F20% B1IM
2003 4E 3 A

H R Lk XK ¥ ¥ #

Journal of Gansu University of Technology

Oooo

http:// www.cgVvip.comnm

Vol. 29 No. 1
Mar. 2003

/S . 1000-5889(2003)01-0019-03 .

{KERH A-TIG $53E Y3 By R e PR 50

Kimde, #£ T

(HR Tl k% B S THEER, HR 2M  730050)

WE. AR EAFHNEEEATIC BB RAAF TANBRIL KR, KBS RRY, HAAF AT HEEL
BELEAN TIGEH A 3,4 12mm UTHERFARAERAFR O, T - KB LA R ETRERE R
A BESXTAERA ELAHALABANAERIPELAFUEAITEIER. BELR DK FEEK B

EREMAAEMEAEHNRERTH YT £,
X@E. A-TIG 1, FHAL; KER; BER
FESHES . TG444 X REARINAG . A

Study of weldability of activating flux for A-TIG welding of mild steel

ZHANG Rui-hua, FAN Ding

(College of Materials Science and Engineering, Gansu Univ. of Tech. , Lanzhou 730050, China)

Abstract: The welding process test is conducted by using activating flux for A-TIG welding of mild

steels. The testing results indicate that the penetration is increased 3 times compared with the conventional

TIG welding and, for the plates of 12 mm thick, the fully penetration can be got in a single pass without

groove preparation. With this flux, the appearance of weld seam is fine, there is no effect on the micro-

structure, chemical components, and mechanical properties. The welding current, travel speed, arc

length, coating quantity, and type of shielding gas have effect on the penetration; and these welding speci-
fication parameters would be optial if the flux presented was used.
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Fig. 1 Macro-morphology of weld
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Tab,2 Comparison of chemical compositions %}

gt X C Si Mn S P

] # 0.14 0.19 0.60 0.038 0.021
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BEECHEMERD  0.12 0.22 0.53 0.038 0.021
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Fig. 4 Effects of welding current on weld penetration
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Fig 5 Effects of weld arc length on
weld penetration ratio
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Fig. 6 Effects of coating thickness
on penetration ratio
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Fig. 7 Effects of weld speed on

penetration ratio
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