIRE © BUENTFEAE IR & o BV

RBEITo 72,

(1) r— MERIIRITEER & o Hi

7.2 LEBRIC, v — FEINOIIHFEFE L LT Yurioka 512 X o TREINTHE AKX —
71— 7 R L. KWL TIT - 7 B HIE RSS2 27 BN L %
BHIL 72,

VAR =7 = TETORERET OIHMAKRRIC X 5 CENOHIER(ACEN ;)13
1~100 mL/100g o #iBH CHREME KT O H A2 il e L <. ftllicER T T 2,
TR KRR 7 0 2 2 2 w5 A oGRS o ik Rz I3 FaEc 04
mL/100g TH 2%, ZOEE TRERI NL@IEALIML. ACEN ,  H535RD bz,
Yurioka & 12 & % ACEN , D7 # 12 kB K # R 25 5 mL/100g 54 0 & LT, Zh k
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D S CHIP T IEOB, KW HIFHCIZA OB E INTWw3, F7-, 5 mL/100g X b i
P TR o Bl i L iR T v B 28, 2 BT o i T I ER A AT v
5, ZZCHRIOMBICGEHATE 2 X 5. X W KFEOHPHIC Z OEMEIMFL ., EREIL
K95 T & THLREKSRIKIR 7' 0 2 2 CD ACEN ), | % 3720 IR L 2% Fig. 7.17 IR
ER

Extended area
0.20

0.10

0.00

ACEN 4 ,

-0.20

-0.30

-0.40

0.1 1 10 100
Diffusible hydrogen content [mL/100g]

Fig. 7.17 Extended CEN correction according to diffusible hydrogen in weld metal

BRLIZ~ AR —h =TI Lo CTHHE SN2 EFRREE 2, BHIEREOME & ffe T
Table 7.16 IZ78 9,

Table 7.16 Required preheating temperature calculated
with extended Master Curve method

Diffusible Required
hydrogen preheating
Process CEN o ACEN #y)| ACENy, | CEN,_,. e
[mL/100g] [°C]
Conventional 1.3 -0.14 0.35 =120
0.48 0.01
Low hydrogen 0.4 -0.24 0.25 =31
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YRR == 7RI K o TR & N BB ENRIZ I3IERARGE T3 120°CLAE, fRHEE
KB 7 12 2 Tlid 3I°CU ETH o7, ELBORBHFAEERBHRR & kT2 &, K
Tuk A% L, TR S ARIRE 25°C L L G E I 13052 T ERERNIC S Bb & 3,
FNERELROHIRE o T E 2, hEET IR TH -7,

(2) ZJEEEOBE TR & D Hig

R, %IBREOREENIIFIEIE & L Nevasmaa 12 X » TIRE I T3 Fik 9%
M L. AWETIT o = B REESE NSRS c o W AR R SUKE & & O %2 1T
27z, Nevasmaa OFEIIH 1 HTdfilnzimy . X(7.4)., (75)BLNT.6)EHTZH
FNBEEROME, X | (LA OBIE 2 S EFUKERZEH L, S8R O Rl
Z EEROEESE T OB KRR & L, BRAUKERLT TH IR, 100°CREE D T 24,
NAMRE BN S5 2 itk FIhBEZMEECTEZ 3 LHKTT b DTH B,

723, Nevasmaa DHFEICE T 2 IREMKRERIE T 1.2.5.2 TR ZAKIELH S
NTVBZDOTHRIFECTHC AR v~ 77 7ike OBERIC X 2 ERMEDOENDE 2
b,

H_ =250x107" w2 (7.4)
H_ =280 x10T*%% M) (7.5)
H, =116x(0.295-P,) (7.6)

727 L. H, : BERWSERIURER, R,  BEEEO 0.2%I07).
HV, - EESEOM X &K

ZOFE AL OMEE G BN GERRE R 2 G EBRA 2 v o, AogH
IS X A 72 SRR 2> © 5t P B P 2SR E & LT B, FH AR 13 A1 4 o0 MR I A 1
LA, WS B X IR K E R IO W THIE S T\ 2, Nevasmaa O FiED#
FHHERH & AWF7E o itBriA T i % Table 7.17 1R, b O BRI IE BT K BRI 7 1
L ZZEM L, PR, SRRRRE 50°C e LCTER L 72 Bk 2> & #0030k % $RE L e
EITo -4 R 2 RFMHEE LTHYT WS, &k, Xho CETIZR(7.7)%9Ckd b 2 HiHE
LWETH D,
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Mn+M0+Cr+Cu+ﬁ
10 20 40

CET =C + (7.7)

Table 7.17 IR $58 0 . AEBRCOMENEIX Z O FEOBEAHEZ NN 2 EHE 3%\, L
2o LYRIR L CEA L. BEEINFRAERFOKFEREZRBH L2 L 25 1.2 mL/100g & 72> 72, i
Sk c oYL K ER X 1.3 mL/100g TH Y, BEFUKER LD b FhicE < PE
NARTREE 100°CE LCHENREED ) X7 035 5, LM KRER 7 7+ X TOfElE
0.4 mL/100g T& b, EEF/KFE & KL CTHITRWiERTH 2,

Table 7.17 Applicable range of Nevasmaa’s method and practical value in this test

0, 1 -
0.2% Yield Max. Vickers P CET :Eq.(7.7)
strength hardness value [%] (%]
[MPa] [HV5] - -
Applicablcuge of 550-890 210-370 0.13-0.30 0.18-0.42
Nevasmaa’s method
Frachical vans 989 374 0.28 0.36
in this research
Heat input Diffusible lydrogen Preheat temperature
[kJ/mm] content [°C]
[mL/100g]
aApplicablerange of 1.3-5.0 2.0-19.0 80-300
Nevasmaa’s method
Fractical wilne 1.09 13/04 50/25/0
in this research

Fig. 7.18 ICASREERCHM L 72505k & BEE O EIREI NHITEIR 2> o OFMRA R 2 £ L O T

21T 5. & OKITldElh 2 JL AR FZE O F L L, fithhz 7 ~ARRRE & L
7o KO (KAFEM) ., XA (EPE. S RBERREMAD AHMRREF VN3 2 L4
flDgtt L 725, Witz Yuricka H5D= 2 & —H— 7 X W iE 57— FEIN O
TH Y, UMD LA Nevasmaa D T35 1%L N7z TR S ZREFRE 100°Cic 31 2 %@
ERENOBFUKEZERZ R LTS, TR EHELTWE B br b, £, AL
AWFFEIC X 2B R 2R LT 2, BB IT V3T b B o IR E W IIH R R & 8B A
AR, ZYUBRMRTH - LHFTE B,

7z ¥, Nevasmaa OFEOBHICERL T, ILBHKFBEHEEDENICOWTE R L 72,
1.252 IORL7ZZ XS ICH R n= 77 7k L KPEDOHEMRE D Ao nTlE, [FFFL
T2E 270, WL DD OEE PSDEIMARICIRZ 2 L. 0.7 FOHFIBIREH Y |
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A< 77 7EOMEBEPIEL b e dFmANE B8 TE 5, BEDR T Fig.
7.18 # . % & Nevasmaa D FiE» SEONZPUADEIZI HIC~RAX —h— 7RI X 3
FHromET a2z eich b, X0 EBEESEN DR L K5,

Crack critical line : Calculated by Master Curve
Method proposed by Yurioka ez al

125 ,
é ‘I
No crack
100 : B
/ Critical diffusible hydrogen and
75 Test results : ¥ preheat/interpass temp. plot :

Nocrack [ ——=> Calculated by Nevasmaa’s method

50 \\x/

25 Cl) \
) Test results : Crack
0 - : }

0.1 1
Diffusible hydrogen content [mL/100g]

Preheat / interpass temp. [°C]

Fig. 7.18 Comparison of present test results and cold crack control indexes

BINC 2815 72 W05 DA ENIIFHEEIC B W T, IREMOK R R I IC BT 5 L Fia
Wid, Vv F7A4YEHCEARRICE T, IEEMRRER 7 v+ 21 X o TR
TN B LB K FE R O HOHEIX 0.9 mL/100g & /hX w3, F4 T 2 EIEEI I 2
I REWHERE o B b BT 2,

7.3.4 /N

w1 RS D % JE R < 5 . IREUE KRR 7 a1 2 20 X B IR EIUN IR R %
AR NGB 2B L CMGEE L 72, AMICid 780 MPa # @ TMCP $l %, et
FHCIFEBRE 7 220V ) v K7 4 Y &#EH L 7,

TE, SARIRE AR 50°CE L7z IBGABRIC 51 T, fERAEEHE © IR sB Y Bl n 03 7
AU IEEMK R 7 1 2 2 I AR A . KIREI N o IIFIZh R AT © % 72,
FE. SARIREE 25°C, 0°C& L, LA KSRIKI 7' 1 & 2 % B L 72385/ IC BT
25°COEMFCiREINIFELE T, 0°COKMATIIMED Bl { DIRIBENAFA L 72,
INICXYART B2 RIC K 5 PEURE OMIEENFIX 50°CLAETH 2 2 L 3b o 7z,
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VU K74 Yt UChBo K E R 7 o 2 2 2@ L, MK EROHIE 1T -
720 AREBRICIH TR, ERIEREE & R L T 0.9 mL/100g f%5 L. 0.4 mL/100g D55
Lotz

LB BRI 7 0 & 2 25 L 72 3Bk D 50°C s X U 25°COEAEIC I\ Tt TR
HDF AR OpRENZ, 2hbid, SEM I X 2EOKE, BIEARTHB LM
bhol, RFAROFXTH Y, BEIN~DEIT/NE » LWL 72,

i & G & BMREAT DRGSR, v — TR & RIFEHE CTIRMEIEEARE (B X
DN — FEFEDIE ) DL B e BbhoT, TEL ~RMRED 0°COFKFICEHWT,
—HRH T FEEALE & B B ALE T OMREINA R SNz 2s, 2 ORI EEUE KRR 7
o 2 K BHEOK R E & AREBTOmHEE L EEMEBEOMRICL2bDLEFEZLN
%,

PO AGREINE R FEON, A — b EIINHIERE & % J& i o BE IR E & okt
BETO, I—HT2RBERTH L LR TE 2, 2k, ZoiRREERIzZ
BTCHoTmEFZ 5,

V) v P74 Yokt 3 2 EEE R o LB KR BARIEZN R IE. MOdfE e L Tid/hE v
23, IEECE KR B DARIREI N~ DTN TH 5 DT, b T 2 RZTRE LR LG
5ZLRTE, FHICHNTH o7,
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74 WS

AREE IR TR 7 1 2 21 X 5 AKREE o BRI 2R 21O e 55
BT, BVERUKER L X 2T, FCAW %EH L 72 y JREEEI G ER & &k ) =ik i
GMAW %@ H L 7= B RSS2 L. SR 2 5% 2To 7, fFohiz
ERELUTICE LD S,

OFCAW T o y JEBEHFI M GENIC 3\ T JREHKFRKIR 7' e 2 212 X ) 50°CBLE D T #4
i DRI IR 5 7z,

@R EHI I GMAW  Zidi ] L 7= B SAREEI NGB IC 3 v T b IREE K SRR
7'ue 22 XY 500CUA EDFEY, ¥ A HRE DGR RS R 5z,

@ _LFC o T EMR AR R 12, BEE O IR NV E P FE & DR AT o 7o KGR IEEk R
BOEKBELO, HONLHZULRFRTH B LR TE 7,

OB RBETINFIR COEE L O, EHRICE T 2 v — Fdth & RIFILHE © 0 mHhE
723 X OB KRR 7 0 2 2 D X 5 AR fE/KSE 7' 2 22 X o T, KiRE D FE
BLLED, A R FEAENLE & B o TR DR LE TIEE C 2 ARtk R S hie,

OIEBMAR TR 7 1 2 213, B EEE T D ILEI KRR KR T 2 720 CldZe <, E
TICH T 2 KEREINFBEZIH T 2 2 L B TE ZENBERINTTH 5 2 LRI N,
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FHEE RiE

REEEY) O BLEIC B VT, mRERIL O BRI X Y #EEM o ERL 2@k bid B % &
ATEY, ZhiC X > THEE LIcE T 2 RSN OB IEE £ 0  AEh TE P o HE X
FERO—&% 7L >TWw 3, i LOBIEICE T AKIREIN % HIH S 2 W 3AES B ok
Btk RE & TR SRABRRE, BBV o ZAEBICRON S, BT OBEHEE % LF
XHBIRIIFEBREAE L, AKX TtRLLHELOERABEE LR S,

LED X5 AaEEd» b, BESEOIEMKZRECBTFES T CIASH S Twn
%o —Ji. AWFFETIR SN E CTRHEMNICHET ST 2 7% o 72, IEEEM R K D I B K R
& Z DA A RET L. ZOREZER T 2L 0o INETICHNT e —FICX DA
R lB R OIEMOK R R AT 287 L Winz 7 v v 2 0% & ERLZ HIICKRET 21T
277, AFFEICTHE LN ERFEREZ U TICHRS,

Fl1EIHRETH ., AWFEOE R 2B, KIREIICEE I 2 FE AR B ICO W T
L. AFFED B oW T~ 7z,

F2FETIE. GMAW B X O FCAW I251F %, EESE OB KFR IS 2 i1
MR ORI L RALZ (T o 72, £ 72, IBESETOINBMEKRZ M S ¢ 2687 4 Y IicBb
ZHEEICOWTHH L B—KF CORERRE LT o7z, FONTMELZUTITRT,
OEBRED 7 7 v 7 AR T A ¥ 2GR KR EREOHE, v -GV 77y
JANDTAXIZY =LV RAT7 Ty 2 ZAAY T A Y LKL CEBESE T ofkEEK
FERIEL A D, L) BRI ARIE & BT, VA YHGE LIRS IE b o Bk
o I AR 2 BE M0 L & e 2 o Tz
QUBEBHIC IO, 77 v 7 ANV T AYOME Y 7 2 & EESIED OB KERIZ
RCHB L., EHaE 0 mE» & O, LB KRR KT T 2Em2H -7, Z Off
Rro, BESBOBERINCIGLTY 7 v 7 ApEKEFE ., IRBMKEE S HIE <
TwdetEZLND,

QR Eh OB KR LM E ¢ 2B 7 4 Y ICEb 3 BERE L, % OREE
HEETo72, ROBHELBEFIZ7 7 v 7 ZOWMAREGKD, Thbb 77 v 7 AFGE
THo7zo ROTEGEZROWINKSY, TabH 7 4 YREEDERE 74 YREBEHTH
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o7z, RIEEEA DR E I IETHIPH Cldm b /N 2o 72,

@Dy —LLABLPY—2HY LI EEORELZ 7 [ YOIEERICL Y, 74 ¥
A 2 KB DARNIC R 2 kI O 21572, T7ab b, 74 YIRAKERIE
G NBF v 7-T—=27ETT A Yo, diEn, YA FHRIC Ko THEI L
T—20 77 X=MBMICEDL L, 77X DOEIRICK o THEREL . Wl R ICBF T 5,
V=LEYV T Ty I AADTAXYOEEICIZY — Lk L CTHERICRE T 5 KFEIRED
BHEEINE0, =LV RAT A YOEGEICIET A4 Yol £ RS e, 7— 27
BIcHEBEEA SN,

B3 BT, BT A YMRE T 5 KRR WA OGN A MGEES 5 © & & HIVIC,
KR OBE 2 ET L. AR o IR K R BRI AR © & 2188 7' n v X DT %
1To7. WETHIR L FFOMELZ U TITRT,

OBESIEYL L B DWMEZ N EER L 725 € T VIS X 0 IEHER DT 4 Y ik 0§t

HE{Tolze ZOME, av &7 +F v 7-BMEEERE 25 mm © FCAW i[5\ T,
F v 7 5 11 mm DAL T & 500°CIc, 7 — 7 [EHT T 1000°CIC £ T E55
5T BT 0T,

@77 v 7 AANY T A Y &2 NRIC AR 20T 21T KBRS 2 fERR L 72, v
—LHY 7992 AAY T A ¥ RDOKDIZ100°CE e —2 & LTl L. 500°CLLTF @
W TS E T 3 5,

@7 A ¥ LHEH S N AKFRRETE, 7— 7 B ~B173 5 2 L 2T 2 2 0ic,
7 A X BEFHICEE S NG ) AT A ViED A ARSI HEH L a2 e %
19 Bk b —F 2 O 7 IEE KRR 7 w2 A 2 BFE L 72,

@LERDEE L O OERL S, WE AvDoRX (v i 7 F v 7 im-lE] 7 v
SeliEEE) % 12 mm DG L L7z,

OREL B AT LI 2 2 22 THEI 2B 230 TH Y, RIFEBRTO
N TR — R FHEIC T B K, SRR AR T A OB E AT %, iE &
ta— LI KB RD RET 27200 A, RFFIOMLICH 2 5 23&Gte
L7z,
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B4 ETld, BEFE L 2 IRECK BRI 7 0 2 R RREE R . IEECE KSR R BN R &
BRAEETAYICEDLZERFITNL TTo 72, B NIZEREUTITRT,

OEHE AR B 7" 7 2 2 TR AEE A Bk O IRk R FICIER Az ch v . w8
ERUMETE 22 L Bbd oz,

@R 7 v % 21x7 7 v 7 AYIARAE K R O BB K RFICH LT, 7 4 Vi X
S THAEIERER L, 2FV, V—LL AT I3 7 AAD T AXICH L TIFET
B, Y—bBYV T T 7 AAD T AXICH LTIRKRERBEETL 72,

OR7e R Iy —LFYV 77 v 7 ARV TAYOFEREZEZL LN TS, BEROK
WKy sk DY BR ok BRI IR IcaRcH b . WEERBUMLTE 2 2L Bbd o7,

OB K EEI 7 0 e ZAEMICER L2 2ick v, av a2 v Fv 77— 7 %%
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> THE X 4, i X OERI I RE 3 2 XI5 H 5. L\ ORGP HRE X L7z,

OFfic, =2V 779 7AADTAXYLY Yy F7AYO#RH#EFAILKE X ORHE
TE, HEEREGECA T v ABEMEELLNS,
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lal—vavifiok, TTABEROBG B L ET A%V CEM L 2 8HER L
KB HIE B O BT X W B Sk B A2 LT ICRT,

D7 4 ¥ HKRIFEHEEE T VBN T KD AREEEZT L=y 2ot 2 7, C
DR, W5l 7 ANEI 22 LI KR e v a2 —v a VERICET
BIAE 0 HO EAn®: X, o EHHBIBRE 22 X5 IciliRT 2L TET
RIS BT R E R R 72,

QEMIAEET A EH RO ER, v A PR OHER SNy — A FF R, ]
Bl 7 ZANGERD B P ICMET 2 7 4 Yiffics T, BMlicing Frago
e Kl ANVITTRAT B L E ORNICHIEST 2 2 L hBbh o7, TOWMNLDIY
EhrED a v 27 v F v Sl ooz [WEIRFESX | LEEL -,

@y —A FH AR, WEIFiE, Wil AVES 2B SR R5H 21T o 72, % DRER,
=V FARFERD LR L WEIHE OBIE R fiFH T O T IC X o TREFROWE %
e BALEL. Xy o BIET T3 2 223D o 72,
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TN TER, TET AT AT & EFRO LA K 378 E 8 o @1 — 2
DIEE 2 % &, HID/KBIREENCET 2IGHAIEL» 27225 X %,

OWBIRAEE &7 4 YD HyO RFEEED v — 7 (11 D2 TEFR I N 355K IEHK
750 B 5 U Xy e & L OMBATFD C L Db o 7o, & OHEEE v TR KSR
I 7" 2 & R OFEZ EHICEHES 2 2 28 TE 5,

6 T TIE, IEAMKEEIR 7 1 X DEHEMIHE 2175 2 L 2 HIC, 3 5 Bk
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NI BERZTo7, HONTEREZLUTICRT,
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ELET B0, T — 7B~ ORKBRBAGEOBIA Tl EIIRENTH L Z L
Dot 2FV, T—IRKEDENY ¥ VY77 7KOBIETH > THREF DY —
v FHFHEIC I aERTh L EFEZ LN D,

@y ialb—vaviERyo, RRlMIFOERF TR A MR L, R&FoEREHE
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LRIRECEREORELHETRETH L LEZ LN D,

@Al ) AVREE 2B IR FHRHICLY, V AVRIDBEL RBIZE, V=L FHRD
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