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1.1 BEEIICEIT3EEAR

7 — 7 P 3GER, B, AR, BENEEESE, EERW, 4 T5A4 v, ko, RORSE
B 2 HEYEE IR AAIN TV 2EEAETH L. 77— 7 IBHEOEGFEEIZ, 5
BEREI OMHEIN BRI ANF 27 —J I DRI AINF—ALEH]RL, HREEE
BRAlX B THEST % (Fig. 1.1).

7 — BRI 2 ABZE, BRI TH AMEYOMERHE e o IR E EAT
LERD—DTH 5. BHERICEERIRIC K VST 2T 2 Z e TRIBZ BT 5723, %
BERD AR 6T 2 DiEFES RFNCE S, ZRRTEBZ 2REZ(LE S L T ER T
FEXE S, BEEINT, IBERIOIRED 800 °C 205 500 °C F THAIINAKRIC X - T
BN B3, ZOIREESRASHERE SN BRI ARIC X > TRR S, Fig. 1.2 3%
7 — VRETHELEROREREZRLTED D, ABICE->TREFEIRLD, BE
HOREXPWEOED S, BWEIIAROSEMEORE2ZEE X8, WS RME
DIETRZE 725320, BEEROHPHIIRHMAD ABRICKT L, BEHE TR ADA
BE Mt T 2 0 3N#TH 2. o TR TRICAREZEM T 2720, {50
WKL RORERWTARRIZER XS,

E-1
v

H =

X 60 (1.1)

B
ﬁ
i

74

[

Fig. 1.1 Schematic diagram of gas metal arc welding
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Fig. 1.2 Temperature rise in mild steel welded using shielded metal arc welding !

ZZTH (J/em) 3BEHEAR, v (cm/min) XEHEHRE, F (V), I (A), dzhzhy—2&
[E, WBEEBIRTH D, INEEHROMINCHEGRT 2R&TH 5. BEAEFIC X, HI3E
BEAROM, FIZ AR bERINLTVS.

F7:, HETORFTRIINBIIE A LRI 25| SR 3. B OiERE:, RENCH S (K
FRZA M DA & i ENC & 2 AR QRIS & - T, BIMPERCIERE RIS 28 2 % 6
NHFET D, THSDRINT Ko TRMEIEE T 5. BIGELAZIZIZOWTIZAR L DB
RHEATHRIC K D RENT VB3, WEHDOEEEDLEUTFE T AR XL T — 275 (Gas
Metal Arc Welding: GMAW) TiFHE L7258 0 AR MIUEORFR T Fig. 1.3 1IR3, 1
EY)OBEERREOR TREICBWT, BELVITTEECEEA, HALTHREICRZ7Y
OREZFIZR T, BHELHEF|EEZTORMADARLEEZ 555, K (1.1) 1R
L7z BRAISIAEBROBA T I F =% Do TRMAD AZE LTW5S. I8 Tk
ZE D T HAPEZERIK JIS 7 3422-1:202219 1213, 5B % £ $ 2 B 120 LT AZ
O FRERES 270, Bl TEABRRZRIET 27008 LTARZHRAL TV .
METER L, B LUWAREFHZED 2 Z CIZMEREOB S ONERZ L TEHBH, A
BEHFH N Z L IIIEHER T OISR b2 BB D 5. HlZIE, B OREIRECHL
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Fig. 1.3 Transverse contraction of mild steel welded using gas metal arc welding !

IR, fEBkF & OFIBELE, NCX2MTORSOERYDERIC K > Tid7 — 7 BERE
ERIRHLETT 255055, ARADIZ LD X I & » THEHFZEA 2R TES
LN, HEVOHEEPLFELEINEL RS Z T, FEEDOKRT &R OMmELZ FAE X
5. EEEROH 17200 Tldiz  BMAD ABA S IR U 7z b Cl e AZAHIPE 2 457 34U,
WRNC L% HED 20800 kD, BHEIROMLAMEOM RICHBRTE 2.

75T, BERIIAEEMBDOR L WIS BRI OEMINDE Z DB, Sproesser B I,
7 — 7 IR HIERIEIR(L, RN, EXRBMR Y OBRBRICEX 2 AMEERMCTHMEL £ 5
rLTWB I, 2015 FEDEEY I v MZBWTETOMBEENEE L R
720D 2030 7Y =¥ & OHFT, FHEATRET &L D W0 FEE 2 HIE Tt FIGEO s
BT R, 2030 FEREBAERE LTI7TOIT—LYE 169 DX —7 v FHAED SN, 7=
VXTI S BEOFICKURES) L Ffi T RE R IHB L EENE N TB D, TXEICBY
LHEENFROM EDEL b o T, BESZERD 7= DIIIMESE D 472 6 F & E D REESR
EHLBREAATLMOMANERINT VB Y, HoREXEOERZ R TIAED 20 HELEK
DFITIZAR . BB 2EEMRA LOFE L LT, BohizT pL¥ —CHE7Z <
RN B E AR, BET 2800 RD Hh, 2O UTARIZIHE (melting efficiency)
Y EGHREIERTHDTH B 1310,



1.2 FP—27BBICE T 3R

BHCBI B 7 — 27 D SR ADBE X B = X L ZIFELETY, RRbORHE, AMsE
ORBIERICHEEL 52 2HFTHY, BMADABRKUCBWRIIEELRIETETH 5. HIZ
X, BEEEDY I 2L — a3 Y TIINR L 3 2BEENTO ABENAELIL 03 A, &
HISHOFBEICRETH 2118, %72, IBETu L ROBRKEMRAT 2720, 7—2 77X
7 RRANLO WA EERIATDOA TV S D, FIEFHEOZ YL MR T 2 12 DITAIAA
RD I SN TV B 192, e &, FEINCRD - ABE L ARG ED 18 5/ AR
BEHE TS EOZY M OEMID—2 722202, X512, /ARSEOMHBIZEICE
THIMEICBWTD, BHEAIHMIERICKEREELRIFT D, EHERBNED 20X
ABEDRENC A 250, EFBIERTEIC X DA OIR, HAARES, BHEEH % Tl
TOEMIHMEZ THEL TED, 7=V BEHEO ABKR BRI RIIBEA AL HEST 2 L To
—DODNRT A =R LTEIGHE TS BEMEEHL T3 %),

HFAEEMNTH 2 GMAW TIEM, 7—727, MO TEMREEAERIFET 5. B
TRAY 72 BAARERE & U CIATRE T, BVBCH, ETIR, 44 ViR, ISRt ONR, BYREH 2
FoNb, BHEVA VRN ERICE DALY 2 — VB, T4 Y Z2ER L CERMZIER
5. ERDBETHEITZORE T I X< K D EMAtIXE G, SiRo7—2 L
BT 2 MR UY 4 YICIZBVRESLBHESTIC X D BDEE NS, B THZ VALY LR
MADBERE RS BA L UTIAR, 77 X~0ETFoh, B 7 X< I 3EFR, 44
VIRIC K B BEIE N LT A YRR ANDEBEENE Z S b, B, 7—72, Mot %
NF =R INERX D= AL ZWWUNHEZ 5728, Yamamoto BIEH AR Y T RAT V7 —
7 5% (Gas Tungsten Arc Welding: GTAW) 2B 2 &M, 7—7, BEEMOMEEIERH %
ZRLIMEEMEY I 2 v -2 a vy ETAERIRL, 7—VEBEVIERE —RT 2%
R LU723182) ) X 512 Tsujimura HIEMEAEMES T 2L —2a Y EF L% GMAWAEGAL,
B, 7—2, BMOBTRZ SN S EWEE ERINCKRL L%, Tsyjimura 512 & - T
FAHREIN GMAW IZBIT 2 T AL F =T V2D K % Fig. 1.4 12773 . Tsujimura 5
OEMEFTETIX, =V R RETVI Y, BEER280 A, MER 7L RAME L
a, BEEREIPOGRAEINLZZAINF—DN, BIRDBEBMALEEINATHS. D%bh, &
Wi, 7—2 RkOARMO R CEMAMHBIEH 2 E7-#R, BT CHEIN I BEARL
MBI N 2BUIRES B 5.
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Voltage for arc column=21.2V
Voltage for cathode fall = 12.2 V

Fig. 1.4 Energy balance in gas metal arc welding®®)

1.3 ABRRUBNROESR

BAAR AT EOREZ RS 201, ABKRUOBIRZERT 5. ABRKCRRIRII,
WIZERH 2 WEEICHDOGHE TERI R 5. B2, BHEMAEFLTIIAMAGZ 5N
ZEBEFHAREERL TS, UTRRHER 2T 2D

Q1= En (1.2)

By . BRI D 0% ARE (J/m) = I[U/v
I 7BEEIR (A)

U . &R (V)

v o BHGRE (m/s)

n o BghE (JIS Z 3001)

ZDEFRICH IR, WARRIAEZERED, S M XN B IAEER, IBHEBTEOFIIEH» S
BOhREEMTZ22212k2. L2LAEDS, SHOBREERIZA vy X OIKE, AH#EGE
omk, MBLREZHNE L TAEBRS 7 — 7 BEEZ YA 7 oo cHlfliL Tk
3 IEEERD O OBRAT T —E B R M OEETHET 2 D343 L dIEREY 1%
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S A7\, Pépe S DS EEBLTUTRD X5 ICBEIREERL =5,
n = Qweld
Qtotal

TRDHN, UFORTHEEINS.

(1.3)

ZIZT, Qued (N IFHMICEREINTZRAR, Quora (J) XIBEEREDN 7 — 7 BBICH Lz
INF—BTH 5. BT Qotal FBHEEFEVH ST 27—V ERELBHEERZIET L2 L

tweld
QMM:/ V() - 1) dt
0
ERETBRHT 5.
1.4

ABRRUHENROREFE

(1.4)
ZIT, V() (V) IZBEBFEOHMNEE, 1(t) (A) &7 — 28R, twaa (5) (IR ERETH

%. AL TIIRATINF — R OB AND AR UTIEME S Z2H] 5 728 Pépe & & [FAIERD

BN OBE I X 2 BEEH 2 U CKINIAIREAERET 039, /KERE v U RKAEE
FHOAD ST a2 R BE . U BAEE?), WAEREERY pTon), SHlE NI
B U CHERS EE 2 WS B IFZE0MTh i Tw b, Bl 2 I3KIG AR E RO A E B E R
DWW, HIESAED ABARBGH R OBENEE 1 K F T B EBRINHGEE X h T 3 44699),
¥7z, Pépe 513k GMAW DIBHESLMEDBRNRICE 2 5 %

EBRNROBPEICY 72D 15 ZOWEEIC X 2 IE O RIE R % 7 L 72 40)

Silkstrom &

ZHIE LTV 330
T—=Ih5
BMADBEIEIZOWT D 7 — 27 M OARIMORIEY I 21— a »aifTH A 26:284749) 1 24

AP LI N TS, BEBFAET 2EFERICH LT, Stenbacka 513 1955 742 5

2011 FEDORNCIE SN 7 — 7 IBHED AR CBENROHIE TIEICOWTHRIE L Tw»w3 50,
ZDHT, ABAK OBGHHROBIE 1% ERHIE © REEIE 2558

{ILTWa. HBE LI,
BIEHD D 2 WA R OB OIREDHLTEAAIIRZ EZ2H/E L, HiwmeT v e v

2%
HRRBEZREZIC K A2 HUMEMRANT 2 E L T ~NDOABB 2B T 2 515 TH 25052, [
HIEDF Y LT, Rosenthal ®fSEEE 715 &EH XN 2 M OIREST ) o ABE%

HEE U 7= TEDZRT &5 5455 RO BEN % BT DIAA THEE R TOREZFIL,
Z DE % Rosenthal DEH U 7= RAMIRE DA ICRA L THBEDRRMICE X 2 BB % W HE
FTBHFIETHS. Dutta HIFBEETCAERMOBIRE Y 7L &2 4 ATHEL, BERIMOEZIR

EIFEMICEE U CAMRE AR e HIRERIE TR R L, A ABEF L 7%,
HREHIE 2 B W THERE 7 VRIE 2 AR CEGIEROFHRICEM L2 USR5 720w, #



LI OWTHEEDNBETH 5. Giedt HIFHERE T V2 # A L7 BEHNE £ BvEitic &
2 EHHE ORGSR 2 R U 7223, MEERIEIC & 2 BGIRIZBERTIC X 2 BRI O 30%A L/
SV e AR, BEEEREE, RBAANOABSHEFTETE M 80D 5/, FEBE
DBUEAT TR AR R EDIREZITOBEDDH D, Zh o DIREN AR ETAEDREEIC
RELTEB2H525. RARET VXD SBIKICAI L AN OCBMREZRD 270, BAR
ETNLDRBEBEINT WS, Eager & Tsai l3 AV A0 EIRE LB 2R L, FEERIIC
Bl X 2 AR 2 iR 2 M N OIRE D 2 51 L2575, SEFEICBWT HER
EFVDOERDIRALNTVD DD, KRL L TZOREIZE R, BIFRET VD%
YHEDREDNETH 5.

I UTESHANE & X, BEBRORBA ZRRITIRAL, WEOREZH) S AR K I
MRZREST 2 NHETHS. BEHRUECTHEINZAETEE LT, KaHRIZ X 2B
ERRKARAENEDS L HISNATWS. BEFHC K 2 EHEHEIRFRE OBERE 7 VR IRE
ZHEOTICABNOCBNRZHETE, BHEITEICHRTHROBRIEZ TH 5. ich,
AB\E DRI EICHM R BUERT A 21T O BED RN B RITTH 208, il IR ATz
ABDBEZIEST 270, ABGHIIHETERVWERDHS. KX T, A%
BMERET N ER—REFTH2MEAEL D &, HERET VAT 2 HAMEEZZ < EL LW
ERZAIE 2 HUDICE S 5.

BONEAIE I SN 2 BAEGHIM OB ERE ORI X > THATH 5. BRI
ET & VSN2 BEFHIKGIAREAERTTH 2 %7, SO RIS HIKAER T 57K
SRR B4, KImHR B2 — 27 2 5L, mHVKOIRE B2 6 ABRBE 2R $ 2 51k
TH5. ZOHKIIEFKREZHRE LLMETETHD, BMMZHH LW GTAW 22
DUEEFENRBHZICHEHATE 2 HETH 5. WEEAZRE S 5 RN G O ERRE % 1K
HATEIEEICRIMZ e TE, AHINIBWRILELLEZIS. LrLAEDVL,
IKIGHAN T OREZTERE - —F OB Z 25 HIR XA, @HIKGHR O RE FICEESNS.
RAKABENE R, BHREOBMZMBM CEONIKIIRAL, KORE LH2» 6 ABE
ZMET2HETDHS. ZOFEFKGHNIR EICREN L 72 GTAW O & 5 72 888 #1722 1A+
TR, B E AW GTAW 2 GMAW ICHEHTE 5. Giedt S P —F D
B X IZHIR D720 “Seebeck Envelope” BUEFHZ & D BUIRZHIE L1, /5, Smartt 5
FTRAER DB EFH L BEHEHEEBALRLO, ZoFETE, BEIhR
MEZBAFERITIRAL, MAZRORFKRLZHET 2 8T, WEERNIAFRET 2BEM
PoBoLAEZIHET 5. Smartt H5IC K SHELLKR, WAEERAREZDERRHAEICHEH



HALL CURRENT & VW TORCH

SENSOR

TO STORAGE
OSCILLOSCOPE

TO STORAGE
OSCILLOSCOPE
POWER,
VOLTAGE
VOLTAGE 7
SOURCE SENSING QR
TO STORAGE |, HoE 0
OSCILLOSCOPE IN co_?!EshﬁNT
Hy0 BATH
ouT

GROUND RETURN >
CLAMP
304 85
WELD PLATE

SEEBECK ENVELOPE CNC CONTROLLED
CALORIMETER XY TABLE

Fig. 1.5 Schematic diagram of Seebeck Envelope calorimeter !4

XHURED Tz, ZDHIE ST TETIKRKXAERE P Seebeck Envelope 2zt 2 [ U { GTAW,
GMAW D ARBZHET 2 e HTES.

DUFofiTiX, EHEIEICDE SN2 B3R ETE /R CHER RO efHE L, &l
EEORHEFEC BT 2. FRMRERICES ?ﬂ%iﬁﬂﬁ&:omf, HIE D RARRAE 2K
RN F e Dim e d iz, MEMER LoFELHERT

1.4.1 Seebeck Envelope BiZ=5t

BiMlE7 2y Y2y —AD LS5 CEDODWLHIRTH D, RANHITHHKIIEER T 21
mf%6(mgyw.QMMﬁgﬁmﬁxﬁw%hk%%fﬁé.@%ﬁﬁTﬁétﬁﬁm
b —FIFEEGF D 55 E R o, BMICEAINLBALR T2V X 5 ICRMIZEERT I
FACIAD b5, BMPTAERIORIRICETS % £ CHEBRKTHAI LT, ZoMmEvkoli
E2ET 5. ERKOREZE AEGTOREREOREED, B MHIREICE - TH
DT BHE, BMp LR ENIRERE L. BB, HENTT T2 ETARKUEEEET 2.

1.4.2 KATRERES
Hiraoka 51%, DCEN (Direct Current Electrode Negative) £ GTAW 12D\,
— 7 SRR O BAD ABEZHET 5720, KIGHAHRE 72 ABIE % Fh L 7257,
FHEEOMEL Fig. 1.6 .7, GIKGHRZ HWTED, mAZKOAERGH & HE L Hl
WHRE I Z2RELTWS. 7—27 %2000, HliREY Y ORERENLE LR, mH
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Fig. 1.6 Schematic diagram of heat input measurement with water-cooled copper 37)



AR DOKIBZZHET D L, tyeg DENTEHEHIKDEAN D> & WX U 7= ZAE NG HIK DR E ¥ 7K
DA HEHEINS.
tweld
Qweld = / Cwater@water AT'dt (1 '5)
0

ZZT, cuater (J/(kgK)) BKDILE, quater (kg/s) (ZITAVKOTIR, AT (K) iZmAVKDME
HHG e BB OKRZETH 5. BB, Qwaa ZHET 2RI, AT OEMILELED
e 3 5.

ZOREREZ, BESBIRMICHEIT LW GTAW R 75 X~ 7 — 7 /A#7% YISE A A
RETH 5. THOBBERNIMEPL R TV L AME L HEBLTREWED, 7—27560D
BOGHKIZED D3, AMAAR L 2. B, EMTABICHE S SEERKDIRAD
<, VARIMDSTEIE S 2556 & Hik U CHLMR BARHE RIS 351 2 AR U BRIRTHIE S h
5. —7F, BN ZERH L7z GTAW S{HFEEMO GMAW O BS=RME /K inHitk 2 &= &
RHEAT 2, IBESBRPEMO— SRS 2 2 DIERNRAEN TERV. £
DEENIRICHIAT 2 KRR FE LR T 2 0END 5.

1.4.3 RIKRBEZET

Haelsig &%, KEREEE UBEF 2 HWT GTAW & GMAW 12 & 2 A0 AR E
ZHIE L2000, Z ol EFikERKREEGT WP, HEEEOMES Fig. 1.7 1IIR7.
BEEHINEKH 2 > 7 ROKR Y TR &R 572 5. MIBAESRIIZBHKA AN TD D,
WHKARICBERNPEB B I N TWS. 2L, BMBEERICEEKOREZELZHIE
TE50DTH5.

Haelsig & OEERIEE ORI, slBRA DI U TKERSAEZ DT TRE IR TW
PRTH5. BHEOETICEDE THHAKDOKN % ER XY, BHEP T HBR 2RAKSE
ZZENTES. ZORRICKD, BERCERTABE SN ZREZEAEL L, BIEL
ZRHIEL TV, ABEIEK (1.6) ICKDEIET 3.

Qweld = CwaterAT (16)

ZZT, Cyater (J/K) ZIBHKOBER, AT (K) IZIAERIRICBI 215HKOBEETH 5.
—77, Bosworth IXi27KIRNBEGH 2 HWT, GMAW OIRERE, MR, IAEER (v
A Y IEARHEE) , > — L KA ZFHRDE N X 2 BGROE L E2REL TW5 2, 2ok, A
P T EED o BRIRAEOMICAE T 2 BMBR 2RO FETHREAL, BWIRZHAEL TW5.
BRI KD MR A S NBUIBENC K DB L, X281 2 BIMIERFET 2 A&

10



welding process

storage tank with \ . .
water \ circulating pump metal plate
S — | / ff
1 i
i / g
[ - | h //
! &
f /’/ =
! ;"'/
4 —

——— i
!

_l‘ i -~ Ia")l ‘I'H‘
scale  adjustable |thermocouples  metal plate socket with  isolated
pump opposite polarity vessel

Fig. 1.7 Schematic diagram of heat input measurement with water calorimeter ?)
AMLET RS PR TEEINS.

Hy(t) = Hye Bt (1.7)

22T HY, () 3EHEERICB 2R A S NIBR, B (1/s) I3RS X 2 BIER DR
MR 7 — VO ERTERTHS. Bosworth 1%, AHEEKD S 10 %, 20 W, 30 Bk,
60 IRICABEEZHE L, EH B ERDI-. 2 LT, BHEERD ORARNCHMERAT 2
FTORME AZEZX (1.7) NMEEZRAT 2 22T, BEROHELRN L AR EHH
THIeEAREL L.

1.4.4 $HTOvIHES

Pépe B8 70 v 7 ANOBYREZFFH L 7= ABHIZE % DCEP (Direct Current Electrode
Positive) #iPED GMAW IZ#M L7239, Fig. 1.8 12 Pépe B A5 AR IS U 72 KB E
ZRT. Fig. 1.81ZBWVT (a) &R OBSEMIEIZIK, (b) IZABHESETT, (o) 13I8HHICE
IR EBOHEREEZRT. (b)IKBWT, fivay ZICAMERUTEEL, BMADAR
REACE DT O Y 212 5. ABBIET 2700870y 7121, WEREICHER T 2
AEMNZID AT 27D T WS, HEFOBELZI 720, 7y ZI3MEM (3§
fazFm—L) THS XS ICRBEINTWS. £/, BHEHC X 2B DHELEH <=0, W

11
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(c) Clamp

Fig. 1.8 Schematic diagram of heat input measurement with water-cooled calorimeter 5%
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Fig. 1.9 Schematic diagram of heat input measurement with liquid nitrogen calorimeter %)

P ORI TV I RANZHED T, BERAEZRFEXE2 2Ty 7 I Z R I HT
HALIRoTWS. IEEPHBIRKRZMN <720, B S —F OBENCE b T L% W
PM OB THRAICES. ABREIEFK (1.8) ICL DFET 2.

Qweld = C'copper AT (1 8)
ZZT, Ceopper (J/K) IFFAOBER, AT (K) JIBEFIRICBI 2870y 7 DIREZETH 5.

1.4.5 REABRNEE

70y 712 & 2 BERIELINC, Pépe HIXRAESRIC & 2 BVERIEZ i L T30,
FEEEEBOME L Fig. 1.91RT. EEREEEIL, ARV ORI TH 2 RIKER, RIKE
ROZEFERENET 2 HE, IMEZEEL, BERICEME T 27—~ AT 28K H
B oy ITRRENG. BB, BEEORMPSBEEY 7 2 TR 2D EMZ 5
e, 75 T ORMEMEATRERR D /NS {2 KoFEFH STV 3.
ANBBDOUIERIC, BHERICEMERRERD T 27 —ITHAT 25, HABENORIKESR
DEREZMNET 2. BMEBRKRERDT 27—~ AT 2L, Bh SRIKERANBD L
SN, MIREZEPELET 2. BRI N TRKRERDWS (-195.79 °C T72bb
77.36 K) R UCHEEICHR 3 L RIAEROBEDSINE 2 DT, TORORKERDOE &% AIE
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T 5. MEEROEREBRE L, (K/kg), ZRLIREEZZOERE Amwr (kg) T2 &,
B 2 TARTE R DI 22 S AR OIS £ TIHHIT 2 DICBMABEDLI R Qwr (J) &,

Qwr = AmwrLy (1.9)

TRINS. —77, WE LW P EIRD S EHREROIREICES 2 $TIIEHMIC
BRASNARBTH 2720, Qwr 225X HIRKERDIR L THAIT 2 DI DED
N7BE Qrr (J) 2R LGIKBEDRD S. 2T, Qwr ZHIE L BROEMZ=EANEL,
HERKOMEZFEMT 2 Z £ T Qrr iEKRDHNS.

Qrr = AmgrLy (1.10)

ZZT, Ampr IRMEERD SWAEEZOWRE TR L BICEAR LR EROE &
TH5. R (1.9 25K (1.10) ZELFIK 28T, 7—2BRICE D IMITRAINBED
RHEING.

Qweld = (Amwt — Amgr) - Ly (1.11)

1.4.6 BRAEHEOREEICET SR

CRETERIROUPEFIEICOWTER LD, WITNDHTED B0 5 DBER B FA L
TV Z I . BIlZIE, BEEPRCERORMIIERSCEEHEE L R TE
RBTH 370, BWEEMOEEBER IR OBREIC X o TEHEEIETLTVS. L
7230 T, FEEDRWEIETIEIZEM & D EWBSHEAREIN S & Z 505, Liskevych
51d GMAW OFRIRZHE L, BIERICHE LG X5 2I6HEE, REERZAIMEHRAT
ZBROEFNEE, BMOTEOMERRN, RBRINCBIEREMIEL X5 2 L.

%7z, Pépe HI3A7 0 v 7 ARG L IAERAR 2 KL, WIEREEHR L), Pépe
DR 2AHEBR R OB a2 R ICBY 28%0% %, 7wy 7@ L WK ERAE
FPCHIE L TBEZRLEE LT3, Fig. 1.10 1 Pépe 512 X 2 B ROMERETH D,
HORFELOEEK%E Table 1.1 1T

VB E— TR R O HIER R % T & 2 D1k “CMT BOP IB” & “CMT BOP LN”
ThY, WEBRIZZNZNI%L 88%ThH-7z. ZOMRID, BIEKOBIATIIAT 1 v
20 X BHE L I L TIRAERC X 2AE&NEIEENRVEHlIEh S, —7, WED
EDORXHOXICELT, Ty 21K 2 BWRAEOFEIL L15%U T, WKERICKS
BEhRRAE OPERZEL £8%TH D, WMAERIC K 2 ABHIEZHIEZ £ DX 6D ZH53E
TH5.
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Fig. 1.10 Comparison of process efficiencies measured in different measurement methods

Process Efficiency (%)

100 -
90 A
80
70 <
60 -
50 +
40 4
30 4
20 4
10 +
0 49

P-GMAWBOP 1B

P-GMAW G 1B
CMTBOPIB
CMTSG 1B

CMT SG-milled IB
CMTBOPLN
RapidArc BOP LN
FastROOTBOP LN
STTBOP LN

Table 1.1 Definition of labels in Fig. 1.10

P-GMAW | fEHER A E T L 2 GMAW  (ZEHIRAR)
CMT 71 —=7 2% Cold Metal Transfer /A%
AR RapidArc | V > — 48 GMAW 758828 “RapidArc” 12 & 2158
FastROOT | Kemppi 18 GMAW 758 “FastROOT” 12 & % {A5H
STT U > — 3 Surface Tension Transfer A+
i BOP AR T oA
BERATEAR o .
SG FepR e 2 B L 72 PR E T oA (Fig. 1.8(a) 23R)
o 1B 7 ay 712 & 5 ABHIE
HIE 15 .
LN WRIREEZRIT X 2 ABHIE
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Liskevych HIFHEZ L DIEH O X DEREZRET 5720, HESRMZZEHE L THRRIIC
oo X DERZMALL 72*Y. Liskevych 5%, 1£52 2 DERIC

1. MAERABMZHRAT 2 RDIEREE DORE
2. IWRROWE
3. R (BM) oRZIHNKITTHE

ZETTNS.

LIZDOWT, M ZIRIRERICR AT 2RO M OERIECIRA L TORRIC LD, BUR
KOKEXINED S Z LK T 5. Liskevych 53R 2 RIAERITRA T 2 /EE%2 HEHL
T35 THIEMDIESDEAVNI KRB LML TS, 21200V T, B — FRIEL
RAVURTAE R SRR ERARME AT 2 FTORMPELSRD, ¥— FRIZHFHIL T
BB 5. 312DWT, Liskevych 51XiAH# 7 vt 2% 3§ 2 BUICIZHERICK E W
M EEE L EOBREZET 2 2 e B LTV 5E, EBIGERY A XA
TEGHRZHET 2 2212425, ERICKEXVWEMTREAEEIC XD 7 — 7 B8l 2585
DEMPIEHL, 7— 7FEORMITEHENG. —7, BMPERY A X0%E, 7—27ik
FHOBNIIILER LR S e, 7 — 7 EFEORMIIIRIRY 4 Xo5E LD biRED I
73%. Fourier DIKANC & % ¥ BRH ¢ (W/m?) W XRES T(K) O AJEL HLE3 % 00,

q=—kVT (1.12)

ZZTr (W/(mK)) BZBRERTDH 5. AIMOEED L2 D T WERY 4 XORMIZET
LEMRIT NS CHEE NS Z e THEEINS.

Liskevych 513, 2 ICERK T 228BROFZELERKT 5720, GMAW B 2B HEELZZE
LR TARBEZHEL 2 (Fig. 1.11). BERNR L2120, BMADARED/NE L
RAMEADABNS. Fig. 1.1112BWT, RENIEEEZ 0 IS LGE, BEPICET5
BRI X A BHEED 01k b e EZ 5 5. £ 2T Liskevych HI3BEZEEEZZE X
TARBZHEL, BERN 0 LRI HFZIMEL - 2O ARRE, BiEPOBMEKLZ R
L7 LT3, BEEZIREINZ0 & Lz 2O AREZIMFICE D KD 2FELHV
T, Liskevych HIXDU N D& Z AN,

1. B 2RISR AT 2 R 0¥% NIk
2. It DEX
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(a) 2 560 1 A Absorbed heat per unit of weld length (b) £ A Absorbed heat per unit of weld length
g B Gross heat input for the hypothetic null length E B Gross heat input for the hypothetic null length
S 540 (extrapolated value) = (extrapolated value)
?n .\ - = - -Fitted curve ?u:n 1000 - - - - Fitted curve
£ A ]
S 5201 A = MAA --A - A - N L A
] % 2
z ‘A\ ;
S 500 A S
< =
‘= A =
5 A 2 1004
Sy
@ 4804 g
= R
= ]
= =2
= 460 4 s
2 2
£ £
5 2
£ 440 T T T T T T T 1 i 10 T T T T T T T
< 0 20 40 60 80 100 120 0 20 40 60 80 100 120
Weld length (mm) Weld length (mm)

Fig. 1.11 Representation of the extrapolation of the absorbed heat per unit of length from
welds at different lengths, reaching the gross heat input (when weld length is tending to
zero): (a) the fitted curve showing a natural exponential “e” behavior; (b), the same curve

after a log-linearization 3.

3. M OIE
4. B O 1A RAA R E T D FRE

Liskevych & D& TlE FREO 2Tk FEERINCHEE L TV 223, RETTIIRHM 2 IRIFEFRITRA
T RO FE X OFEEFLICED EiF5. Fig. 1.912BWTH NE X % 550 mm, 445 mm,
420 mm, 395 mm OVUGEDE L, IBEEZEZ THE LI AREY Fig. 1.12 17, &
BEREFRBEIMCO & LZABRE, B RSS2 IonKRE RAEAPR OGNS,
ZOEAMZE RS OB LTI ay bLAEDDAFig. 1.13Th D, & FEX 2IRAEIC
Omm & L7z TOEDREZ. ZOK, HEEBEIBUC X 2R EIFZITS &, LI 7
ABBPEHENS., ZOMEEREET 220, A7 ey F 2L 72 ETiERRT
, THL LWEPAEHINS. ZOEERHAT 5 Z 2T, Liskevych 5137 Fa X D%
BRI L 7=

1.5 BhIRICEAT ZBEDHITEN

BEROHIE I Fich 22 BVWEEDZRH D, BEHO GTAW & GMAW Oftl, 7
IR~ 7=, WET -2, T~ — Y7 — 2 ST T DT 5 50,
A - AP TIE 7 — 7B B 1 2 BGR O RFKMED Fig. 1.14 D L5 IZEEEH I N T
W3, BMADABEZH ST, BEHT Y2 HWTERNZEIE I BE TR TWY
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550 A Absorbed heat per unit of weld length

’E‘ B Gross heat input for the hypothetic null length

£ 540 "~ _ (extrapolated value)

S N A\ - - -Fitted curve

= 5308 4 A

B m A T

2 504 N A A

= ATl ey

@ NN S S~

Z 5104 TSN A Tl

S AN AR TTS <A 395mm

£ 500+ a . LN

E \‘\\\\A T A 420 mm

g 490 a. e

§ 40 AT

z ] A T A 445mm

o Tteell

2 470+ “A 550 mm

2

g 460 T T T T T 1
0 10 20 30 40 50 60

Weld length (mm)

Fig. 1.12 Heat absorbed by the test plate from welds at different lengths for various test

plate fall distances and respective curve fittings: the fitted curves showing a natural expo-

nential “e” behavior#4).

(a) ' B Gross heat input for different fall (b) --M-- Gross heat input for different fall distances
590 ) distances i i i
\ 2 W Gross heat input for hypothetic null fall distance
550 | - - - - Fitled curve 1000 (extrapolated value)
- \ - n N -AER----E
£ 570 | £
E \ £
Z 560 \ 3
£ 550 ; £
E “ 5 1%
2 5401 - P
» -~ »
g o _— g
(3 530 5
520
510 . T T T T T T T N T 1 10 N T T T N T T T T T T 1
250 300 350 400 450 500 550 600 0 100 200 300 400 500 600
Fall distance (mm) Fall distance (mm)

Fig. 1.13 Extrapolation of the gross heat input values from different test plate fall distances
to the fall distance equal zero (gross heat input free from bead length and elapsed time-
trajectory errors): (a) the fitted curve showing a natural exponential “e” behavior; (b) the

same curve after a log-linearization %3).
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Fig. 1.14 Arc efficiencies of various welding methods?)

%. %7, FEBRIAE TREMADERD ABNIHANE T THEAER 7 0t 2 %2 E BAICH
2 FEREMD TIROENT WS, 7= ORBMAOREE T 0L 225 LS M2 720, M,
7 — 7, B RN 2 BAERNTHNC K D 2 I EFIITON TV S, FRINICHE S
T BGhR N CBIERH RIS KX D RD 5 N7 BSR 2 AHITHNA L, BSIROEL Z20RIEE
W0 L CHIEIREE S 5.

1.5.1 EEHICAE Ihi-BwhE

Hiraoka 5137 — 27 £ Z £ ® CTAW OEGhRZIGHIREEFHC X D HELTH D), 2
ORGSR % Fig. 1.1512RF. 72, Smartt HIFRKREREEGH % W THEIRARR T2 7 >~
L A8 (SUS304) ZF5H8 & LT, GTAW DIEHESM & BUIROMGRERIE L7200, 1y &
% IS % Table 1.2 10RF. BHEY T 2EHEMICN LT, BHEER, 77— 7&K, Gl
Jeuifs, PEMIOZE XL, 7— 27 SR, S — L FH R, -V R RRREEZT-
ROESHE% Fig. 1.16(a) 205 (g) IR

Smartt 5 OHPERERICOWT, JE L7 — 27 BT L BEIEOBR (Fig. 1.16(b)) &EH
¥ 3 ¥, Hiraoka & DFER L FIC T — 7 BEDOBINENESIRIHED LWz, —AT,
Ushio HI3KBHAR LICH AR Y Z 2707 =7 2R LI-RO, BMEREHICBITIS7—72
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100
Water-cooled copper anode

i 2% Thoriated tungsten cathode
95 t Tip angle of electrode : 45°
Arc current : 200 A

2 90 | s -
SR it 475% He
= I © 100% He
:g 85 | 0 50% He
% i 425% He
280 | ® 100% Ar

75 +

‘70 [ 1 1 1 1 1 1

0 1 2 3 4 5 6 7
Arc length (mm)

Fig. 1.15 Anode thermal efficiency as a function of arc length in argon-helium mixed gas

arcs 37)

Table 1.2 Standard measuring condition of Smartt et al.%)

Condition Value
Welding current 100 A
Arc voltage 10V
Arc time 30s

Accumulated power input 30,000 J

Electrode diameter 3.175 mm

Electrode truncation 0.5 mm

Electrode tip angle 30°
Electrode type EWTh-2
Shielding gas 100% Ar

Shielding gas flow rate 12 L/min
Anode material SUS304

20



—~
&
~
O
S

0 o0
je) W

Arc efficiency (%)
~J ~J
() [

60

90

o0
S

Arc efficiency (%)
~ ~
(e} [

AN
(9]

D
e

Fig. 1.16

° o ° °
[ J
¢ %’ ’ g ° ® o
[ ] P [ ] °
L
[ ]
[
0 50 100 150 200 250 300
Welding current (A)
° ®
o’ .
° ®
[ ]
¢ [ ]
[ X ]
L
8 9 10 11 12 13 14 15
Arc voltage (V)

Welding parameter and arc efficiency measured by Smartt et al.5)

21



—~
o
~

Arc efficiency (%)
(@) ~J ~J o0 o0 O
(V)] () (V)] (@) (V)] ()

[N
[

Arc efficiency (%)
N ~ ~] (o] o0 O
D [e) W [w) (V)] (e

D
e

30 60 90
Electrode angle (degree)

120

1 2
Electrode truncation (mm)

Fig. 1.16 (continued)
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D HRMADBRRHEZHE L2, 77— EPREL BB IONTHERABNIMINL Tz
28, BURHICE LT LTz, ZAUE 7 — 27 Huiline st U Clilis e B sk 238 L
Tl BEWT 5. oT, 77 RPMEINT 2 LRI DL, BEIESTZ L
DR X Tz,

Smartt 5D 7 —& (Fig. 1.16(e)) ZR2 ¥, $ZEM L LRz Sl 10 B TEW)
KA 835%TH D, rlREENEL R 2 IONBEIFIIFI L TnD. BMEZRT VL R
v U7 R R A R < o THEWIRIC A IR, AR OIN e & b B3R
B 5 2HHEIZOWT Smartt 5%, HOREILBIREDI R T L AMOHE LD B REW
7o, RIMRENCEDEE SN TRIERIEM U LM L TWw 5. Smartt HITMRIAERE
Rt OZYMEWE T 20, 7 — 7 HIRICRM 2 IRIEERZARAT 2 ETORBEEZ T
B EZHE L2 (Fig. 1.16(h)) . Fig. 1.16(h) T, 7 — 2 HilRDORENE < RIUTE
MFFERLTEBD, FRERRDS 7 — 7 HIMEORE © (s) L BSE v (%) DBIRZ A
B2 Y y=—0.0976x + 7424 TH o7z, 7— 27 Dol 10 #0225 60 #IHM L 721,
Fig. 1.16(h) 75 HiED 5N 2 BARDIHAE 4.88%TH D, Fig. 1.16(e) TRI AL TV S8
DEGNE DA 5% & M —H T 5.

Hiraoka 5=%° Smartt 512 & 5 GTAW OERIHEHIE X D LA, Christensen HIE@ZEIC
HIE XNz GTAW, GMAW, ¥ 7<= 7 —Zi15%, WE7 — 7 ROBWIREREL TS
D, GTAW & 21~48%, GMAW 1% 66~85% ¢ LTW3 (Fig. 1.17)%). Zd X512, GTAW
DEFNRIFPEE I L > TRERENHSHTNS.

1.5.2 BEFTEICK DRDSNi-BghR

GTAW IZBWT, TRV F—TXZBRINDZNRIZTZ X ~, B, B, ARG, P
BRIESZET o, BEICBEATFERICE o TIEEMRE, B, EFEEA 4 v e EMOE
RIINF =D D, EMLMHEERZETEMANEBDERAINS. 77 X<, &M,
M, BEhOBERF TG Z 2N T AN, 2 ORI NI,

%3, Hsu MU Pfender, Kovitya XU Lowke IZ& > T7 —27 75 X~ DXEHFER R 5T
HEESMRE N, BESH, BRRHZEDEINLT). 208k, &7 27 &M
(f2f) FTEHEDLBEBRRFRND Lowke HICEK > T7 =27 77 X~ DOXALHFERITHAIA F
N, BRI 7 — 7 NRIETHERER L7 — 27 77 A OBIEFIEAATRE L 725727, Wu
LIE7 =2 IR W THETF, A4, FETFOPERTEIRETH 2 L RE (LTE : Local
Thermodynamic Equilibrium) U, $6f#5, EEREDO T —27 75 X< 0 6 M ANOBGR
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Fig. 1.17 Arc efficiencies summarized by Christensen et al.%?)
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ZETE L™, Nestor & & 2 /KIaSAME F W2 BFROHIEM ™ £ —8T % 2 ehRah.
BB, Wubld7—2 77 A< OBREE, MABE, BIRREZHELTEBD, B, 4
¥ DHEERIZER L T\, —J7, Choo & Szekely IZ7ARBIHIA & DFITHEDRFEE LR
L CIAROXTR 2GR L, TARLN D & 54 3 2 SZEKMTARIM ORI RIE TR 2 H 5
L7279, Choo ¥ Szekely DFUEFIETIX, 7— 27 »5RMAERE SN 2 B RSP ERBE I
7 =2 75 A< BMTHE LSRR ZIERRE O 0HRETEICHH L TWw 3. Goodarzi & 13FEHH
DIEIAN 7 — 7 I IETHELZNELT), ZOERE 7 — 7 b SIERINTRO BB H I
KX 82 2T, MM TERMTRIC RIE T HEEER L™,

FROEMEFH R T — 2, B, BRI OBUERTEZ R 4 2B nTE D, BERIFIOE
RICEZ2HWERZEB LD TH o727, Tanaka HIIHERKOEEELZEELZWGEED
SUS304 TO 7 — 2, iHRlt, BMEOHAEMEZER Lz ET2hs Z2RRICEIELE™.
Tanaka & DFEHRIL, Zhou 512 & o THERINZHIE ATV B BEMOIEE 51 %), Tanaka &
XKoo THIEZNTWS LTE Z2RELRWHED A A ViR, EFRE, SBEEEORIEW
B8 ¥ RO—H &R L.

Tanaka & Lowke 137 — 7, &M, S OB OMHEERZED AN, 20505 E IR
WZIRN220) 2 ORER, EHIRIEICET 2 2L ¥ — O¥HH H Ol tE 2 & 5
I272 57z, Tanaka & Lowke IZ X D EBMICHBE I N T AL F -2 % Fig. 1.18 IT/RT.
ZORHICEHBE XN BEIRIZ 2% TH 1, Hiraoka & H/KIHHAM 2 FIVTHIE L 72 GTAW @
BBy RO—BERLTWE3). F/2, 7—2 75 X< AR, O FET 28K R Y
DRA LGB T INF —ORZICEZ 2B IERIND X 5I1ThD, HAKITE-T
BURC & 2 BABEDS NS 5 2 2 AR & iz 32,

7, GTAW ICBII 27— 2, 2, BEtEOMEEERZZER L iR RES ¢,
HAEEMATH 2 GMAW IZBWTH 7 —72, BV A Y, BRIMEOMEERZE R L 72
BERIE 3 1ThNP), x X —o¥rnKkftah s (Fig. 1.4) . Tsujimura 5Dk
BT, BEIRIZ60%E72->TED, Fig. 1.14 TRINZBEIER 66% X D 2R EWEE R
L7z

1.5.3 BEOHNXRAEICHITSMER

AR EGTHC K 2 BRIROAIEX Smartt 5 KU Liskevych HIZ Ko TEMME N TV 5.
Smartt HIFRAERARFNC X DRI 2 M & U TEEERZ 2L 8T GTAW OB
ZHEE L. Smartt SIZRHMOFLNC 30 7 — 27 2BE LTWS. L LAds, E
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Fig. 1.18 Energy balance in gas tungsten arc welding2%)

BROME T TIZERTO 7 — 7 P TIER L —EDBHSEE TARE L TE D, Smartt 5 D5
CITRL L. BHEREOERIBMOBRESHICHELER 5. 77 2ERTRF LY
G —ERETHEI L7258 ORMRE OIRE 51 % mBRE T /S X > TatRE L KR E
Fig. 1.1912R9. K (1.12) 12k % &, EANEROBYRE TR AEL LB L 7 B 235
55, OF D RMNEOIREN AR 2 RN TEAMERRICB 27 — 272 6 /MAD
BIRR DA —TIE R L, BMADOARDENT 22N DH 5. o T EDBRHERE L -
TR TENRZNEST 20END 5.

Liskevych HI37AHGEE % 5 mm/s & UTIRRERARETHC X D ARZHIE L. 14.68iT
RLU7zE D, Liskevych HIXBHEELZZE Z 12D AREHIE U TiaHEHIc4 U 2 BB % 5T
L7z, ZzofERTE, MlES ABBIIAERZKE Q LERICHD Lo, Liskevych
DIFTAEEZRBEINC O mm & LD AR ZNED AR TH S e TR L. L LR

5, WBHEERED 0 mm OBEIET —2, BMIRES N, ERILASEERIRNCH 2 L E I N,
FEEEOBRHEM L TEHINTVWA RN 3R L 28N 0H 5. Tanaka HIZRA T ¥ L A%
GTAW TA#Z LD EM, 7—27 75 X~, M ERCTERBOMEEEHZE B L7z Xt
ETVCHEDERIES I 2 L —Y a3 21TV, 206 OiERERH 20 iz bz 2 RES DI
BIFREEFIE L. 2R, 7— 27 RUBMOIRE D MIIRRERE L » ICk S8
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-

Fig. 1.19 Schematic diagram of temperature contour on base metal when arc is spotted at

center (on the left) and arc is moving at constant speed (on the right)

BHRONE o7 DD, 20 ¥ DN A ER DRI K MERMIZZ(L L T BT
S E 7o 7=, HIZ, Yamamoto 513 Tanaka & DE TN L TIARIM D 5 AT 58
JBEKH T — 7 WCRAT 2R EBRICANT T — 27 T 7 XD XA F I 7 22 RERHRIC
K ORDEI, 2R, 7— 7 F 5 A NOBIEKIEEZ 7 — 7 siliEt: BUEEHEBR)
DORLITHEML, BEZ10EBLEIC—EICR2 ZePHLheR-7. DFD, B
BRBIDIZ VD5 EE o T, BEED 0 mm ORI AZN CBRNRPAKR D 72 WMET
H5 RS, %7z, Liskevych H2376# R & ABRDBMRIN L TR ZEA L T
270, ZOEIFHHUIEBRINGEREI NSO TH D, BEERNRIBILUIREA TR,

fit> T, Liskevych 52308 L 7z ABADFHI /7RIS LT Ll ORE 2 iRk U7z BT AR K
VBRNRZREST HREDD 5.

1.6 XA

151 EICHRIL72@ D, BUIROMEMIAEEIC L o TREWEVHH TV S, BUhR
DEWFERN R D RTE TR EG DA R CTRESRMAITER L TW 2 D TidRwir L iEbh
5. WEH OV TSI, KEBE e LR, 7oy 7288 e Lk
BUREESY, A EROAFBEIC X 2 ARG ) BH L CAEMEE SR, SRES
EOHERGE ZMEES 2T ON TV EA, 153 8 TR L7 &k 5 1TREDHIEEITFE
BROVEEICHN L 72 THIE S Tuniaw. KT, Christensen & DR U 7 BARIRIISTA L
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WKREDIEEZ R > T30, HESRHPGEERINTES T, EEd 720 THRP R 258%
WEk2d00, 7—70YHBRE LTHHINSSDRDOPHLMZIATVRY. EHA
DRHORNEE, SHTIIAE - AT BN E 2RO Z L A Fig. 1.14 D X5
WHEL LOURSNTED, 7—7BRORMX RT3 LTz dhnrd 3. z
ZTC, REUTHBIT2MEEHANILTO@ED &5 5.

1 AEZIC & o TAL 2BWIROEFICHEOERN 2R EMR L, RS T — 205 B4
NDOREEBR ZEYNCE 8 U 77l 7R 2 LS 5.

2. WENL X NF=FH /5 1% FWT GTAW MU GMAW OBGR 2 HIE L, W& O RdHE
0t 2ZDENWD) BRI EYEZ 2 BERNEERT 5.

ZLT, 7—=2BEE VS IROEM T ON, EFENBIROAENR . $ 2 DI THEMN
CERBMAINTV2HME U, FTHRENREEM (SS400) ZFEL . 2L THE
HENTWRBEHEADICHZEEL, IMOERICT — 2 2GS L 72355 OPRIRTI3% <
BHRE 2 G5 AT RETO 7 — VBB ENR e T 5.

1.7 SRNAER

1 BT, BHEETICBY 2B ABROERNERE 7 — V7 EHOBEEDO—H L L TOR
MBI OWTHAT 2. 2 L GRERICERNRAE CHEMA I W2 O & Kz 3t L,
BRE BT 2MERZRNS . BHEOME R LT, KL OWIEHNZARRS.

2ET, GMAW KU GTAW OFhHERE L ICHIE T 2 5k U TRIKERBAEFTICOWT
BT 2. F7o, HEBWRTS 2 KGHRARR S 0 THiA T 5.

3ETIE, TRAHT 2MEERAEINC X 2WETEOZ LM E, AAHIRBAR TR oI
BOIROME L, E#E T2 THRIET 5. 2 L TRMNETOREXICEER2 52 5/
MNEE O IRE AR R ARI O TFELBINIRIC G 2 2B EET 5.

4 BT GTAW KU GMAW OBGHREZHIET 5. IREMNRIBESRMTH 2 18HEERE <
T X =&Y LT GTAW OEWIR R IREREAGG N OKmiatEE N X DAE L, BHEE
M, 7= CRALLSELKDBMNRICGZ 2 ERERT 5. 72, GTAW KU GMAW
DEGHH & LT 2 Z & TIBHBAT 0BT O RAE T 2 HRKDENRICE 2 2B %
ERAR

5FTIE, 3ETHEL L2BWIRAIE AR X Y HIE Xz GTAW MU GMAW O
Z @EICHIE XN BN 2 Ke4E L 7= Christensen & OFER N O Smartt 512 & D RIKER
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AEFTTHE SN B REHHIRL, Z0E2EET 5.
BRIRIC 6 ECAGMX 2GS 5.
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$28 REFE

2.1 FE

1.4 fiC ABN BRI S 3 BUEFHTOWTEHIBI L 7=, Stenbacka 5251 L7214
BRI N ORI E D RSN U, BERRNT I 2 BEER B 7 Lo R4t 72 ¥ DARGE DS A
BEOREREICKERPEEL 52 2RBEHE TR L, HigE T VBT 2 Hiifar e 2
CELURWEREIIE ZHDIIARGR X CIRINGEEZ ED 2 2 &3 5.

EEIEICET 2 SRR ORME Table 2.1 I 3. 70y 7 BEE, Seebeck
Envelope &at, MAEREAEFTNL GTAW O A% 53 GMAW I L THEHARHETSH 5.
L LD S, WIRERAEFLONIRERE 72 21K L RO BRSNS, R
12, Giedt &® Seebeck Envelope ZARFT 23— B DRIE ISR E S 2 19 D28 LT Smartt
5 00) DIIRERBEFNC & 2HETEE—BIOPEIS A DEE TR T 5720, HEHR
DRV, o TARMX TR ERAEG 2 TICRAT 2. T, BEHRIC X 218850
DEACHBNBRICEZ 2B ERET 570, IBASPHAKOHELEET, HITHED
FHREDZ VKNI RET Z Lo R e LT3 5. 723, /KISHIIREVEFHIBI 72 E
KEERELTWS72D, h—FPBEHLERVWERTORBICOABEHINS. £ L TES
TO 7 — 7 BT CIIRGIN R IATHAT O REE T H 2 720, AEHIRBARGNC & 2 BhRHE
% GMAW (23 LT3 FEhiH 3 GTAW OAITEM T 5. 7, MIAERBETHIKGIREL
Bl & 5 RHNEZ T 207z, GTAW, GMAW OX5IS#EH L THi#E OE W% Lk 3
5. RETEEBAE O BRI RRAEFEE e EHEL ST 5.

2.2 REBRBEFICSDIBUMRAEFE

2.2.1 AEARE

WAERITEHH OB EOWIRICHiN 2 L Yik» S BEE N, ML HEST 3. Wik»
LEDNILARELZIHET 2101, MAREROHERERD L ZARBAOEZHE T IRV,
EFIRIRDOBEDTHZ. 7— 7 2B L, BEERE 7 — 7 BEZFRRICHES 5.
ZLTCIHREERY 7 — 7 BEOREREREICD > THS L, BEBHROFATIILF—
Qiotal (J) ZEET 2. K7 =7 2P LIRAIMERAERDOA o7 EH (T 27 —)
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Table 2.1 Characteristics of calorimetries

Bz} B
SENGEERRD 7 — 2 TABEC O 25 AT A
KB iR ‘ﬁ e
VERR R TERR L7\ (BRI ARIN O B8 % & 1)
. I C % 2 VA A RO RBES 2
E A=

[Fl— 5T OMIE TR ERBRGT X D B 7% )
T & 2 R TROBEDZ W
—EDFHINCHIANIREE L, BHEKOBND D 2

T & 2 R TROBEDZ W

—E DA+ IRETRD D, BEROEZNI DN

Seebeck Envelope

AR

AT 2% (Fig. 2.1) . MERBRDOEEIELE VDL (REROLFE 4508), 727 —0H
B Amwr (kg) ZRIET 5. BRI, BELAMEER (RFERTIX 24 °C) 1BI%
Bk, BOMARERICIHAL, BMOEEIEEBEVESLT 27 —DERBD Amgr (kg)
ZHET 5.

RIZT 27 —DERED Amwr KU Ampr DREICOWTHAT 2. %2 T 27—~
ALZBRDT 27 —DBEEZIAER N CERICHIR F 72/ & TEMMICFE L TH % 2
5, Amwr KU Ampr ZRELTAm ERELT 2. T2V —~ABMEEATZHIHS, T2
7 — NI ERA L TIRIAERZ DM L WIS E 2 £ TOT 27 —DHEER % Fig. 2.212
RY. BMRAEROT 27 —DERE% M, (kg) £ RT. IMEF27—ICHRATE Y, Fa
7 —DEEIE My »SRMOEE my, (kg) 7Z0EMNT 5. 2 L CORIAERIEZRM OBAZIRILL
THEKEL, T2V —0HEBIFRAICHDT 2. O TEMOBEIRIKEROFR 7T K £T
A2 Y, WABLZDWMLUWEELINE 2. ZORDTFT 27 —DERER M, (kg) £ 35. M
¥ My ZFHOCTHRIREZR DM D SR U 7-BBZETHE T 200, RIMEREERCRALR
CEHMEBRIAARBREL TV I 2F@LARITIUIR SRV, M & My RHIES
DI % At (s), B4 D ORIAERD HARBHRRE covp (kg/s) £ T2 &, BHEEK
DRMEREREZOWRE THHT ZIRICER L RAREROERIX

Am = My + my, — (Ma + cevpAt) (2.1)
TREINDS. At ZEMEZRIFZRITRAT 2ERRS, M, 25t 2 FTORMBTH 5.
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Base metal

mp

=

Fig. 2.1 Measurement procedure of heat input to base metal using liquid nitrogen calorime-

try

M2 -------------------------

Mass of dewar (kg)

M,

0 100 200 300 400 500
Time elapse (s)

Fig. 2.2 Change of dewar’s mass
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(b) Enlarged photograph of cramp mechanism

(a) Perspective view

of base metal in (a)

Fig. 2.3 Photographs of liquid nitrogen calorimetry

7235, BRFFHRIIM 7 27 — A LRI IR E DM L W IEHEAINE > 720 50 7
RIDIEFED & B Lo, Sl & 7 — 7 HEE R OB £ TRM 2T 2 B0 % Qued (1),
WAERORFBEE L (J/kg) LT B L,

Qsteel = (AmWT - AT”LRT) L (22)
ERIND. BAANTEZIR 91X

n= Qsteel
Qtotal

TEzZo6N3%.

2.2.2 EREE

FEEEEOME (Fig. 2.3(a) Z@HT 2. BEPEIRMOFHIZER 4.5 mm OHFHOE
Y CANERTEE Lz (Fig. 2.3(b) . 2OV VIXAEERO EMIIN T 2 BRME S 0% E
bHo TS, B RITRM RFTAICR  Thid 5 50 mm OAE L L. WIAER%E
T2V —DEH,S 300 mm FTH/2 L, EEROBICRIKERETA L. RIKERMmE I
TR OVE NEEEE, YE RIEBEABMRRIC G X 2B R MEFCTE 2 X 51 L. BRI
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/ Thermocouple

Welding
power
source

+ -

i f—

Water-cooled copper

Fig. 2.4 Schematics of water-cooled copper calorimetry

Wik

WEFRHEO MCESI 2B TE 2B LT 5 22T, % NEREY 199 mm 225 279 mm
ETCEZRDZLZAREL Lz, ZOMMEZFIH L TRME T OIREIIRS BRI X 28
BRPEHTE 2 2k 3ETHIET 2. 4B, IMOBEED HIEE, FMEREERAKRA
T3 OB HENL T 2 2 2 T, AANERHE» S ZHOPERT 2 X512,

2.3 KATRARESHCH T I HMRATFE

FKERLEE OMIE X % Fig. 2.4 13, KGHRNEIHHKHAORE Z&H T TBD, 7—
o BT 2 SRR & K L OB 15 mm TH 3. FAT 2EAUK Y Fili 3 2 %K
DIRFEE AT (K) ZHET 2, UTORD S tyeq DENCEHEHIKDEH T B 2 540 & B -
T B Qoopper (1) DEFEENB.

Qcopper = qpcwaterATtweld (24)

T ZT g (m?/s) IFEAIRERE 2 72 DAICTRERICIRA T 2 IAVKDIEFE, p (kg/m3) IZKOEHE,
Cwater (J/kgK) BKDHETH 2. K (2.4) ZIBEBREOBEA T AN T — Qiotar (J) THRT 3
LBIESIRD NG,

BT H 2 KBRS ONWT, WE GRAVKOTREE & 7 — 21285 2 SRR » o) 1%
L5mm & U7z, BHVKOMERIE—EICHR 2 K5, B2 2 CEHIIRNICHPE L 720
BER (24) KRALTAREZFE L. BHKOFEIZ 1.91+ 0.04 L/min TH -7z, &
HUKDWRE EFE, ZEPEBEWHO 30 M, 0.1 DB THRE/KOBREEZHEL, %
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DL EFHAL TRE LR Uz, KigXOWESRZFIZTBWT, HHKORE FFIZ S K 2
5 23 K O#HiFHTINE - 7=.

2.4 #5E

2 ZTIX, ARE TS 2 MRS REEGT L K HREARRT O BARRY 72 Z B 2 Gl
L7.

ARFSCTHA L BEFHT LT, REFHICRE OHIR BRI BRI 2 28 %
Pl 5 2 13K HIARBA R T & IR R EEEHC X 2 GTAW OERIRANERR Z i3 2 4%
ENH 5. BEICEMBINIRENEZSEIC, MERERERETTICE DHIEINBED
ZNUt R 3 E TR T 5.
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E3E BWROAESEICET 5 ZHIERE

3.1 s

ARETERAERRAE] CTT — VIBHOBPNRERET 2 FELMLT 5. WIDIZIATH
JeTH % Liskevych 5 DFEM 2581 L CAEREZE X 1258 D AZD Liskevych 5 L [A]
MOMERNR RSN 2 Z e 2T 5. 2 L TEEPROEEED - ARROHIERMIGE TIZ

FAET PR Z RS 5. KICHAERBENC L D E SN BIROBEDHKEE
K55,

Hiraoka 5 D/KIGHAMREERTIC & D JIE X7z GTAW OEGHHRS) v AR TR EE R

BT X DRE LBRIRICEDLDH D, ZOREKIEMOMEITER S 2 D0, H25W\IEH

EHFEDEVDSHET 5D, Hiraoka 5%° Smartt & DERIRHAEREE & i U TEK % H
AL .

B NERDBYRIEIC & 2 BAiR IR 2 B 50 6, IBHEERD & MR ANEHIX S 5B
HIZAMNEBOIRENEICKFE S 2 Z 2R E Tz, £ 2 TRHMNENCE T 2 B nEDH]
R 5, TBRMMOFENBNIRICE X 2 ECARGR TERIRIIN T 2 BHDE 27 % i
L, BWEEIREBISET 25:M428 T 5.

3.2 GTAW & 3 ERAIE

2ETHHLZMAERAREINC LD, CTAW OBGIREYNCHE X N2 DR T 5.
Liskevych 513 GMAW O ABZHIE S 55, HETOBMEELMIET 2 7-DIIBHEREEEZ
TABZHEL, 205 DHIEM S EERED 0 mm TH 2 RKEDABREZINET 2 FikE
W24 AKEITIZ GTAW 1235 W T Liskevych & & RIBEDMERAID H S50 3 H RS 5.

VAHES M % Table 3.1 1IR3, AWM SITEIX Liskevych 5OFEEBRE R LD ORRA L. 7272
UMRIEIZDWTI, Liskevych & OFERD HREI/NZ WIHE AR E 725 2 L AVR
ENTW72H*,| Liskevych 5DHE 6.4 mm & D HAKEWV 9 mm ZHA L.

Fig. 3.1 I3BEHEP BT 2B HERO BIRA T INF — E AIMADEAR, Fig. 3.2 13K
BROEKED O E SN BAARERE Y72 D O ABNUBIETH D, IBEEEME LT
W3, 7B, BFHEEEIZS mm/s TEE LTED, H Ml AR IS T 2 5% %
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Table 3.1 Welding parameter

Electrode 2%-lanthanated tungsten of diameter 3.2 mm
(YWLa-2, JIS Z 3233)
Base metal Mild steel (SS400, JIS G 3101)
Base metal size 200 X 100 X 9 mm
Welding current 150 A
Current waveform and polarity Direct Current Electrode Negative
Arc voltage 13.2 V (average)
Arc electric power 1.98 kW (average)
Electrode tip angle 60°
Arc length 3.0 mm
Shielding gas Pure argon, flow rate 20 L/min
Welding speed 5 mm/s
Welding duration (s)
0 2 4 6 8 10 12 14 16
35 T T T T T T T T
30
25 ¢
e
=2
2 20
2
L 15 r
<
° Accumulated heat input
= 10
Sor N
0 1 1 1 1 1 1 1 1
0 10 20 30 40 50 60 70 80
Welding length (mm)

Fig. 3.1 Accumulated power input and heat input
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0.0
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Fig. 3.2 Heat input and arc efficiency of GTAW

RLTW5., FHEE D e =R EEML, SMEHRPIEMREIBROTFTRERL TS,
VAR (mm) AT RILF — y(J) OBRER/NFIRICEDRDZ L y =401.12 TH D,
PUEMRBUE R? = 0.9995 TH - 7=, IBH#E 2(mm) ¥ MDA y(J) DRERIE y = 307.62,
RERENE R? = 0.9966 TH o7z, BEEDKE L 725 & ABNCESRIBA T 3 (@D
H o, Liskevych 5@ GMAW D ABHIERE R © HA@p—3 L 7=,

3.3 BEPICE L ZBEKROFE

Fig. 3.2 OHIEED & GTAW D AR OBRNRZRET 2729, HHEED 0 mm IZE5<
ICONABDHINN T 2 VBN ERE EE T 208N H 5. Liskevych 51, FEREIVNE L&
AUITBEEANTEM D S EHDOBRIBEAR DN AR/ NS K 2 e EZ, BHEED 0 mm O
[REHDEED AR BMADABATH 2 L Lz, b, BHEHICERS T — 272 6 FFHER
A X 5 BHERIE—FRHNEEL Y 22 5. Liskevych HEEMHRL & 5 &5 2848
Rrid, —ERMANEES NRICEFREATBRI NS ZKWEERTH L. LorL, &
FIELLRIORT OB EIC L D, Liskevych 2138223 ABDFHEHIEERZ 2 T 5.
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! Electrode . Electrode Melting point

' of mild steel
|

Room
temperature

Molten Small

temperature
gradient

pool

‘ Large
temperature

gradient

Temperature contour Temperature contour

(a) transient state (b) thermally steady state

Fig. 3.3 Schematic diagram of temperature gradient in base metal

1. BER 0 mm OERTIIANEEREISEL TULRL

—MANCIE TEARERIREE) ¥ 55 b VPR BRE S 508, FE I THRE R IREE
kY, 72 rRUCEEET2EEEERD SR TT — 7B 2 M ORES D
R X BT~ ETHIIREERERT 2. 7—27 L MO TEL 2 BRI 7 — 27 3T
ZRMEETEL 2 L EZ N, BMEREZN L TEROBEXOEE, §l 2 IXBRE, B
B, EFEEMNBUC X D MBI X B, RV RENCED L S hztkiE, R (1.12)
WHE > TR X D Z OB R NTIAELE X N 2. RMNEOIRE D1 & £ ORFFZAL
1%, Tanaka HICXAEMET I 21— a VIZXo TURINT WS, Tanaka HIFAT VLA
% CTAW TR L =ROEM, 7—27 77 X<, BMECERMOMEERZE 8L -
TR TVICHEDERESACETA2EES I 2L — a VEITY, ZRL60 20 icbi
BIRIREZ R L%, BMOMERZT > LR, 7—27EH 5 mm Th 3 EIIAHRLD
S B ph, BMNHORED%E 2 % ETEEMCARZ R CHEEMELATH
2HDLWFTE L. BMNEORESHICBNT, 7— 27 Hilh SRR T 5100
THRMEPIRKESZM LTV, 1 BRICBWT 500 K 2# 2 5 RE NIRRT &
8 mm LIPNCEF L TWB 2, 20 MELERHIIIRMERD S 15 mm O THER IR E AL
ZRLTWS. Tanaka 65 DFERESEICL T, AEBRICBT 2 M AT ORE SO T
Fig. 3.3 i<, 7— 27 slE® (Fig. 3.3(a)) & BN DI 731 H3E F IR 72 - 72§
(Fig. 3.3(b)) tlt#gd 3 &, Fourier DIERNC K D, 7— 27 mlER TIERMANEEOERE 2
B KRELSABRBNPEFRELD B RKEL LI TFHEINS. D% D Fig. 3.218BVT, &
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70

~ Measuring point:
60 F w..  back side of welding end
50 |/

Welding length

40 mm

Temperature rise (K)

20 mm

10 mm

-10 0 10 20 30 40 50 60
Time elapse from arc extinction (s)

Fig. 3.4 Temperature rise at welding end point on the back side of base metal

BEEPEWEEE. 7 — 7 REZR CTRMAORES R EFIKEBIGEL TR o7
B, ABRBNRENPRES BotEZIONS.

, REBICBWTRM ORED AR ERICBANERRBICEL TV 2 0HERT 5729
7= ‘Zﬁé‘ﬂ&fﬁ&:j@ BRI O BMEAITOREZ(LEREL, BEEERE xf%*%%:tt
WL 7. REEEA 1 #o K BENCIREZHIE L, BAENOFHHES LR R ER Lic—=
THEMT 2 X 5D ()72, HERSRZ Fig. 3.4 117

mEZREORB#E s % BEEPEIRZCONTHEOBRIPK L. 2% D
TR DA EEFARBBICRAT L Tz, 28, I8 ES 60 mm XU 80 mm D&% R
Y, —RAMREORSREEZEICEA T2 X5CAZ 3. ZAXBMEREREDREND
D I B ICHBUR T, 78R 60 mm OBE BT OB D (TIFHLED D F 0 I TA IR E
TroFThTwZesiEbnsd. Ly UREiEICERE L 2R OBRERMOBTIXIAER
7360 mm, 80 mm DBFEBEETD 5720, KX TOHEMHEIRVWEEZ 5.
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Fig. 3.5 Effect of after-flow of shielding gas on heat input and arc efficiency

2. B+ mm BEOBFERTIIEXRIIERTES

Liskevych &I 37AHE & ABVOBEBREZRTEIFMHRE LTy=a+b- e (2 3BEE, y
EABNTHD a, b, clIRE) Z2EAL, EEBKIS%ERLY. kB, HIRHEREKDE
FUIFEERANCE DS DD TH 5. EEVEHT 2DIX, IBHEED co DMRZHS & 0 TId7Z%
C—EDMHEIIRT 2R THE. 2O Z L FBEFORBERPAROHBEICHE L2720V
ZERRBELTWVWS., SHRTIUIBEEZ cc b L ZDOABD 0 ICICRT 213 TH 5.
EiRoMEEHIc kb, FHFEXAIFHRICBOTHEEEZ T RE L 20EEZ ABKRY
BOhROMEY LTHRAT 5. [BIRIROBREE IR/ N RIKICE DETE T 2 £ %), AR
I LTy = 285.74 + 313.67 - ¢ 0070937 Bzt LT y = 73.78 + 60.34 - ¢~ 0084792 %

£ ZAT, HAREAC X D BGIROREIFIFRIZTAEZER 0 mm OMIFRT 100% %8 X, YWHH
HHREZRI RV, KERMARRENEC M EE X 5 LT, HEANCHERML - KRR LS
E2T 5. Table 3.2 IR TENE KU Fig. 3.5 1% Fig. 3.2 DHIE L D HIETHEIE L 7=
ANEN Y BN H, IBEEKO Y 72 —7n—% TRHEEML TW5. 40 mm Kl TEIEE
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Table 3.2 Heat input and arc efficiency with 7 s after-flow of shielding gas

Welding length  Accumulated heat input Heat input Arc efficiency

(mm) (3) (3/mm) (%)
5 896 179 35.1
10 2,322 232 51.1
20 5,347 267 63.8
40 12,378 309 78.0
80 22,224 278 73.0

BT 2 L BELRWD L T0ED, ZHEEROBHERS 7 72 —70—1lk>TH
HxNizlzbrEZ2 N5, —HTHEEED 40 mm 205 80 mm DFH, 77X —78—0D
GBI DD 5 TERIFEMOEANEZRLTVWS. FAZIVF—ROABWCEHT S L,
Fig. 3.1 1I2BWVWT, BHEED 10 mm OFA T AL F—1Z 80 mm & L T+ 0—fET
H3. DFEN 77 X—70 - XBEBHMBIIBHERC»»D O TARK OB RICHEL
TW2H00D, BERIFVWEGEIZZEOHENIREIHPTVWIEZEKRLTWVWS. L2rL
BWEE, EEMEHT 2 DFEFREDNER L TV R BHEROEVROABRN UL TH
5780, 77X—=70—CXMHAMRIEHTZLLALT. LdoT, HoH0d AR
13286 J/mm, BGhEIE 14% L 2 5.

3.4 BERBICELIEBROFME

3.3 TIX, RIMNERDOEAMIEFIRAE Y | AR & B3RS 2 iR oEEICEH L
T, BEFPOBIEENEMFATE S 2R L. I I TRIAEERD? S ABEOHIERGE T
WCHRAET 2EGERICOWT, B OGS & BMTE FRICHEAE T 2 2B O5EIN R = 2
W, ThEFhoFEZRED 5.

3.4.1 BMH S OBEMEIC K BEER
BT X Stefan—Boltzmann O ZHET 23T

4okt

_ 4 _
I =0T 0= 5213

(3.1)

ERMEEICDE > THEIT 22 TRkDOHENZM, Z2TE (J/K), ¢ (m/s), h(Js)ldZ
NZ 4 Boltzmann E, Yo#, Planck ¥ TH 5. MR HOMEEE S, THRHT 5 &, 1A
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PARITRM R D S I S 5 BALIR S 7 D OB I L F — Qoue (W) 1

Qout = / I(T(r))ds (3.2)

THRIND. ZTITC, BMERMRE T IIRMER LOEE r 0BTSNS, —/HT, &
MHIEFBREE D & b BN R CBMREIC L > TRAZZ T ->TWwd. X B.1)IE0K &D D
REWEEZ#F > TOAURHICAZ IS LTW5 2 L 2EKT 203, HiEOYRIZEEHZ
Ko TEERVET 2 Z e B ERER>TVS. ZHEHEROWIEDBBGHC X > THE
Ko TN B—J5TRBOYIED SBREH 2 WIZ KR L DBVREIC X > TEEZITE->TH
D, MEIEHLTVWE2HTHS. FEFDSFEMITZIIIS BARE Y72 D OB Qi
(W) X cRah 3.

Qin = / I(Ts)dS (3.3)

o T, BIEERDBMHBBENC X o THAKRH Y72 D12 S Z21F— AQ (W) IF
AQ = Qout — Qin (3.4)

L35,

BN X 2 BMRRORKEZ RFES 27-0, HRICKEWEMZ —ED#HE v (m/s) T
BT 2D EIET 5. Rosenthal [FHERRICKR Z WEH 2 FUBVR CIATE L IR OB DIREE
9 T (K) & B8 2R 58753,

q v
Pt e [ e ] 09

ZCTIREDMIBMADNE (z,y,2), FAlt (5) KB 2REZRL, T (K) SRR
2B B RMOEE, ¢ (W) IZERFEOAR, A\, (W/(mK)) ZEMOBRER o (m?/s)
IR EILEUR I Z IR S 5. Rosenthal 12 & 2 BVE AR OME HV, HERADRH IS
L TAREZ 100 mmx200 mm OREO—HE CREERTHW 2 BAITHIE) 2oV TREZE
H3 2% (Fig. 3.6) . Rosenthal ®E 7 /L TIXEE L ORENERICEBLTLES DT, K
(3.5) THIBRDRFLLT & 72 2 SIEIEA DR & AHE U T Rosenthal DETVEZRA L, M
R EOmEBIERh e RS 2 e v 3%, ERtEREORZICOWT, Yamazaki 53R T
YU RSi% M & U7z GTAW OVARIIhIE EE % FRIME — EREHIRRZEIC X DHIE L TH b 89,
Z ORICHIE S Nz e 2,900 K 2883 5. K (3.5) 2 (3.1) ~MRAL, X (3.1) %
100 mmx200 mm DRMENZEH o CTHIENICHET S 2 &, IBHERKOCERICET 2 MO
FrrlF—JiEe LTENZN153.93 W, 17.97 W 21572, KRB 2 KBTI, &
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Fig. 3.6 Schematic diagram of temperature contour on welded base metal

Welded base metal

Relative forced convection

!

Free fall

Fig. 3.7 Schematic diagram of relative forced convection when base metal falls

MO NE XX 199 mm 225 279 mm OHEFHATH D, MIET 5% FRFENZX 0.20 225 0.24 7
OHEFHZES. M EINZ FHROEZANLF —1XE 433 THD, BEICKZAB (BERE
80 mm DIHFHE 22 kJ) I LT02%U R TH - 7.

3.4.2 BMETHICELZEHFRICK DHER
Fig. 3.7 ICKIRT % £ 512, BHERDO M 2 IRIKERANTE NS & 2RI 2R
U CHIMHRE 2885, B EEINRFRARE S 5. 2 OmAiRc X 2 B4 om
HZHR % RED 2. MRENCEERBTRHK ¢(t) (W/m?) 1 Newton OEHIANZ & b Flif X
%04,

q(t) = —h(T5(t) — Tx) (3.6)
ZZTh (W/(m2K)) ZEMRERTH D, Ts(t) (K) IR 2B 2 RMERHEIORE, Ty
(K) W ZBRRETH 2. —7, HE T.() (K) O ZEBRIRIRE T, ¥ TIHATT 2B H
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BEb 2 BB, HAR O, (J/K) 2N
eREIND. T, BRRRERBRDERID

dcflf) — Aq(®) (3.8)

D DILD. T2 TA (m?) ZRMOREMETH 2. BMAMOEEI—HE (Ts(t) = Tw(t)
YIRELT, R (3.8) 12k (3.6) ¥R (3.7) BRAT B &

q
dt

195 . BMGERBUEX v 2L M INu ZHWTh = (ANu)/z 2 Rie TE 5720, K (3.9) &

Cm— (Tm(t) — Tso) = hA (T (t) — To) (3.9)

%gh@_ﬂdzﬁglun@—r@ (3.10)

7%, ZZTx (m) XFROFHEMEX, A\ (W/(m2K)) ZZEZKOBMEERTH 5. BMH
HERLTVWB &, OIS U THMINCGERE ZH5, SRR & 51255
%5, BROBHFRICHT 2 EEX v 2L MRV A 2 A e 75 Y MAVBOHAERD
BTUTDO LI c£REN 357,

Cm

Ny, = 0.664Re? Pr3 (3.11)

ZITULAAREE TSy M ABIEENZN Re = pUL/p, Pr= (uc,)/ATHbH, X3k
Y, ¢, (J/(kgK)) BZEKOEELATH S, LA VRBICHN S HE U 1375 R, o%
D gt THDB7D, LA VIBEBRSRERICKITEL TV, R icBlF 2 EEBRTIX, R
MRX LERMEFAMOEXE L. R (3.11) 2 U =gt X (3.9) KRAL, #rafEx
ZfEl k,

2a

SCEH(Qgh)Z> (3.12)

218%. T2 THERM a % 1.288\W (pgL /)2 Prl/3 ¥ 83T 5. K ITB T 2 EEBRTIIH
TEEAH 199 mm 55 279 mm OFFHATH D, HIET 2% FRREIZ 020005 024 B TH
5. N (3.12) 2 odtET 2 L, MHRICK2BHERIZ 029U N TH o 7. ERITHME THO
BUEENIATE 2 Z e 2T 2700, MOE NE I 2 AR THEHEE 80 mm OE#EE
TTOARRCBRRZHE L . Fig. 3.8 DMl NN, #IBRROIABREZEL,
% FE S L B ROMERMETHE T2 20134 THho7z. WoT, B REIELEXTHM

Q1) = Co(Tn(0) — Too) exp (—
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Fig. 3.8 Effect of drop height on heat input and arc efficiency of GTAW with welding
length 80 mm
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ZHPANTABR CBEIEN—E T, BRERICECZBERIEHRTE 2 0ART. b,
Table 3.1 IZ/R L2 EEREMICE T 32 GTAW OBGIHEIE, Fig. 3.2 DIAHZEEN T ICR VK
DBGENR 73.78% 2 T 5.

3.5 BGHBIEMEICXS I B FRE D

BUHRERD 272012, Fig. 3.2 2 LEBICRWAEZREOBGIHE 2R, EHROREMHD 5
BORERE Lz, L LEBHERICBT 2 B3R I3 10%REORERRELRL, K
WIBHER 10 mm OFPEMEICH L TIX 20% %2R TW5. ZOMREOHKREEZEET 5.

BRI (2.3) 2 0HHLTED, BREDOERY L TRAEROZEIED OB L /RM
AND AR UHA T AL X —ICHK T 22 ICHEHI NS, Fig. 3.9 KRRERAREFHCX
D IE X N B AD ABUSHK T 2 5@ ELD ST spear & ABAD T Geas 1T B Speat
DEIE Thoat ZRT . Sheat [FTBERIKE {7221V 2 EADFTA SN B D, Theat
WKEHT 2, IBERIRDE 10 mm OESMOIFEROSHE L L TR KE o 7.
ZDZens, BHERIVNEIRDE Gueas DVNE KR D, HXIREEDEM L 7z & HERI X
ns.

KT, BEEFEDORALINF —ITNT 2ZICEHT 5. Fig. 3.10 IKIFHEEROIRA T
FLF =T 2 HETEDFEFR spower £ AT I T =D Gower 10T 2 Spower D
HIE rpower T . Fig. 3.9 TRLZABDIRE L IR L THRAZ IV F —DFREIT/NE L,
BONROMEEZIABRDMEAENKESBELTWI I A D0 5. £/, Fig. 3.9 & WRIIC,
BRI K E 72 51220T spowers Tpower £ DML TV 5. BHEBEFROBA TRV F—
DA ER 52 2 DWXBEHEBRNSE 7 — 7 BEDEETH 55, GTAW OIEHEERIE
EBMFHETH D, EERICEEBIRICHE L-BAEER e X h 2B RMEOZIZ 1 A LT
THolz. Fig. 3.11 KBHEBFEORAZ AN T RO T — 7 BFEITHT 2 NMETEOF IR
Spowers SV EZRT . Spower & sy WHFIEFR CHEAZRLTEY, BEEHEOBAZILE -0
AT -V BEOBRED XN TH o7z, BHERNIRELRDICONTT — 7 BEDMAE
DI 2 DX, Fig. 2.3(b) ISRI NI OEIEFIEICEBL TV S el s, &
BRHlOAZ 5> 7 TEEINTED, b—FOBEH BN L TRMOFEATIIRIE XN T
Wi, B Y R e O BB IAERIAGAIE TR U720, VAR T IR EM © B o B
DBEBZS>TOVWERNDDH S, ZIUEY, 77—V BEDEH L L HEHT 5.

I, WERERAETHE SN ABDREDIKEVWHEICOWTESE T 5. Fig. 3.8D
PAERPFICEET 2, W REIPHEMNT 2 LB1EMELTVWE XS5 R %. ZoZes
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T T 2 729, WIRERAETNC L Y HE SO ABUTH T 2 55 B D F 7R
Sheat £ ABAD W Grear 1T 2 speat DEIE Theat &, & NS OB E LT Fig. 3.12 1R
T, EMADOABDBEAIE TR INREL KRB ICONTHIL, WiHEOHBEGRREFE T
52092 THo7. ZOMBEDHE L LT, EMEBREERNZAT 2EOEBIFEL T
WBEEZLND., BMBARAERICEKT 3L, RESREL TREREZOEEERICK
D55, £, BHKICEDIREEZORMATEE T 2 &, WEERITHE L TRWKRE LG50
T2V —NERCIRIREZ L, NEELSBRIRINL 5 5. RIMRIKERORANICE KT
5 EEE, AFBREE TR TER VY, HEREROERBBEAIRELLEZONS.
3.4.2 81T, ¥ FEE 2299 mm ML RIZBWTH FE S IXEIROWUEMEICHEL 5 2720
ZrERRLED, BWIROBECOVTIIE FEIANIWADBEE LW, o TRHIIC
B 2BSNROHEE, % NS HEREEOYHENZRATH 2 199 mm & F 5.

3.6 EE

3.6.1 KAIRAEHRUVREBRAZFIC L Z2HFRAED L

ARSI B B MMAERARTHC X 2B RMEE 7 — 7 B3 mm TEMLTEBD, F—5%
EIZ B % Hiraoka & DHIERRIL 84.5%TH 5. 723, Hiraoka H DHEEIX Fig.1.15 D[]
IRIERRD HFLARD, 7—27 Kz (mm) LRy (%) OBRZ y = —1.6402x + 89.42 & &
Ao 7z, Giedt DX T, KEBHRIZ X% GTAW DESNFHHIE TlE Seebeck Envelope £
BERPPRERAENC X 2HE LD DEEIAEQMESINZ Z PR IATVE WY,
ERRC, FHFEDOBNRAETIE 74%TH 2 DIZxf L, Hiraoka 512 & % /KIGHAH D BRI
TIFEGNRD 80% 2 & 88% DHIFHTHIE XM T3 %), KRFEBR L Hiraoka & DRESMDE
WX, ABGECHIE L BER OB WM R OEWTSH 5. Hiraoka H DORIERR & A
X TOREFRERIC 10 BA ¥ ML EDH 2 Z it L, ZOFRKIHMOMEICER T 2D
2, B5VIEHEHATEDOECDHEL 200, @EDHL L LG L TERZFHAML .
HIETIEDBNEBET 2121%, GTAW THIRZ AHE U RO BINR 2 Ik E R ARG
THIE LESNBETH 5. Smartt HIFRAEERAREZHOTHERRNM IR T Y LR
8 (SUS304) Z Rty L TEGHRZHE L), Smartt & DRIESM% Table 3.312, HIE
FER% Fig. 1.16(e) IT/RT. Fig. 1.16(e) 1&7 — 2 D MR GAHEEWRA 100 A, 7 — 2%
FER10V TH 270, 184D 1k DAR) 2l LTRELSNTWS. FE#HRIC
7 — 7 WG L 2R OBEIE E Fig. 1.16(e) DEIFERD HFtAI S &, 7 — 7 il «
(s) e BGhR y (%) DRAfRIZ y = —0.10252 + 84.59 TH o 7z. T, Smartt & & Hiraoka &
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Fig. 3.13 Arc efficiencies measured with water-cooled copper anode as function of welding

current, and arc efficiency measured by Hiraoka®”) and Smartt )

OHIERER %2 BT 21T, Smartt &I 3TEHEN 100 A T, Hiraoka 513200 A THIEL T
W3 o, HHUICIZEET & 20, $E GTAW TIAH: L RO MRIRE KRBT K kG
HARENE G CHIE L 72BN R Z L 3 2 720, IAHEERE 2L X TOKBIREAERHIC XD
GTAW OBRRZHE L7z (Fig. 3.13) . 1AM % Table 3.3, HEKD 7 ® Fig. 3.13
121X Hiraoka & N O Smartt 512 & D HIE X NBEEZEAQT/R L. Smartt 512X 3
AL, RONREREDY 10 #5560 B D#EIF % Fig. 3.13 IR L TW5. RiSCTIHEHEENR
200 A TAKIBEAINIC & D HIE L 7223h3R 1% Hiraoka & OEEIRHAEME L LWMEEZ/RLTED,
Hiraoka & DEERZHHETEXTW5. 728, Hiraoka 5 K& Smartt & OHIEMEIOI)FELRH
HHtAHLD, Hiraoka 5D 7 —& (Fig. 1.15) &7 — 7K 2 (mm) L BWR y (%) OBGR%E
y = —1.6402x + 89.42, Smartt 5D 7 —& (Fig. 1.16(e)) &7 — 2 sl x (s) & B3h%E
y (%) OBfR%E y = —0.1025z + 84.59 & AL - 7=.

BEFOENEHET 2 v, VAEER 100 A 1I2B1F 3 Smartt 5 QBEIRAEMEIZ T — 2
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Table 3.3 Welding parameter for GTAW on copper anode

Smartt et al.%9) Hiraoka et al.37)

this paper
Welding current 100 A 200 A 100 ~ 300 A
Electrode polarity DCEN DCEN DCEN
Arc voltage 10V 104V 11.34 ~ 1228 V
Arc length Not described 3 mm 3 mm
Starting temperature 22 °C Not described 31 °C
Anode size ¢ 75 mm 40 x 40 mm 50 x 50 mm
Anode thickness 25 mm Not described 1.5 mm
Anode configuration Flat Flat Flat
Shielding gas 100% Argon 100% Argon 100% Argon
Shielding gas flow rate 12 L/min 20 L/min 20 L/min
Electrode tip angle 30° 45° 60°
Electrode diameter 3.175 mm 3.2 mm 3.2 mm
Electrode extension 0.5 mm Not described 3 mm

Tungsten electrode 2% thoriated 2% thoriated
Calorimeter LN WC

2% lanthanated
WwC

DCEN : Direct Current Electrode Negative
LN : Liquid nitrogen calorimeter

WC : Water-cooled copper anode calorimeter
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Table 3.4 Comparison between arc efficiencies in GTAW using copper-cooled copper?”)

and water coolant calorimeter 4°)

Hiraoka et al. Haelsig et al.
Calorimeter Water-cooled copper calorimeter Water coolant calorimeter
Base metal Copper Steel, G3Sil (EN440-94)
Electrode diameter 3.2 mm 3.2 mm
Electrode tip angle 45° 20°
Arc length 4 mm 4 mm
Polarity DCEN DCEN
Welding current 100 A and 200 A 150 A
Shielding gas Argon 20 L/min Argon 15 L/min
Arc efficiency 82.9% 76%

FRRERNC & o TECHEIFAD B 2 25, KISHAMR CRIE  n 7 B33 Z O #iFNICINE - T
W7z, 7z, Smartt 512 KAUX Fig. 1.16(e) OBIERHIIFABNIERIITER SN TE 53
BREEAK. EEIEHIEEISEE LW E R 55,

ML ED#ERD S, Hiraoka & D/KIGHINREARFHT X b HIE S iz GTAW OERIR & ARG
BV TIRAREZBARGTNC & D HIE X7z GTAW OESIRDENZ, FHOBEWISER LT
WBAREMED B . FEBRXIZ, Haelsig &A% GTAW T % 758 L 2R kR BEFHc & D
HIE L7BRhRIE 76%THY, 7—27 K% 4mm & L7zt 20 Hiraoka & DERNH 82.9% &
Fe# U TR 7%/ & W, 2 2T Hiraoka & O/KIBHAREAERHC & 2 &7 KU Haelsig 5 D
RAKREGRRE O OESM % Table 3.4 1IZFLT. BMOEWHEZNRICE X 2 IO
WX, 4ETEET 5.

Smartt 5 DHEERER Fig. 1.16(e) 225 27 ¥ L A% B & T 2 BEIR Y GTAW T %
B LROBNRZ T 5. A7 2 L AR S % Smartt 5 OHEMEZ (Fig. 1.16(e))
[EFIERRD DA D, 7 — 2 RENR R 2 (s) L BGhR ¢ (%) DBfR% y = 0.01611z + 73.63
YA o7z, R TORERBSEM L KL TEE - 2BV, BMOBKRE, b —FHE
HMTEEXINTVWE I THD. TOMR, 7— 7 sl 10 25 60 B2 27
> L 2NN B BGHR O HIFHIE 73.8% 0 5 T4.6%TH D, GTAW THRH % /A L CiRikE
HEAEGTCHIE U BWIR 4% L i WEZ R L.
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3.6.2 HFROHE(E

Hurtig 523 FHRT 2 BGIROEED) v AR TR T2 BGIROEEIZRL 5 2 & &2l
N%. Hurtig 513 ARz, BEERD? S HMREANTEZINARBETH2 L LTED, K
XTHEUCERTZEHHA LKL, L2 LRD S, Hurtig & FRMAEEORRENE X IWIKEET
DARBZZNABRBEDOE[ETH 5 & L, ABREIIEMDIZIKITIZKAE L2 eI L Tw
% . FEFRIZ Hurtig & & [AFRRIC Liskevych HIFAEHEE 2 BIR/ N 5 2 RO E o AR EL
MEEEMH L A7 L7z, Liskevych & 2MIARRNICIARERE 2 /N 3 2 O EHETICB Y
% B 70 BREEAN D BYRESRBVRZEIC K 2 BMER 2RIV 2 Z e ZHINE LTHD, FIKHITEE
MR M N DIRE DB OHEZRET 2HVSDHS. Ll 33800, BHEER»S
REM R ANEE S 2 BRI NEEOTRE ARCITHEKTF S 5 2 L 2RBENTHE D, Hurtig
LORELIZERRS. TROBLEMPIRDZDONUIEAMNEOREE D LD D, ARSLER)
RYZEDD. KX TlE, BMBIRICK o TEMADAER, BHRSZEDS L 2Hifde L
T, BOIROMEN OB ZITS. KX T, 7—27RIML-ERICEIIEN 2 ABE
MUOBRR2EMEE T2 D TIERL, BMORESMHBER & 72 o 7D AR E K OB
ZEEY T 5.

3.6.3 RELAMFRHTHEOIT SNIEREM

B8 AT, WHEEZRMEOY 289 X —& v U CRELHBRE BTN 5. A
FiCIEBE FRRB DY B S 2 S 2 IR EHURED SR DT A S, BRE AR TH
53R (3.5) 2R % &, RHRE S TRELBGRE L dEE oM A G DY, HlZIEa/vD XD
wERIND. K (3.5) kUL, REZERNED SR o/v & Dol iuXS/mIC2HC
DL, RESLICBI 2 EH T, BEILEURED 2.28 x 107° m?/s TH H 58 (B 235k
CARGE U CIREEAY 300 K OI5E) , A3 E 5 mm/s TH| 2 L FBIIRE X A7 —)L 4.52 mm
2185, 1toT, BMOWENREEIEX 27— & D EFUIBSHRIIHREITRE L2 W
EZHNS. AR L CREIRRR E BHEREOHASDOET, FEIRHED a/v? X
Eh3. ZOREMMIRZ 7 —L X D EVRETHIUE, BMAORESMGEEHRER Y &
2 rEZ NS, KBTI 2 EBETIE, FEORE R 7 =309 TH D, 1AHER
16 B GAHSEREE 5 mm/s, BFHERE S0 mm) X2k D dToKREL, BEFHIREICE
TWbeEZoN%. BIERFIREBIGET 2 IIXTAERE tyeq Z o/v? XD 22K E < H
U k.
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3.6.4 AEIHMORE

3.6.3 HiCIIARMMDOFEIZE BE T ICAVRED A TEREX Ziam L7z, LISl FE
T 250, BMEE LD BIARIIC X 2 06O 77 23 BNEE T W 2, AR O 2R
W& BMAEE SN, ERARMNORE B X ZMARECREIN2S vEX LN,
B, BRSNS S, NN RIBR DO BMIRED RN T 2729, DIh b HERZ 5
LTW3HhDE51ICR2%5 L PN, EREAEEN NS KREAM2KRICEE R
T 579, %%$mmé<&ét%ﬁéh% AR DT X & BN & 8 218850, Bl 2R
TBEERSY), 7—2BEY), Y- FHFRMR 2EET 2 L BFRIML T2 EZ S
hz.

= KA R EHNCET 2 &, Zihr HE 7LD —IL RHT RN U L ERE
BROBAARS ZHEL, NV LAOREGHEN AT 2 L IHASEIDHEMNT 2 2
&R LT 5T Smartt 51, =L FEHFRADTILITUIANY T LARIEE LUK, B3R
DBEPFTB e BRLED, 5T, =N FHZMREIBAAES, Z L TENEIH N
WHERT 2 ZeREEIh 5.

3.7 #E

AETIIRAERARINT XL D GTAW ORRIRZHE L, PHRKOFHE, 757 DFHliM
R ER ARG, AKRHRBARENC X DRIE SN BWR T 5 2 & TARIS
Bl 2METEDZ LM ZMEEL 7.

U DA R A RICAET 2BMEBRICOVWTZERENFM L, LR imzEZH
L7.

o IATEHICA T ZERHEIICOWTIE Liskevych 5 ¥ B 2R ZHE/R L, 8K 0 mm O
MR CILEBEFIRBBIGE L TV ARWZ &, BT mm IBE OB R TIE BRI A
TXLIe2EBEL, BEEPTIPEVROBFREREHAT 2 L.

o VA O ABVEORIERIA E TICHRAE T 2RUER L LT, B2 S 0BG & M TE
TRHCHAE T 2 2K OMEIREE T, ZhehoF5 e b o7, ZoRE, M
25 DRBEHC & 2 BRI AND ABAD 0.2% LT, 225 DiEH iR &k 2 BEK
EEMADABRD 029 T TH 2 Z2m LTz, ZLTRHMOBE NEIZEZTAR
MOBGHEZRE L, BMETHFORBERPEHATE 2 2 Z2HERL .

RIZ, WRERBEFNC X 2 BWRAETET L I0%REDRAEITOVWTEREL, U0
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WamrEEH L.

o b—FDBFTENIN L TEMOATIIMRIEZ N TE ST, FEPICT — 7 BENLT)
L7 EPRERBAZDRATH - 72,

o IMDE FESI LIHEDHBEZEIEL, ¥ FE I HIT LEELHMNTE2Z 2Rl
7z, o TARMICBIT 2BGNROUIEL, & NEIHAEBEB OB TH 2
199 mm &332 L7.

Hiraoka & 237/KISSAMGAERTIC & D HIE L7z GTAW OEEE (Fig. 1.15) & ARFmXTOH|
EHIZ 10 RA > PIEL EDBELT TV, ZOENEMOMEICERT 2D, 23\l
TESTEDENDR BT 2 D0, AU TRKIGHREAREFC X D HIE L7z GTAW ORFHR L
g U TN o R 215 7.

e Smartt 5K BMERT ¥ VAWM T — 27 %2 R IRST U 7z O BGh R D HFA DS 73.8%

»574.6%THY (Fig. 1.16(e)) , ARFXITBWT GTAW THRHH % 1A L CIRIKESR
BEEHCHIE LB 74% LW EZ R LTV,

o AT 100 AICEBT % Smartt 5 ORGIPRHAEMIE T — 7 IR & - THEIZ P
DB BH, AT BV TR & D HIE S iz GTAW ORRhRIZZ OHPHNIZ
INE o> Tz EIBHRERM E Lz GTAW 2B \WT, IRIKERAG T R U/KIGHRK
XD RE S N7z GTAW OEZIRIFZFAFEDEZ R L T,

ML EDFEE XD, Hiraoka 512 & D HIE X2 BRNHR L AR THIE XN BBROEWSRE
MOEBEWNITER L TWBARESDRH 5 Z & R LTz,
RRIZ, M OEGEEIC X 2 BEICEE T 2B 6, DINoMmZiERL7-.

o IAEEIRD & R RE AL XN 2 BRI N OREAEICKRITE S 5 2 L AR X
N7z, W-oT, 7=l ERICEH SN ABERUCBIFRLEHEE T5DT
E 7 A DIRE DD ER L 7o 2RO ABB R OBGhRE2EEE L.

o ARMOTR NG S, NN RIBMOBMIRED DT 2720, H7-h bHEREZIBEEL
TVWEH2DEIIHREEES IRE L7z, ERIEBEEN NS S IREAAERICEE LR
T 5720, BRI B FRELE.

o BMWNERDIRE D MIZARE SRS SN TE D, BB RERKIREINRERENS
ORI NG, ZOZeh s, MPREIRE A7 =L XD BTSRRI
WREIWZHRIE L 720 2 & ZARGE L 7z,
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o IEEHRRUREL L IBHGHE DA G D0 HRFEAIR o/v? ZEA L, FHERR R o —
V& DT HAUSEM N QIR EE i @R R & RME 2 2 e 2R L 7.
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FAE BEFLEDLEERICK 2 BEHZXEDEICE
ITRER

4.1 F#E

GTAW DEFNRMN Z N E TIZE B S LTV 3 13:1437.505460.69) gy 1z L, GMAW 0
BERIZ 2000 A0 HIERIIT OGS 7. IHFHEBEMIC X o Tyl R 2 SN2 IETEITES
W2E D, GMAW 13 GTAW & [hig U CHEME R BXTEE 2 RS

5T, FEET — 7 IEERO 7 0 ZOVEIEEN 22 L WRREZ R TEB D, /AEER, &
AT, AR 2%y Z O % AT & 2 8BRS AL T3 9359),
ZREEARRH AR XV T — 7 IRERROEHC LD, BMAD AR CEGWIRIZHDTEZL D
MAEDEHEZED 2HE hotz. BIEOHER & LTIE, Bosworth IZX 220UV AH R X
RIVT — 7 IO BEHRAIE 208 1THAE D, Egerland & Colegrove 12 & % CMT 7A#%, STT
BB OBGHRAIES), Pépe 51L& 5 GMAW DEGRMAE), Riberiro 512 & % a—)L K
TAXHARXRNT — 7 IEEOBEIRHAE DS »%TF 55, GMAW O ABKM CEShR D
ENTERIATOIR, ZOWEFENRHINTELY 2 rrboT, 7—27HRTHEDA
TR CEWIRZ R T 2 MO AR ER SR TORY. BEIROAIEEZ FEEE O A
TCIER LD, IBEEBCIEAATGIRR 2 TS 2 7D 0FEGHEICTER LD 35 &
T, HOWZEHE T 0L ADEHEBTIRCIC U BRRERAET 2 Z L 3IERENTH 2. %
7z, A%y ZOF/ME, MAE, ESVE R GMAW 2 EEHT 272D S LT AX Z )L
7 — 7 BHEBES B L TE D T 7 — 2 RPN B 2 BRI R & AR 3
DEMEDIEL TV 5.

AETIX, EFREIMEL Y 2HHLZ0 GMAW I2BWT, FEOBHERERBTcHRR 2l
ETHILITED, 7= NICIFET 282K, B R AT RO EEHA I KIZ T
WEPERT .

LL, ZRHLANCSBRRICHE L 52 2BRAPEZ 5NEHT, GMAW O ADHIE
R TIMLDER L IBHBITHE R VBB AKIBAORE 2 XL CiEinT 2 2 L 2HRET
H%. HitoTGTAW KU GMAW OEGNRE KT 2 2 T, BHBTHRLEEAKIR
AN DOBERNZOWT HERT 3.
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Table 4.1 Welding conditions of GTAW

Welding power source ~ DT-300 (DAIHEN Corporation)

Electrode 2% lanthanated-tungsten
Electrode tip angle 60°
Welding current 150 ~ 300 A
Polarity Direct Current Electrode Negative
Arc length 3 mm
Shielding gas Argon
Shielding gas flow rate 20 L/min

4.2 HEREM

WIRERBEGHC X 2BGRAEICB VT, I (SS400, JIS G 3101) Z{HH L 7.
SETIERMOKE X% 200x100x9 mm & L, BHERZ 60 mmMU L3258, 7—2iEFF
TORESGHVEEFIRBIGEL TB D, BEHGD BT HIRE £ T oOBERRPBIHRIC

WEBERIZERWI 2R L. ABETHRAKROENZIRAT 20, ZOZMMEZ2HAT 5.
RS CTE R PEBDORE S HUEEHIRE L 22 L EOBGIEERHEL XS5 2 LTW5.
REHERTREILBRE a(m?/s) KX VRO T o0, FLAMNTOBMREICB W TH
MR — VIR T 2 BIITAREHE v (m/s) TH S, T OBSE D5, FHANES 27—
NMEafvTHZONZEEZONS. BMOBREIERBR SAEERENFE T TH 5720
R 5BHEBIRTH o THF CIBHERER M OKRE X THIUIRMANERIC BT 2IRES
DHEEFIRENFEH XN TWE L EZ LS. Z I TARETD 3FE L FAKICAEEE%S 80 mm,
BHEHEE Y 5 mm/s IREL, ZORICHIE S NBWRET b o TERBERICB T 28%)
RT3,

IKIBHNEAREHC & 2 BSIRRAEICBNT, BMOBIRE3ECTHAL @Y TH S, 7—
2 O RRFHIEIAEHIR O FUIICEE, TROBIEEGEEIL 0 mm/s & L.

GTAW MO GMAW DiE#5E% Table 4.1, Table 4.2 IZFhFhiT. HID L &

=ZEEFERL, FELRVRDABETRIRS 2HEIEFEE L. 72, HEREL L
TR DR ZERA L 7.
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Table 4.2 Welding conditions of GMAW

Welding power source DP-350 (DATHEN Corporation)
Wire Solid wire (JIS Z 3312 YGW11)
Base metal Mild steel (SS400, JIS G 3101)
Welding current 125 ~ 300 A
Arc voltage 18.7 ~ 34.0 V (one knob control)
Current waveform and polarity Direct Current Electrode Positive
Contact tip to work distance 20 mm
Shielding gas Argon + 2% Oxygen
Shielding gas flow rate 20 L/min
4.3 RERER

Fig. 4.1 [CIAHER L PR OBFRERT. BIRONEMICOWTHRT 2 a1, B
DOREBAEITOVTERT 5. ABHIREEC X 2 MEFRZ IO L ORIKERBARETNC X
ZHE, FHC GTAW OFEEMEL TR ED o7, RFFEEOFEKNE LTEX LN 2D, |
HREZOERMEICRRI T 2382, BEBROBAI LY —ICEKRT2HETHS. £F
WAEZARTHIB I 2 RMREITOVTERS. FIDICR (2.3) 1ITBI B Qutea MU (2.4)
DRFRAZ TS 5. Fig. 4.218, MAERAEZTHNT X D AIE S 0B A A E I
T B RRIEDFEHR spear 2, GTAW KU GMAW D ZNZHRICDOWVWTRTY. GTAW KU
GMAW D spear EZFNZNURAT3.6 k], 4.0k TH D, MHEIFARETH-7. —J7, KE
R DIKIR B 57D R SN2 AR Qeopper DMRITELDFITHRIZIRA T 0.037 kJ TH D, K
RERBRG L L THADO—RETH 572, AR Qsted DIEBDED Qeopper DIXHDE
EDHFELSRELS R HEIE 3.5 HiTHIHL 2 & 5 ITRMPIREERITHA SN ED
HRMIFZELTVLEEILNRS.

RIZHK (2.3) 1B B Qrota DRIAREZFHET 5. Fig. 4.3 IIAEEFROBTA T AL F —
(XS B MDD IR spower, Fig. 4.4 THRATZINF —DFE Gpower (T2 spower D
HIE rpower ZNT . AEREEF CTERRZHE L72HED GTAW KU GMAW D Spower
WBZENZIRAT140 J, 138 J TH otz —77, KGHANREAEF TEMRZIE LHED
Spower (& 28] TH D, MAFRERARF THRIRZHE L7258 D spower & HE L THHD—
BETH o7, Quotals Qsteels Qcopper DRMianez IR S 5 &, MRAEZRRETTHIE L%

62



100

B GTAW with water-cooled anode
95 @ GTAW with liquid nitrogen
@ GMAW with liquid nitrogen
90
< 85
2 T
=i
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<
70
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Welding current (A)

Fig. 4.1 Welding current and arc efficiency of GTAW and GMAW, with dashed lines
depicting hypothesis by author

63



e GTAW
GMAW

liquid nitrogen mass (kJ)

Square root of unbiased variance of
accumulated heat input calculated using

0
100 150 200 250 300 350 400

Welding current (A)

Fig. 4.2 Systematic error of accumulated heat input measured using liquid nitrogen

calorimeter

BN O RMREDSNKGHIRBAERT THE L7258 £ D 3 KRE VDX Qoo DRIARAIC &

BEHBNRKENZ LB oz,

TR EERENERTCHIE L7z GTAW OBRRORHERAED GMAW OFE LD B RKEFWL
HHEZ#%%. Fig. 42 TR/ZX 512, GTAW ¥ GMAW D ABUZH T 2 R Ic K&
BEWIR SN2 o7, LELEDS, ABEIINT 2RI DFEHIR spear & AZRDFEE
Theat WX 2 Speat DENE rheat ICEH T % 2 GTAW & GMAW IZBWHAA LN, Fig. 4.5
12 GTAW & GMAW D rpeas Z7RT. GTAW D rpeat 1FFRAT 10.8%ITZE L TV S DI LT
GMAW D 7ot ERAKT6.1%TH o7z, TOEVWEHRT 272D A T AL F — Qora DHED
PICEHT 5. Fig. 4.6 KIAHEEREREBRAZINT —DFRZRT. B, =HDEHEL
BIREMOEH DR ARIZZENZN1.6%E 1.2%TH D, Fig. 4.6 ICRAEH#HPEEZRRL TS
BRI TWS. GTAW X 29~65 kJ, GMAW 13 36~189 k] TH D, Qiotal 1& GMAW
DHBRKERMETH -7, 2F D, R (2.3) XD BINLEERD B, GTAW ORHFaRAEHD
MR GMAW & D b KEL oz bHEfllans.

T, BEEOWUEMIOWTHIAT 5. AKGHIIRKOEEZHC & 2 B3HI1Z 82%20> 5 85%
THY, WAERRETC X 2BWR L KT 2 L BNROZ( Db o7z, WIKERK
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Square root of unbiased variance of
accumulated power input (J)
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Welding current (A)

Fig. 4.3 Systematic error of accumulated power input measured using liquid nitrogen

calorimeter
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[\
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Fig. 4.4 FError ratio of accumulated power input of measured using liquid nitrogen calorime-

ter
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Fig. 4.5 FError of accumulated heat input measured using liquid nitrogen calorimeter
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Fig. 4.6 Welding current and accumulated power input
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QKBS RS X 2 BGIRZ LB T 2 &, 180 A 525 250 A OHiFAT GTAW DEZhHE
DB L7z, —/T, /BB 140 A T, WIAERARINC X 2 B3R /KGR EGT
WKEBRERED BENMEZR U2, 277 A LI EOBEHEBERTIE, RIKERBEGHC X 283
ROKIGHARDIGE XD BIWD L7z, 116 A 2R E, BEEROMINCHEN GCMAW D&%
R EFL, 180 ATRALARD, ZO®RMAMICIE L. £/, MEERBEFCHIELL
BERICBWT, IMEEROEINECESI R IR T 212X, GMAW T 2728
TH2ZDITHL, GTAW DEEIFERLLRIBP ER L.

4.4 ER

PG M AT R & D BVIROAIEMEIGE WA - BREER T 5. BB M OERE
FEDEND BN RICRIZ THEL ML U AER%E Table 4.3 1R 3. GTAW ORZ)H
ZIRARERARFNC X DIE T 2BICHM 28I L7, SRAKDBEXICK 2 g8y
HBZ2ZePHonTW5S. Lago B, AMBENOTHHDGEEIC GTAW O 7 — 27 5 SR
ANDTANX —REFEFHEIC X DRD, MHEFTTZRLF —ROBEEGICRKRERBNES
ZARWZ e RR LN, —HT, RMDIERL CREBELSY Y — 7 ITRAT 354, BXk
B 77 NOBTRE, 7—27200RBEHICHER 52 25 2 L PFRATHIE 02103 e
HBE2IZR o TS, JKIFHRICOWTIZIBRMEATER SN TE S S, HARKOTEIIEZ
LIRSS, BRI T 25 E AR EE L, SRKOPELRERTILEDD .

RITBHEFFEDBEBNVCEHT 2 b, BWIRAOHEL L TABBITHENZ T LN, 1A
ATV BNRICRIZTHE L LT, FEBITRICY — 2706 0BSE»BP T2 28, &
THEEIEEERD? 52 5N XVF - EHERMARE T 2 2, BilEL» &K T
PAEKD T =V WWRAT e EZON5.

DTFo&HITIE, SEAKCBHEBITORNRICEZ 2B EERTL7:0, S$REKOY
DI WIKIGSAREERENC X DHIE L7z GTAW ORMREEMEY LT, Bz T3
GTAW, GMAW OBMREZET 2. B, BT 2RHLHEBE LT T500, HE
A & FHHHEN U 7 158N & B3R OBIRZ Fig. 4.1 ICHBHFRCTERIL, HEMED RO
RO BRI X .

4.4.1 ARHSBATIHREIHHANKRICSZ ZHE
KGR ETIC X 2 GTAW OBRhR2HEAEY LT, Wiz ML 33 GTAW OB
149 A TR L, 176 A TERETAHEEICOWTER T 3. MiEOBMRAEICENTE
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Table 4.3 Factors affecting on arc efficiency, classified by metal transfer and materials of

base metal
) Effect on arc Explained
Factor Mechanism
efficiency section
Less heat
Penetration conduction Decrease 4.4.3
in anode
Base metal Less heat
Iron vapor on conduction Decrease 4.4.1
base metal from arc
More arc
Decrease 4.4.1
radiation
More arc
Decrease 4.4.4
) radiation
Iron vapor in
Less heat
arc column
conduction Decrease 4.4.4
Metal transfer
from arc
o Less arc
Short circuit Increase 4.4.2
radiation
More heat
Metal droplet Increase 4.4.2
transfer
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Plasma

a Plasma
/ Iron Tron
vapor

vapor

AKe B

Molten pool Molten pool

(a) 149 A (b) 176 A

Fig. 4.7 Schematics of iron vapor effect on heat transfer of GTAW

Z BN B EMFDEVIBHREOARY, BRAKOREIETFONS.

EUDICAEREDEREEERT 5. Fig. .19 TRLE XD, BEEEOEEIIAMA
MOBENRICHEL S 5. BREHEED 0 mm/s ISRE S NZIRETRMIC Y — 2 2 R4S
Y, BMCHASH -z F 13T EH 2RV, IMTRE LR 2RI 2. BIEEFR
EOFELRV. L2 LRds, KSHRARE OHERT — 27 0 b BMARKA S %
LFE=PIKEICE D RDND 720, EFHREPEFRLTWE. o T, BHEEEND 2 H5E
YR U CRM N OIRESFIZR R 20D, XY AT EME FCEHE %3 2 EER
26 I FX 7 — 7 E FORMIRESHHARBINCE LRV WS 1T, FEROERIR
EOFEHLTWREZILNS.

IBIERE DI X 2BV NIV EZ DL, 149 A BT 2 IKEREZTNC L O
TE XNz GTAW OEGhHRD/KIGIIIRBARGNC & D E X283 & D /W, %
ERLDPBBRLTWR e EZLNS.

RETDOWT Fig. 4.7 ZFHWTHIAT 2. %284 & 52 GTAW (Fig 4.7 (a) IZHZ)
DEGHRD 149 A TKGEINRE BA & 55 GTAW ORZIER X b /N WHEENE, RHATARI
D HRAET ZHERDT =V ANDBAD T — 7 OBBEFH ZHEMEETT7 — 7 iREMET L7
R, 7= b BMAOBREI X 2B WEN B LickdeERoNS. —F, BHEE
TRAS 176 A DIGE, BREXUT 149 ADBE LD BB LIREL. 7— 7 TOSFESIRE M
LTW3EEZBNS. L2LAMNS, IBHEERD 149 A DHE XD B 176 A OFF B
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EDENI L TT 7 ARIMDTCELSENM L TV 3720, 75 Xv&RMIC & b PR T —
BN IREHIN 2 BN T 2. ZOME, PRI & 2 BRSO ZE B IIH X,
ISR CHIE X M- BENRISE W EN 2 [H1E 5 5 (Fig. 4.7(b) ICH) LH#HERIX N 3.
%38, GMAW OBGIRMIEREET 140 A T/RGHAMIC X D HIE S 7= GTAW DEGR
ED BNV oW T, FMEREITIANZ 27 — 7 FIMZIRA L T 3 3R DRV
FHC X DBMERDFEL TR e EZ b, MAEZRICI HRES N GTAW OBZED
BOE X=X LWERZEZ OGNS, ZHEBMEHRE L Lz, SHMERLICDA
PRIRLDMRIE LR e 7 — 7 I S RADFIE T 256 £ TEWRIGEVW D EEN S
LR LTWS.

4.4.2 FERBITRICEITZ 77— OBBEHRA RV EERIT

FIASRAATIC X 2 BUBET OB I OTATHISATIC & 2 BUAIZBGIR 2 N X € 22005 D,
186 A LUNT GMAW OEWIHE I HM ZEEH & L7z GTAW XD RKZ2VDIXZ D DD ERK
WCE2BDEEZT. KT, 186 A DEGIRICER T 5 & BM 2 8% C#EH & LR w
THhO GTAW OESIHE L H M EZ R L U2 D GMAW OEEIHED 3% K & W I,
GTAW TIEIHHFEXBMTDH 2 XV AT VEMTOY 2 — VAP EICEMORE R
Awsh, ZORIFNF—PEMANEEREEINZODIIH L, GMAW TV A ¥ EMAH
VA VREBEIC X MBS K DIARL, A TEBSIFIC L > T A Yl o B
52T, FORAIIINLFX —DEHBITICE o TR AEZEI N0 THDEZ LN

ZOOBEKON, FIAEMBITICE VBRI N2BAREY RED, AHETHBIRICE 2
2R ELET S, Tatsumi 51 GMAW (IZB1F 2 IATHEA LT 2 ABEZRE L2210, o
YR NFy T - BMEEHN O Y -V R ROBBRBAZRE, O OBEHESM RiRY
TOBHEMIEYUL TV B0, HEOHIE LITAHRATIC X 28X R 2 S L Tk
T35, BB, KX IZERVESIZa YR v Fy 7 - BMEERE 25 mm 2 LTED,
S FHRZEMT AT ZFHLTWS. ZALDEWIT — 7 EE, /AEER, A%
T A X H o DIETEREI SN E L M TN D 5.

BFUolzary gy v Fy 7 - BRI ECHIARITICE 2 2B ONWTEET 3.
Tatsumi HFEHEH X 712 X D IBHBITEREZHRE L, BXZ 200 A IFOBEHEERTIE
A a— BT THS L LT3, KRSUIBWTHEEE S X 712 & ) BRI TR
EBIR LI A, Jua—ABITEEBBITHIES L T, ZhAZhDIETHERITIVE
DR EE% Fig. 4.8 MU Fig. 4.9 1TR7.
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t = 24 ms t = 26 ms t = 28 ms

Fig. 4.8 Photographs of arc in welding current 190 A during globular transfer
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t = 6 ms t = 8 ms t = 10 ms

t = 24 ms t = 26 ms t = 28 ms

Fig. 4.9 Photographs of arc in welding current 190 A during short circuit transfer
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Zhuxar R v F v 7 - EMEEBED Tatsumi 5 D5E L KL T5 mm <, ARBIH
WIATED R L 3 Koz 2 8I2k 2 EZ BN 5. Fig. 4.111RT £ 518, FEEBITH
FAETHEIEIZNEETH 5. 200 A L EOIBEEEERTIE, Tatsumi &K ARG DM /712
BTy 227 MBITTHo /. UEDHRDPS, av &7 v F v 7 — B RFERED AT
BATICE 2 2 BB A% RETH 5 R XN 5.

RIZT =V RHADBNHE 2 2582 OWTHE X 5. Jonsson HIE7 A DY—L R
2N UTBRN 7 — 71252 28 Gt L, ININED 5% THIUTE RN, HBIRIR,
7—2RE, 7—27NOBMIEZ BB SNRIGTH 5 iG99, %72, >—
R A 2RISR TICH B R 5.2 2 Z e PHILBNTWA Y, BEEZRNT 25E5EFA T —
AT R BRICIFL AT EER SRV EREINTWS ), fE-T, BEEF ZADFMD
TBRATIC X 2 BRE ORI E T2 L THIT e R 6BV DEEZ .

BHIZ, ABEZ0HOTIIRIBEERZEME 580 ABOHEINEICEH 37T,
Tatsumi & OHERGER & RFH U BT 2 ERFHRISENZ RV EZ N5, o TAEIT
X, BEEEREZLS B R OBTIC X 2 BEEEOWIRZFHE S 5. EHEITICX 58
ik e ABBOBGREEZERT 2720, R CHIE S N/EHEEFRO X)) & Tatsumi &
WX DHE Tz GMAW 281 2 AT A S 5 ABE % Fig. 4.10 1R L 7.

Tatsumi & DWEIC K % &, BEBERE 140 A 205 180 A NI X B /- IF, ATHIC X 22
AL 900 W 205 1,500 W AN LU, ZDHEMEKIX 6T%THo7z. —HTRMILTD
FERTIE, TAHEFEIRE 140 A D5 186 A NZHL X B RACIAREEIRO X 11X 1,243 W 72
L, ZOHEMRIZE43%TH o7, - T, BHBEITOMMBIXAEERD XM D
BWIMFEEEZTBD, BIROMIMCHFS L X%, FAROREMIBEET 180 A L1
FOBETHMY DD, RS THIE L 2B R IEL LA L TWwa. Tatsumi 5 Dl
ERRICK 2 &, BEEEMRD 180 A DE L B L T 270 A OGS IIIAETERATIC X 2 BiinX
BIFMEICR o TWVWD., —HTARRICBWTAEEIRT 186 A 205 268 AN LI ETHIAE
BREEO KN 4,139 W 25 7438 W ADINC L ¥ £ D, ZOMIMEIZT9%TH 5.
TOZ e, BEBATICX28MEE FRZBHEEINECTVWE I 2EKLTED, £X
LNBEERIET — 712 X 2BETTH 5. Tsujimura N2 Uf Tanaka & GMAW D 7 — 7 R
T ABEAEZEML, 77— 2 77 ARIHFET 2 EBERN T — 27 DEFICE 2 5
ERERLE). ZOME, BHEER 280 AITBWT, 7—255 DRI & 2 BUES%
A EEIRO RN LT 40.7%I2#ET 2 Z e BaR L. KX OHIE T, AT
12 & B ABABIEINA 7 — 2 20 5 DB & o THIF XN, TEEERD 186 A LTI
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5 Power input in this paper
z
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&~ 3 . +43% -
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]
1 > / Heat input by droplet
+67% (Tatsumi et al.)
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Fig. 4.10 Comparison between increase of power input measured in this paper and increase

of heat input transferred by droplet measured by Tatsumi et al. 104)
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Fig. 4.11 Arc efficiency and short circuit duration with respect to welding current, with

dashed lines depicting hypothesis by author

KRB L72d D e HEHIT 3.

I, FEAEEATIC & 2 BUIS DD v BEhROMIMOBRE % 5 - D s T2 EBLT 5.
VBRI 3 2 AR R O BN & & RS AT OB L, IHIR R OIS L 8% #% % Fig. 4.11
R, HIRE OB HICH D, BEHERD 7 — 7 BIEDSRIEERENC D 2 7 — 7 &
JED 1/2 % RE - 72RECHIR U7z ARGE U7z, TAHEEBTRAS 200 A A O BRI STA& B R  BH
Xh, FEEREOEASEB X2 5% T—ETH -7, BB 200 A DL 3 & FEigHRER
DEIEFIRD U, 250 A ETRASTHRUIBH S WL IRo7e. HRHRDHEILL LHITT —
75 DBBE DR T2 e EZ 5B, Fig. 4.11 IZBI2BROBD e —HL T35,

4.4.3 BREHMOEEICEK 37— - BRI OREX R

3.3 Hi TR NEE O B0 & BRSNS E R LU TR EHHAL & 5 L ilAzk.
R NEBDIRE DD RE LI EHEIREETIE Y — 7 E N & M ERoMICRE AR E T
(Fig. 3.3(a)) , =X (1.12) WEWIRE AR EEI S 2 BGRRFET 2. Bls, REARHK
FIIUIBREI LR T 5. 3.64HiTlE, BRENEAFEET 255, BRNLORENE—TH
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Fig. 4.12 Penetration depth and arc efficiency

5L RE L, RIBRERS ORIEOIRE ARSI RICHES 2 e 2HtH L. BERICE,
RIBREE 7 OMEPRHIN R X A7 — L X D bR T 2 LIREH ICH Tz o TH—ICRE I
FL (Fig. 3.3(b) , BEAEIBRD L2 e TEEIWP Lz EZILN5.
ZOHEEMRT 5728, GTAW KU GMAW DIFAARZ 2 HIE L, BWEOBGR% Fig. 4.12
R LTz, IEAARRE 3T % 72 DM, 76HR 80 mm 1 L CIARBAAA A & 60 mm
DB SR Lz, ZOMEBZEAZEMNZ, 3.38&D 60 mm OMETIERMNOEE
DIDEEFIRBIGE L TVD I DHERINTWE D THS. BB, BAAFEIDEL
WX BEGIROR TR MRS 2720, BEIENMA T 26BN, 2% D GTAW DWW T
X, VAR 176 A LI E, GMAW TiE 186 A DI EDIAEAARS NUBNEREZRIRL TWA.
EABEZ I =ELLEHGE U7z ORFEZHRHA L TV 5. BAARS L 8RO
THBGRBEFHET 220445 TH D, FFOADHEER L7, EAAREZ ZHRELL 2524
¥ bizd (GTAW, GMAW b8 Tn = 23) , BEIROMAE D K E WD IERN LG
FEHF Z 8 IXTERWVWA, Fig. 4.12 1 3HAARE, OWTIERE L BIRICEFREH L Z &
ZRBLTWS. B, GMAW OIFAAIGIRIZET7 4 Y —BIRTH D, GTAW IFHHE
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{
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Fig. 4.13 Schematics of the effect of iron vapor on radiation from arc

ARTH -7z, AEOEETE R L, BMHNEOIREANE & 2IROBRIED < T THR
BEARO =T IREDH 2 RE L ERETH D, HAARS L BFIROBRITES I
TABICIRDENFDFE S TEICHMT 2LEDD 5.

4.4.4 T—VHRDIHEIHWEATILICLZT—IHBSOEME S 21— ILEBADRED

GMAW DA#EN 311 A LLETIE, 186 A 205 268 A 127z 2 BENR DA EM & bk
LT, D KRERBGIFROBADBAOLNS. 7— 7 FLEOBIELIC X 2 B O F 505K =
WZ Eid, Tsujimura U Tanaka I2 K o CEMINBES I 21— a VITKDRENT
W23, B S IEBRIERIC X A B OB EEE L2 GMAW DY I 2L —> a Y RENML,
280 A DIAEBEREZME LGE, BEEHROBAT I F — 1T L TH 40%D T 3L ¥ —
BT =275 QBB TRFBRREABIB I TWE Z e 2R L. BUEIc k3 3L ¥ —
HERIZED, 7—7HLEDIREDY 6,000 K, HD & DAEET 13,000 K £ 7o THED, Hb
HOBMNEL KON TWDE Z b s.

BB AA1HTOMRP L R, SFERKIBAIRID 7 =27 TOY 2— AN LT, 7—
7 - MBI OBRENBY T2 e EZLNDE. L LEDYS, BMERICOAZFKELKIEA
35855 (Fig. 4.13(a)) &7 —27HDICHHEARPEBEAT 255 (Fig. 4.13(b)) T, #&K
KOBINRICEZ 2 BIIER L 2 2ldRD. 7 — 7RISR AT 2858, 7—
2 FUDE | CER OBV A5 & SRR 7 — 7 il L CRE L b iR L T 7 — ZIREMME TR
L% 77— 27 DBLXUCEEMETT 5. DD D2 —LREABBI L, 7— 205D
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BMRE RSN S, COEAIIBEEEROEME L b IcFE LRI EZBbNS. —AT
GTAW D355, GMAW Y& - T 7 — 27 FIDICHAESKDIREAR T, M REICOAZELH
BEL, 77 EATHORENBBINC I DIETT 28T, 7—27FDOERBED L5
LTBFRICK 2 T AL —EEDEINT 5. LD > T, AHEBROEM HICBERY
FERFT2eEZ NS, DED, GTAW & GMAW TIEHEBERIPBRIRIC IS THEDOIE
H7E N 725,

4.5 S

AETIEX, GTAW R OEFRAIEZ &2 EH LR GMAW OBGIR 2 RiE OIR#EERT
HIEL THEZIET 222 T, 7—27NICIFEET 288K, 7— 2700 OBURS, AR
THR, BMNEOBRE BRI RIE T HEEER L.

U DICBEWIRDOPEEZICOVTE R Lz, RIRERAEG CHIE L7z ABE O RHH
FZDOWT, GTAW & GMAW OGS TRBETH o7z, — H/KSHRBAREST THIE L 72 A
BB DRMMAEZIINARERZARE CHE LGS LR L TESO—RETH o /2. RIKE
HEAEGTCHIE L 7 AB\BE O RFEAEIVKDIIRA R OHE LD FE LI KZVDIE, £
MERRERICAT 2 BOEHEIHEL TWE L. WAERARNC X 2 B%0%
HIEIZBNWT, GTAW TORMAEZAED CMAW ORFEE L D B KEVDIX, GMAW 2B
I BIBHBEFEDORA T AL F = GTAW B 2EEBHROBA LTI LF - DB KEL,
GMAW (1T B1) 2 ABVE O RIRIAE O EININT/INE R o T2 70 L w7

IBHEEI R 2L X8 T GTAW O, /KRR R IR E R BRI & D HbE
L (Fig. 4.1), LT O#ERE1E%.

o GTAW D/KIBHINRIC & %BD3I 82% 0> & 85%ICNE D, BXZ—ETH o 7.

o HKHH % R & 35 GTAW OEGIEIK, 149 A TKIBHIRE D B 10% K WEZ R L 7.
o REA MK QM & BEA & F 5 GTAW IZ7AHEE IR 176~252 A TR CARIREZR L 7.
o MIZRIM L T2 GTAW OERIFIL, 252 A ML ETERA M %R L 7.

o WRHHZ B 32 GMAW DERNRIL, 1EHEET 116 A ZFRE 186 A £ T LA L.

o WH X RM & 325 GMAW DOERNIEIZ, 186 A LI EDIBEHEERICE W THAEA Z /R
L7
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PLEofER 2 FER AT 270, UTNORHZH2RL 7.

o WEE R Y T2 GTAW OEGNRD 149 A TR Z M ¥ 32 GTAW OBIR X b
/NS R M, 7= WKRALLEKETUTED 7 =205 ORISR L,
7= REDEO LD TH L. 7= REOWNCED 7 =7 2 5 BMADBRE
B LI T, BRIRI TR BEZLN5.

o BREHZ R X 3% GTAW OEGIEA 176 A TSI & b HlE XA 7=B8hRImwn
fENYEET 2HEE, BEERS149ADEELD D 176 ADHDH T 7 XKD
TEDMEMLTED, 77 XK L DBHRELY 7 — 7 HETHA s HIh 28D
BINs 3. Z0/E, SRR L 2BBHOFEIMH NI /-DTH 5.

o WKEHE M & § 5 GTAW OEGIESI 252 A LI ET, %72 GMAW OEGIHEA 198~268 A
OIBHEERIB TR T 2 HENE, EAAREZ OBIMEWT — 27 E FORIARBM DR
FEAR/NE 72D, BMNOBEEPIIFI XN/ 720 TH 2. ZORAEEMT 272
o, MEZRME T2 GTAW N GMAW OEAAFRS ZHlE L (Fig. 4.12) , W&
WA DFFWHEINERD s h .

o WEZ R &35 GMAW DEGIRNEY 3 2 A, 7— 27 FDITEA L#ZEKUC
X DB, BREANOBIERIEML 727D TH 5.

ARG T ORGNR L Sl % B4 L T 5 GMAW OFEIRZ L, 186 AR THALN B
RO EFIX, GTAW, GMAW ¥ TERBEZX D= XL THZ I ERB L. 72 GMAW
IZBWT, 198~268 A D7 2 BMIRDOEA L, 311 AM ETOESNROBMP L TA A =X
LR BZEBRBL 7.
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ES5E  FITHRICEK DBIE SRR E AR
ZRDLER

m
il

5.1

AR © B - TARII O ETERIE 2B R L 72 L THIE L7283 & Christensen 503F &
B 72BN R Of Smartt HIZ &K o THIE S NBRE I L, BROEDOERIZONWTE
KI5,

5.2 Christensen 5 & D LEE

Fig. 5.1 % Christensen &A1 L 7= BGhR ) ICARX OB L2 EREDLEERTH 3.
GTAW DEENRIIAGH X DAGEFIE 75~85%, Christensen & DfEIZ 21~48%TH b, BEhHE)
NAHE ZDIFICKE 272D DH 5. Christensen & DEFRD 55, Wiz &4 & 3 2% DCEP
WPt D GMAW DEENHRIZ 36~46%TH D, BNRDOIBEZ—ET 2 D DDOAMEDOHIR & 1&
40% D7D 5. Christensen & DX TIFERNER O BARRNLHIE T B R PRI RS THY
W, G EEIE TERWD, EREDEREER T 5. Christensen 5%, AEHIC
M EKTIHHL, BHKDORE EED SRMADAREHIE L2 DAL LTS 9, %
7z, Christensen 53R, BIREE, 77— 278, BHEHEEICE--TT—&20EL LS
A DD, BRROHEMOLEE Z MM TE R -7 LTED 9, BHEEAFICL-
TEGNRDPEF LR TIE R W HREIN S, GMAW RWE 7 — 768, r~—-7—72
B4 L R LT GTAW OHIEMEDOZFEA K E NI & h 5, GTAW OEREAIER I A1
ANDABDPRHET D 2K T DEESI N TR o 7272012, FEELD SR ABRDLHIE X
L, AT L LERT 40 % b RVWERIRIELNLEZ 6N S.

—7, GMAW OE%I#1X Christensen 5 DR L 72BN ¥ AFSCITB W THIE L 72 28h3%
DR —E L 7z, B 72 D OB BRI X 28 AT 2L F —23 1,375 cal/s DL E TR
AND AN TIRN L TWB 23, Fig. 4.1 1B 2IAHEEN 268 A L EITHELTWS., OF
D, EMADABDL RO L TV BERIZT — 7 HMSEREKRA T 2 2 81T X 2 Bl
DEMTHEZONS.
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Fig. 5.1 Comparison between arc efficiencies summarized by Christensen et al.%9) and

those in this paper
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Fig. 5.2 Comparison between arc efficiencies by Smartt et al. 60) and those in this paper

5.3 Smartt 5 & DLE

I Smartt 512 & » TIRIRERARG 2 W THIE XNz, GTAW OEZNHE L KRG T
DOWEEZ LSS 5. Fig. 5.2 Smartt 512 & o THIE I N7 BR13% » A5 CHIE X /-
GTAW OBNHZ/RT. Smartt H DFERITH LT, AFHSCTHIE S N7 B8R IIMA 10%
BEREWMETDHS. Smartt b E KM OFRDEVHEN L ERNEZERT 570, 6%
ZMEDEWE Table 5.1 1ICF e 5. 7—7EBEDEWICEHT % &, Smartt &5 DEBRN S
Hiraoka & O7KIBHAMNIC & 2 BGRHERED S, 77— 7 BESEMT 2 L BRIRI D5
BIEMP R 5% (Fig. 1.15, Fig. 1.16(b)). ZOMEANICIR->TEET b, 7—VEELE
WA TOEGHEIN NS 22133 TH 5. BRI, Smartt H OBEIRAIERR» S, (&
Mseif (Fig. 1.16(c)) , FEMZEH LE (Fig. 1.16(d)) 233 % & Wwihd 2R
TAHEAPBEEI I TVS. £z, Y= FHAGE (Fig. 1.16(g)) BRI E LRV
ZEHBHIENTVS. WINOLXMFEE R L TH AR THE U BWIERIE Smartt DEHE
EDH/NELRBIEFITTHS.

AT L OFERIC BV TERED Smartt HOHA LD b RELSRZERE LT, BHMOD
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Table 5.1 Differences in welding parameter between Smartt et al. and this paper

Smartt et al. this paper
Arc voltage 10V 11.34 ~ 12.28 V
Anode material SUS304 mild steel
Anode size @75 mm 100 x 200 mm
Anode thickness 25 mm 9 mm
Welding speed 0 mm 5 mm/s
Shielding gas flow rate 12 L/min 20 L/min
Electrode truncation 0.5 mm 3 mm
Electrode included angle 30° 60°

MEDE, B OTERNBEEEDENTHS. 1 BTHBNL DI, BERELD 1
BERVWEETERMNTOREDHHIELRD, IMADARBENL S 5. BHEHEN ]
GG, BMNERE Fig. 5.3 KRS 2 X5 RIBES i RTeEZONS. 7T—7 HIlE
BOBMANTNIIZIZHERTHD, 7—27 L OMICKERBEEED D2 (Fig. 5.3(a)) . ZOiRE
AKX (1.12) TREINZBMRDFAEL, HBWKERABRMBRET S, 7—27 505
REPFER T 2 2, 7— 272 bEMADABUC X b BB X, R NS IR B A LE
it 3% (Fig. 5.3(b)) . HEICKMAEET 2 L IFANMAIEA L, R PR ERER > DI
AELIEINE 2B (Fig. 5.3(c) . BB, 77— oHAINWT 3 T4 X — 3R H
HIFE ACHERICRI S NS Z DRV, IMEEIZ LR LT T, EFIREBICET S
ZrRRVEeEZILNG. —F, BERELND BHE, Fig 34 TORLEL D K—EDBEE

DR XN TOAUREFIREIET 5.

DX T =X 20, Tanaka HIZ K-> TEHE SNz, X7V L A% GTAW TE#Z L=
Y XDORMIRE S S ERT X 252, Tanaka 5 IIFEM, 7— 27, BRI, RMICES 3
B, EHE, ¥, BRMORENZ RO CREDMORMA(LEZFHE L. Rk
F D RHRE 7915 % Tanaka & DR HatAH - 72M% Fig. 5.4 123, MElI MR
T2 & DFEE x, AR OMERENIFRRD U0 IS8 2 R OIRE DR T(x), A0
R AL OMOHE |0T /0x| 23K 3. 28, FRMMOBEH T =500, 1,000, 1,500, 1,750 K 2°
LEHAID, EROZHEATHELTH D, BEARIHHAZH LTEHLTHWS. %
7z, Tanaka & DFIMETIZ SUS304 D@l % 1,750 K ICERELTED, T OZRRIIARIESR
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Electrode Electrode Electrode

Melting point
I of mild steel
N
v v v

Room
Temperature contour Temperature contour Temperature contour temperature
in base metal in base metal in base metal
(a) early (b) intermediate (c) late

Fig. 5.3 Schematics of transient temperature contour in base metal when stationary arc is

present
1,800 Y 900
LA GTAW -
1,600 | % e Polarity :DCEN ] 800 ~
Y Base metal : SUS304 | g
- 5 . Welding current  : 150 A 2
X 1,400 e Arc length : 5 mm 700 =
o Shielding gas : Argon @
g 1,200 160 8
g t=20s o
5 1,000 A, * 1 500 2
. | AN “'\ - B
) ‘ . S <Y
. S | ..\‘ "\,‘ \“._ _ E
5 S0 TN =N 40 5
A 600 -5 % . 1 300 =
F TT—— @ A "o =
400 1 200 ¥
t=20s
200 1 | 1 | 1 | 1 | 1 | 1 | 1 | 1 | 1 100
0 1 2 3 4 5 6 7 8 9

Distance from surface (mm)

Fig. 5.4 Transient temperature in solid base metal, read from the paper by Tanaka 5.
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EEREST S, 77 Hil05 1 BRICBY 2REARORAER T =1,750 K OFREE Lo
2 =0.34 mm T 678 K/mm TH 272, KELFEGHET 2 & IRAICREARIERD L, 20 B2
BWTHE 4230 K/mm TH 5. KX CREHZEME LT\ 70, BURER K RN
BRIZZDDEVEID 2 D00, EEHMICIEFRKOEAZRTEEZONS. DFD, 7—
7 RENER BT 2 M NEROIRE £ 7 — 7 18l 2 MR L OREENIKE L, REL
AR EW. ZORER, BURRIIHERIRE S, ARELENT 2. 7 — 7 slillh SRR
TS 2 & M REIERE FA L, ﬁﬁ@ﬁﬁ?—&ﬁ%ﬁ%t&@bfmé<ﬁb,%ﬁ
WH/NE L5, ZO/E, ABEZEDT
Tanaka & DIEFIAETIE, 7—727 T 2RMEHED S 15 mm OAEICBWTRE T
ERSMEEBERICREL TWE 72D, 15 mm OHBER» SBUIIRHE T 5. Smartt & DHEER
TEAMOEMNIFH A TVRWD, 77— oEEINL2BUIRMICEE 2. D% D,
Tanaka & OBUEFTE CIXREEE 2 & D ICEFIKEBISES K 23, Smartt 5 DEFRICB VT
EFIRBBIIFEY S, IMIIRE LA Z2HT 5.

P EofiRzE®Hd L, Smartt 5 DEBREFTIIERRECIIES T, BRENEOHELAL
Bl 2 RMICBY 2BMEEZERLTED, OGS ERMAORE AR HE NN
<, 3 (1.12) 1S BliE 2354 Lic W, i LTRSS BT 2 EBRSAF IR AER OIR
BB 2 EFIREPEH L TED, X (1.12) 165 BEiHESAE T TV b 728, Smartt
BIZEDHEINIGFM LD D RERBIRZME L e HHxNS.

Christensen 512 & D fHh S N7 BRI & Aim X OBIR 2 HAQGDHE AR, GMAW O
BRI AmE D —HT 52—, GTAW OESIFRIIARGH L DFEHRIE 75~85%, Christensen
5DMEIZ 21~48%TH D, BINRIPIAEE ZDIEICKEREND Tz, ZDEZFELER
& LT, Christensen 512 & D &R X 7z GTAW D EFERITBEGIRRNE RIS~ D AED

BT H 2K THEREENT VR o T Z EBREbNT.

—77, GMAW O#Zh#\Z Christensen & D7~ L7 BRNER & ARG SUT B W THIE U 722303
DR —E L 7z, B 72 D OIBHEEIRIC X 2% AT 3L —27 1,375 cal/s DL TR
ANDABD MRNALL TWED, ZOFEKNET — 7 HICHREKPREAT 2 Z & TR D1
MLz ThreEZLNT.

Smartt 51Z & D IRARERAEG THIE SN BRNR R TOBRRZ IR L, KX
DENEPR 10REREWVEZ R L. ZOERKE LT, BHEFEEOFRIZOWTER
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L, Smartt 5 DFEEIEMFTIIEMNEOREAEAHRANS /NS <, K (1.12) 1€ S B
BOFELE LI W, B UTAGS U B T 2 FBRSATF I EM N QIR IC BT 5 2 HIRE
MEBLTHED, X (1.12) 1985 BEiEAE T TWa 720, Smartt 51 & DfIE S N7z
LD B REBRBGNRZHE L 7= L HERI L 72,
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B6E oo

PEHROPEMEIIIEZFIC L > TREREVDH TV S, BWIROEWVIZESR O RIE S
IR OMEE R CTAHSLFICER L TWA DT RWA b S, HIETIEICOWTIE
IKISEART3) ) KR BE v LBERHY), o my 2 2B e URBERS), MREROK
FEBENC & B IE 32 ZHEH U CEGIRMIE S, SRIEHIEORIERE % MAE S 2 5%
PO TVSED, 1L.53HTIR L & 5 ISBEDORIEMITERRDOEEACH U 72540 TllE
STV, KRIZ, Christensen & DR L2 BWIRIZBIBELRICKREORE R > TV 52,
HEFRAEDPHWMEINTES T, WEdLOTERPELRIBAEICL2DDN, 77— OYH
R LTHAZINZ HORO2PHALMICINTVRY. BERAS2HRVWEE, SHTIX
B8 - BAHRTRRICBEIREPIEEZ O Z D Fig. 1.14 DX ICERL L TUREATED,
7 — VISR OB R IR T 5 L CREHC RN H B, £ T, RawxicBI 2H5EHE
IR D@D & L.

L EFEIC Lo TEL 2BNROERIIEOER 2 EWr L, BHEEPT — 279 o84
NOREEBR 2 @YNCE & U 77 Hili 7R 2 HEAL S 5.

2. WENL I N3 /77: % FIWVWT GTAW RO GMAW OEGHRZHIE L, WiHEOBEE T
0t ZDENWRLPIRICEEL S5 Z 2 BN ERT 5.

I ETHERICAIRAE CHER SN TE ARG 2N L, STROREZEH L. Sten-
backa & 23R U 7 IEAAE K RHEERIE O 73BT U, BUEMT I W 2 BT 7005
SRR E DIEN AR DRI RENEEICR E LB 2 5 2 5 MHEAE TR L, HWmET v
RS B HAIGEZ 2 < B LR VIERHE 2 P OISR X TIRIMGELZED 5 e b Lz

PEIRAEICH W S0 2 BEFF o C/kmiiiA R, RAKKEARR, 7 a v 7 A&,
Seebeck Envelope #AER, MAZERARG 2D B TBROMZEHEMZEE L. 2L T
ZN5 DRI T 2 MEREICBE L TRRICE MBS N MAENE 2 EH L 7.

1 FECTHIT L72RARGT O, BT E 28RO ZHE M ORIENR O S » 5 IRIFER
REGH 2 BOIRAEISRA L7z, £z, WETIRIC X 2RISR OB RSNRICE X 5%
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BrERT 570, WHILCHREKOREE A ST, HISBROEFNS O KGRERT
2 HBH S LTHRAT L.

2 FEIZB W TR CH AT 2 MR ERAEST 2 /KGTIRE R O BRI e E MR Z 5
#H L7

AF X CTERA LBEEHIN LT, BEHCRE ORI BMER B RICE 2 28 %
A3 2 113K ARG K 5 GTAW OBWR L IRIAE R ETHT K 2 GTAW OE)
RAERMR 2 LR T 2 0B D o7z, % T T3HETIIRAERARINT X D GTAW O EZhHR
ZHGE L, BIRKOFHE, 35720 R ICTRIAE R GG, KEHRE RN X Dl
ESNTBRNRE T 5 2 & TAMRXICB T 2RETIEDOZ LM 2 MEEL 7-.

U DIEEFT R OBEERICE T 2BBRICOVWTZERZNGHME L, DUNOMmZE =M
L7

o IAHEHICA L Z2EEIIC O W T Liskevych 5 ¥ B2 2R ZHE/R L, BHE 0 mm O
MR CILEBEFIRBBISE L T ARWZ &, BT mm I2E OB R TII BRI A
TXBIe%2BEL, BEEPTIPEVROBEREHRAT 2 L.

o AHIRD & ABVEOHIERMS E TICHRAET 2RIEK L LT, B4 5 0BRSS & V%
TRECHA T 2 2R OEHNRERS, 2hehoFhx b -7z Z2OME, BH
2 6 DRIENC & 2 BIEKIEIMAD ABAD 0.2% LR, Z2 D@l X 5 BRk
ERMADABRD 02% U T TH2ZZkmlic. ZLTRHMOE NEIEEZTAR
MOBSHREZRE L, BMETHOBEENEHTES e ZHEGEL 2.

Iz, IRERBEC X 2BERAETE L2 I0REDIRZICOVWTEZRL, MUFD
M EEH U7,

o b—FDRBETENIN L TRMOHATIIRILZ N TE ST, HEPICT — 7 BENLE)
L7 EPRERBAAZDIFERTH o 7.

o IMDE FEHI LMEDHBEZFHAEL, B FE XN T2 EMTs 2R
72, PEo THRERSITBIT 2B OWIEL, & FaE IR EFEEOYHILRRATH 3
199 mm &55Z&IZL7%.
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Hiraoka & 23/KIGHAMREARENC & D HIE L7z GTAW 0#FHR (Fig. 1.15) LA TOH|
FEMEIZ 10 RA ¥ FELEDPE T TWD, ZOENIMOMEITER T 2D, H250IEH|
ETEDECP BT 2 D, A TRIGIARGERHT L D JE L7z GTAW ORGhHR &
L U CTA N ORER 21572,

e Smartt HIZ X BMHBEARAT ¥ L AT 7 — 7 % & KRS L 72RO BGNR O #Hi DY 73.8%
M5 74.6%THDH (Fig. 1.16(e)) , ARaITBWT GTAW TSN % /A L TRIKER
BEFICHIE L 22BN 74% LW EZ R L T\ e,

o JATZEIMN 100 AICHB1F % Smartt 5 DEFIRAEMEIL 7 — 7 FINRFIC X o TIEIC #iPH
DB BH, AT BV TR & D HIE S iz GTAW DRARhHRIZZ OHPHNIZ
INF o T\, BBtz M e L GTAW 2B WT, RIREREET M B/KImHR
XD RE T N7z GTAW OESIRIIFAFEDEZ R L T,

PLEOFER KD, Hiraoka 512 & D HITE S A7 & AGH X THRIE S M7 BRI RDEWIEE
MOENTREL T2 AR H 5 2 2R L.
&RIZ, BMNEROBMREIC X 22X IS T 2 EE 06, UMz iR~ L 7.

o TAHLREIRD & R RENFNE S N 2 AR IZRM N OIREAELICIKES 5 T L AVRIR S
N7z 9T, 7= BRI 7ZERICBIAIS N2 ARB KR OPWIRZEEE §5DT
372 B OIRE S HAER & 72 o RO ABBR M UOBRIR2EHE L.

o VARIMANRNGE, HNANCKRIAROBMIREDI DT 5720, Db b EREEREL
TVEDD X ITHRDHES LIRE L. EHUIBARREINE K REA MERICRE LR
T 570, BWRIINES KD TFHRLE.

o RN DIRE D MIFAEE S KL XN TE D, 8RS EIKREINBIRENC
IR s, ZOZehs, BMIRBINRE A7 —L XD EF BRI
WRIBWHRTFE L7 Z & 2 RE L=

o IREEHRRUREL L IEHOHE DA G D10 BRFEAVR o/v? ZEAL, FHIIRR] R o —
V& D REOWRET HAUSEM N ORI I@EEHRR & RfE 2 e 2R L7,

4 FETIE, GTAW K EFMHEZ: 2 MM Lk GMAW OER)HR 2 KE OISHEE TR T
MELTHEZLE S 2 28T, 7—27RNIFET 2HEK, 77— 20060, 1B
TER, BMNEOBMLEDI PRI NI THEEER L.
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U DICBEWIRDOREEZICOWTE M Lz, RIRERAEGCHIE L 2 ARE DRI
FETDOWT, GTAW & GMAW OGETRBETH o7z, — H7/KSHRBAREE THIE L 72 A
BB DRMMAEIINAR SRR CHE LSS LR L THESO—RETH o /2. RIKE
FEEETTHDE U7 ABVE O RIFEAZEDVKIGHIRBARGT OS5 E L D F L K KE o B HI,
FM 2 IR ERICRA T 2R OBE RSB L b HEHI U 72, IR ERBRGTNC & 2 B3hR
EIWZBWT, GTAW TORFAEZAD GMAW ORFERE K D bR E D - HEE, GMAW
BT BIAHEBROBA LI E -5 GTAW ICB 1T 2 A HEEROBATII LT —X D H R
<, GMAW B} 2 ABVE O RIIRZEDREIHNINTNE K IR o T 728 L T 7.

IBHCEI R 2L X BT GTAW O L, /KIGHRE R R CRIAE R BRI & D HIE
L (Fig. 4.1), X NO#HRZE.

o GTAW D/KIBHINRIC X 2 BN 82% 0> & 85%I1CNE D, BXZ—ETH o 7.

o WEH% R & § 2 GTAW OEEERIE, 149 A THEIIR X D & 10%E W EE /R L 7=
o RE MK QMR % BEM & 5 5 GTAW (37AHEE TR 176~252 A TR CARIREZR L 7.
o W% M & 325 GTAW OEEIHIX, 252 A M ECTRAMERZ/R L 7.

o WRENZ B &5 5 GMAW DB, TAKEN 116 A ZFRE 186 A FTLEA L.
o 186 A L EOIAHEERICBWT, PO Em 2R L7

M EOREREFEZ AT 2720, URORHEIRL 7.

o REH% R & T2 GTAW OBEIHED 149 A TR E M & 32 GTAW OEZIE X b
HNXVDIE, 7= IKRALESEZICID 7 =200 0BBSPEAL, 7— 21k
DA LIcldTHE. 7—7REDEMITED, 7—7h bBMANOBURE DA
Lo THS.

~

o BXEHE R X 32 GTAW OEZNEH 176 A TKIBHHRIC & D HIE X 7= B3hFRIT0m
fENE RS 2 BHE, ARERD 149 ADBEXID D 176 A DT 7 <& RD
TOEAHEMLTEBD, 77 XK & DBHELRY 7 — AN EHIh 28D
BNs 3. Zo/ER, $EKIC L 2BHOZEI RSN 7D TH 5.

o %R & § 2 GTAW OEGNRD 252 A DL ET, GMAW DGR 198~268 A D
BEBERBTRY T 201X, HBAARS DMWY — 27 E FORIARE OIRE 4]
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BLDVNE K 72D, BMANOREEN G EN72DTH S, ZORFEENMNT 2720
2 B & 35 GTAW MU GMAW OFAAES Zatll L (Fig. 4.12) , WHEICHE
Ojggb\*EBgi?)uh\&) 57z,

o WIHZEAHM & 325 GMAW OEZNENHED T2 DIE, 7—27HFIITEA L#EKIC &
DEVESTAEIN L, BREAOBIBESEIM L 272D TdH 5.

ARFHL T DORGHR L i % b 32 GMAW OEGHRZ R, 186 AR TR LN ZE
RO EFIX, GTAW, GMAW ¥ TERBZX D=L THS I ERB L. 72 GMAW
WZBWT, 198~268 AIZhH7z2BBNEDFA Y, 311 AU ETORMNERORD L TXH =X
LB BRI LT,

5T, AHHE &R - TARI O EIERHE 2 E B L7z L THIE L 72232 & Christensen
LM E L DTRAVIR MO Smartt 512 & o TRE S N7 HRZ L, BRhROMEOERIC
DWTERL .

Christensen 51T & D #84h X 7= BG03HR L A X BB 2 EHREDE MR, GTAW O
RNAIAFH L DAEFIE 75~85%, Christensen & DfEIE 21~48%TH D, BIIRMWMSHL 2
DIRICRERED D o7, ZDEZADER L LT, Christensen 512 & DHER S 17z GTAW
DEGHZRIZENRIE R RIMAD ABDIEET H 2 /KIS T HEEI N TV R o 2 2
FEbhre.

—77, GMAW O#G#13 Christensen 5 D7 L 72BN & ARGHSUTH W THIE L 7 Bh=
DR —E U7z, BRI 72 D OBEEEEIRIC X 28 AT XL F =203 1,375 cal/s DL TR
ANDABD RN L TWDH, ZOJFEET — 7 FNCBRESMIRA T 5 2 & TR O
mil7zzzeThsreEZoNT.

Smartt 512 & D IRIAZEREAREE THIE SN BRIHR L ARG TORGIREZ L, AR
DEGNRIPRQ 10REREIWVEZ R L. ZOERE LT, BHEFEEORRIZOWTER
L, Smartt & DEBRGEATEAMANEBOMRE AR HEMAN/NE <, X (1.12) 128 S B
EHFEAE LTS V. LTRSS BT 5 FEERSEFI M NER QTR 73S BT 2 € HREE
BEBLTED, X (1.12) WS BENE T TWS 729, Smartt 512K DHIE X745
FE D BREBBFRZME L L HEAIL 72,
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RIFFI KR AL SR BIR Al L oBY) 2 Je82l o2 £, RECh
TDEEPWIT LRV E SO ASFo T RS DX L. #ATHERZBELZRLET. £
7o, KXk ELDHBICHzD, AR IBRE Zatime B b F U7 KBRS KRG T4
SRt~ 7V 7 VAEREEREER EE O E L, PH O SMEE IR E#H W LT

RALRF R AR TSR RHIERE 3EHT RO @ RIcE s 2 Z8hE &
CHREER VR E, RROOMXEEREIEE N TEZT L. ZFLTHEESHATK
MEETHEE, NEICKREBHEEICRD Lz, KIRKFEZERIEIASIT & AR
BAICIEFEROZRITH S ARG TN T 2 THEICE S F THEICTIEEE S, EJIEHHKL
3. HPEERE HETERK, ERETK, ARV RS SRETFRI
&, RGN BV TRELFR X PMABEMOFIICE 2 FTEMICED BHFHTRD X
L7z, B#oEERLET. WuEg2ic LR ESEL, I NMRER, RIFHEKC
&, FEEPHOEETEHOWHIEENDIR S Tz, BB R EMFEP R
EEOFR L CIHRIEB XX TV EE L. FIcHPBEER LI, FHICHAEE
RERCT2EEEZRE > THE, IREPCBEBREEOHFEL CH RV EE L. B
BEME+ D075 LB EES OfisH WE AT L., RAOE#H L ET.

EHEDVHFPMAETT — 7 BHOBINREMAT 2R Ro7z, AT ZK—0L
T4 VTR HEEGRIEMEF ORFIRE O 52 T RS s kFttaRk FEEERICK
HHLET. £ L T2012F0 6 [tk & HAPBIZLE & S FEFFLZ B L TLLK, MREDZ L
DEE, HRE, MPEEORFRMIEEDT 4 DHBZVH D, £ ORliREZY, HIED
FBrzh L.

filk b, ZOEIIKRH OMAIEEINHBELZRL, 6 FICHORIEH L XA TWIZEEL
7. ¥BTFOEL, L3 toRRERHAERNTICRLWEWE s LOLEEAD
RERETHRELTINE L. RiLFE THEEDOWIIEENZ 21T 1L T N RIFEITHEE & &
HOBZRL, H#HEORIEHLET.
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