B3 KL 12 -

2017412 A

TRANSACTIONS OF THE CHINA WELDING INSTITUTION

A Vol. 38 No. 12

December 2017

DA06A B =R ENSL-TIG £ S E 4 EES FLIFES

wmaAk', FELE', RWE, KB

Z O, REe, R &AT

/\ ’

(1. BR/REETV RS Sedbff i SR E R E A S0h 4 IR AR 1500015 2. PUZZfURsh L), 1422 710025)

B E: RABOL-TIC IR GIHZTHE 6.6 mm JE B DI06A o LA, & AR 55 N Ef A 72— i UL R .
F R T R (SEM) (X S 2R h 55 idalt — 20 i 1 IR EE N SALTEAR 0 AR AR R TR L], % <AL
WEEHL IR ER C,0 TR EENS  ARELAM T SEISHFARSS & MR P AR EZ )y €O <AL 15
S b, i — R TR T 2B RO LR R LR, A I 2 R BB T R ek 22 R AR R
B 4R o A PR T DA RO D AL A AL BEARE 1% LLTR, 3] DAOGA 8 = S HOL - TIC IR S 3H

Lo YRR S AL R I,

KR ERE; BOL-TIC A2, —AAL; <ALIH

HESHES: TC 4 XEFRIREE: A

0 F =

DA06 A /= 38 EAY , 2 B P B AT A AR,
AL o) o T e - o e Rl i K N i L
PN EET DA06A A5 % PR ARy Bkt TIG S AN
HL PR : TIG SR AR BAIG, (H TIG SRR %, 75
BRI R 2 XA E A SRR N R AR
RS S ak rE RES AL, " E
S S AR B T AU RE S AR A (R AR B R
{EHH A E A PR B P T Y BB
57 PR A0 AR i o B SR B A 5, o TR
JEAEAS E EORBOR R &, B A %M TIG R E
AR Ll EK.

ARFTJEAL #OE -TIC i E AR H e Re
P L R R S AR A MR A T 5 2 3
J Uz R AR R IS AT b AR AR B AR R
P, B, R OG- TIG B3R & 47 T AR
D406 A 5 i A9 AL 12 T B A b i 22—,
HAT, R FEOE - TIG BilR & 1R A5, b e
PR B AE RV AR RO R T2 R T
7‘7@[7 8]

EFX) DA06A (W48 & IR Hem o TP TR
SRR, TR % B0k B AR S LA [
/bﬁﬁf EARIE LR T 1T FHTE R, 5 %) ek 7

FHERE A W E N, B SR S T
B B, SRR DA0GA 59 A, L TIG HLgi

WFsHEA: 2016 -05 - 03

doi:10. 12073/j. hjxb. 20160503002

FIGEFBOLAE Ay 5 A T, 2E47 8 e o 2 A O -
TIC S22 MRS, H R A AR L S AL B B TR
SR B MR T , %) 35 755 i J5E DA06A A Fe Ay A8
e B AAEE R

1 R F %

6 KLl DA06A = o FE A, a1k RS Ry
300 mm X 100 mm x 6. 6 mm,HFLIEZ N $1.2 mm
B D406A FE FHE 22, 2 H10, D406A 44 & H10
S22 0 AR 1. SRR AR AR AT TS
AR, DU B AAALZ BRI E , LUE BRI

IR HMBOL-TIC B A HE LB R G
JEEFHOL A% (YLS-10000 ) OB P K 2 1 070 ~
1080 nm, H/NEBE EHZ M 0. 36 mm. TIG f2HL
( Magic Waved000) DA K VR4000 £ 2241, #OR V
B, J s 40°, il 4 mm, JR4E R, SR ATBOGTE
B TIG AL 9IZE S5 BTk 22 10 7 s AT AR e dy_ H
WOCH S TIG fRARHE RS, 4., HHOLHR SE AR 2
HE B A 5 AR 22 B 2R TR T S A3 T e
B, A s, —fER T « =45°,8=30°. 3
R PR AL T 2, —Fh R ) X G2 xd (2 ae b
SALHATRN , Z 5 X 2O R S o Ba BE A
FIF MATLAB #2 5 %) & 7 A7 4b 38, % & H 2 1
0 B B R di oy A8 EHBOT HEAT o8, 08 TR
FLIEIRR; I3 —Fh )5 i 5 SR Jy e e, BP0 AR
VIR LI 1] 5T, BRI AE o0 38 4, )
MASAL, IFREEASALER. BRI N ALY
B =H 80 3.



% 12 1

W AR, % :DA06A & % L 40 O -TIC & 437 2 48 3 R JUAF I 0 A7 115

#&1 D406A fHE H10 BB ZM S (RESE, %)

Table 1 Chemical compositions of D406A steel and H10 wire
R C Mn Si Cr Mo \% Ni S P
D406A  0.28~0.33 0.7~1.0 1.40~1.7 1.0~1.3 0.40~0.55 0.08 ~0.15 0.25 <0.015 <0.010
H10 0.08~0.12 0.9~1.1 1.1~1.3  1.4~1.6 0.4~0.6 0.05~0.15 1.8~2.0 0.005 0.006

(b) Vg=20 L/min

1 Hx-TIG EAELEEZEERFOTEE(mm)
Fig. 1  Experiment device of hybrid welding and sketch
map of groove
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Fig. 3 Line scan results along the pore diameter
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Fig. 4 Effects of laser power on porosity
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Fig. 5 Effects of wire feed speed on porosity
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Fig. 6 Effects of shielding gas flux on porosity
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Fig. 7 Effects of welding speed on porosity
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