B 43 % %9 B’

2022 £ 9 A

S ¢
TRANSACTIONS OF THE CHINA WELDING INSTITUTION

Vol. 43(9):56 — 61
September 2022

AR RS S8UXT 301L AEENIEHEEL
PERERY S5 IL LI

ik, Eiz', ER', B,

o sl _ 1
CiRE, I

(1. THRGACE I, JHR, 6100315 2. AGAR Y = B =\ FEl 45 FR 23 7], Ji#R, 610097)

T BOCHINE AL S O I 22 SRR EA T RO U S AR, S DG™ A R R, ji 4
AR, FF585 40 T AR Rk (10508 B MBI A 3R, Al AR M Y IRASE 2 A PEBE R IR AT, Jeaet e v — 4Rt I
JEREIY 2 F3 22 AR RE M B U] 1 06 R I [T ER A PR e Sk o BE RIS (I R s m L. 45 B S A 1) s
R @RS 22 5341 | SO 5 BE M THOUL AR A7 A7 E B % 1 e S i 2 AR 5 i R AR A s A LR 45 SRR, W
IS AL AL 5 TR LR BRI T IR B BB BE, s Ak 17 Ak a0 MR ) A 1 R SUR R B, 5 B304 S 2% 1)
e, M 1 Sk PO DB AP R R AR 2%, BB 1 38 A FEE 2 S A Tt v DN 1), R e 4 R A A 2 it Dk
A, KT BRI HE T RS, T BRS39S i BE PR 35 MPa, B FRETHT 3R BEFEAR 66 MPa. J HEE 1 H
TR TR, it sl A5 P IR B R, S fo S SR SR 2R O, e Sk 9 JBE MR i I AR ARSE R IR
BUFT R (1) 52 3011 AFEHBOCHBHOCHIL 547 = el th il A,

(2) MNTHOUL it 23 £ B2 B B R IR e Sk P R A 5 AL BTL

(3) HESE T HLIRA A 52 5 RIS A v A 4 DXl A AR R, B Sk 4% 1) S k.

KA 3011 ABEN; BOL-F AT G —HE PRI SO A

FE 5SS TG 401 XERERIRED: A

0 F%

BB Z 0 TR — Uk
BALPPRHR AR, o R e i R AR
UEMBAR 22 4B AT A OCHE. TEANES B AR A5 A8 il i i
Ferf, R AR ERCRIF R MUE ORI AR S 7
HOR OG- HUIR AT ARz T 280, 7EOG RN
AR, OG5 A AR X
IRHEATRGE MU A 4R i 1 HUIIAE R 4R, dE AR
I A A B R, B B B ) O 4
BRI, UGk B T A R 5546,
[OEEY Ry GRS bl AT 3 AP At 1
O 73 i, FEAR LR 42 0 e Al Sk, O
T T AR 42 42 Sk 5 R BBI i AP R AR A 55 R B

i B EA: 2021 — 12— 02
EEWH: BXARPHARLSRIIWA (51605399); 1414 FHL T 5 A5
W& (2022YFG0269).

doi: 10. 12073/j. hjxb. 20211202006

Subashini % A\ X H T 55 BRSSO 5 #0-
B HE SR LY (metal-inert gas welding, MIG)
EEM, ZIHOL-MIG & & PR T 1A% ok M
K H SR A AR AT W 5 /D, Sk o BE B IR, Chu 55
N0 Jiang 2 N 5 S A AU B BE AR B SR
A AR TS I, H R A 2R i B 2> (i R
AT A 3R AR, K2 TR Sk i A ALY
LN Cs ATy AT N WS €AY Y- S G A R VA =1
) LA A P 5 2% 3 i e Sk 190 i RN BB 5 A 3R 1Y
Ak, A, XUEEE NS K B SR R . R
FH ] R R PR 1 423K 00 4% ) S, T 2% [ e Pk o
AR iR R J A AR R . R A ST
T X i BRSO B R BA SRR, AR TRk
WS A R R T, DL S e B R rh A
PR RAE e T R e Sk O 2L RSB 3
R AREENIR A ERE, TATENY RO ZH 2R A e 7
FEHE I 12 PEREN . PR I MO b 2 £
et 7R WOG HL IR G AR AR RS T 2 R S5 1B L
il 5 OG- F I B R A Z TR DG &R, 453 0TG-



%9 #

W, % ot B IR A4 XXt 3011 4 40 02 B 4 5kt gk b 5 L AL % 57

FL I ) AR T T 52 e e S s B NI )5 e
ZAF L.

S5G —YER R B AR A 5 SR R,
T OGS SR BI [R] PR OGS 2 3k 9t B2 1T 5 i
KRR, 7R 1 Hk T2 e s AL 5
HOGH INAE I Z [ B9 5C & . A H 535 HICH AT
&F (electron backscatter diffraction, EBSD) A 57 %
Sk TR R AT, G b R ] A i A R
(schmidt factor, SF). b R~ 1 i B HCn] 22 3 A7
ZTAEXR A EWROCH IR SR T2 58k
PEREZ AN DL LG R HA 45 5 L.

1 RIF &

RIBREA R SUS301L-MT 8 [GAA R BN b,
AN 4 300 mm x 150 mm x 8 mm, SRR
FH ER308LSi NFEHIE 22, M2z HAZ K 1.2 mm, £
W BAIRLL AR sr g 1 R, B 1 R A
NEE. FERTA N 0 A B, BRSO R 7E—

AR A P AR B, IEOE-RIE AR, 12
RN 0 A B, s OGRS TIRAE I T
T —FINRI DA T 2280, B wiFh i
IR TSN L AT 12 HERE RO
HAXT LA SE. IS ECT, RV 274 A
BB 25 B, SRR, INAREEE T 0 A B4R
FERCRBAR. RN 0 A BT ACH
420 J/mm, FEEEHIR A 0 A B #UE A Ch 255 J/mm.
TELRIEHOG- RIS SRR RARSE U iy LAl i
BT (274, 283, 296 A), FHT-WFFEHIRAS N
AT Sk 5 B T AR 3R 1) 55 AR

it WDW3100 % J7 68350 50 HLE AT B 4 7
IR, I R 423k AT HT 5 5 55 1 24 P RE s R
FEI-QUANTA-FEG-250 #fiHi ¥ @435z (scanning
electron microscope, SEM) X il ¥ i) 7 1T E 35 B4 T
MEL. K H HVS-30 BI4E [CAE BT XHEOE-MAG &
A TR EE . SR EBSD T AE S &
5 SEM | b F 42 Sk AR A% DX 14 et er BB ) AR e R
SHHERT SR A3 HT

x1 BMMEZNULERS (RESE, %)

Table 1 Chemical compositions of base metal and welding wire
R C Si Mn P S Cr Ni N Cu Mo Fe
SUS301L 0.02 0.39 1.12 1.12 — 17.24 7.10 0.10 0.046 — ZN
ER308LSi 0.03 0.73 1.73 0.020 0.004 20.30 10.30 — — 0.08 bt
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Fig. 1 Schematic diagram of welding principle
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