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TRANSACTIONS OF THE CHINA WELDING INSTITUTION
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Table 1 Composition of cladding metal for fine diameter self-shielded flux cored wire
iH C Mn P S Al
FRUE(E — 1.75 0.60 0.03 0.03 1.8
iR 0.13 0.50 0.009 0.006 0.92

Fx2 Q235 BHMRS (RESH, %)
Table 2 Composition of Q235 base metal

C Mn Si S P

0.14~0.22 0.30~0.65 <0.30 =<0.05 =0.045
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Fig. 1 Welding test system
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Table 3 Experimental parameters
- PRI P-4 H 3 R T L B TR BE
SR - .-
v/(m-min ) /A /A% vd(cm'min ) d/mm
B 4~6 90~ 110 19~25 70 8
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Fig. 2 Electric signal waveform and droplet transfer
process at 4 m/min wire feeding speed
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Fig. 3 Electric signal waveform and droplet transfer
process at 5 m/min wire feeding speed
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Fig. 4 Electric signal waveform and droplet transfer
process at 6 m/min wire feeding speed
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Fig. 5 Electric signal waveform and droplet transfer
process at 4 m/min wire feeding speed
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Fig. 6 Electric signal waveform and droplet transfer
process at 5 m/min wire feeding speed
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Fig. 7 Electric signal waveform and droplet transfer
process at 6 m/min wire feeding speed
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Fig. 8 Weld beam and cross section under DCEN at
different wire feeding speed. (a) vy = 4 m/min;
(b) v¢ =5 m/min; (c) v = 6 m/min
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Fig.9 Weld beam and cross section under DCEP at
different wire feeding speed. (a) vy = 4 m/min;
(b) v¢ =5 m/min. (c) v; = 6 m/min
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Fig. 13 Force model of droplet transfer at the peak stage
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Fig. 14 Force model of droplet transfer in short circuit
stage
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