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Table 1 Welding specifications

Welding speed
/A vg/(mm - min~')

Current Arc length

L/mm

Flow rate of argon
q,/(L - min~!)

Electrode diameter Electrode tip angle
D/mm e(°)

200 66 4

3.2 60 20
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A la B B E TN ERELSR, mETR,
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BRI  IREWA M. b NREFENE
WA, R E KR SRS, B RERE REF.
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M1 BHEm(a) SHE(b) WERER

Fig.1 Appearance of weld
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(a) Without flux

{b) With flux
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Fig.2 The photographs of weld penetration
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(b) Without flux
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Fig.3 Microstructure of weld

F2 HFEHML(RRIY, %)
Table 2 Chemical compesition

Elements C Si Mn S P

Parent material 0.14 0.19 0.60 0.038 0.021
Weld without flux 0. 12 0.22 0.53 0.038 0.021
Weld with flux 0.12 0.22 0.53 0.038 0.021

£3 BEELNNHFERE
Table 3 Mechanical properties of weld

Strength test o,/MPa Acid corrode test JB 4708 - 92

460 Not any weld defect
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Fig.4 Effect of welding current on penetration
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Fig.5 Effect of arc length on H/H,
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Fig.6 Effect of coating quantity on H/H,
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Fig.7 Effect of welding speed on penetration
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