%44 % %5 P - S Vol. 44(5):20 — 26
2023 %45 F TRANSACTIONS OF THE CHINA WELDING INSTITUTION May 2023

Rt FL NSRBI & Z R X IR T R RN

LA, RIRE, SRk, EF, HiFE
LT | RS B MO e B 5250, JEsT, 100124)

FEE: SLLF ORI IR B2 P i AL AL N O BERIRBUR TS, SRR R ™ B A S TR . SOl o el s R
FLNOEBER IR BT RFE, BFFE PN GLF OIS R HE S R R se mm A . 25 R 3R, R R R 4 s, T
JEFE T ) A REFL T BE SR TR O, REFL AT BE P U4 A U2 /N TR IS FEEL N OB & 2RI RRIE K A AR
s TR SN PO T & 5 1) 3 TV R S 1) A B O G I, A TR SPIAE %) 1 5 U i R AV T 28 0 2% 5 PR AR 4
S TRV 10 TR 5 Mt T N L ZE 9 2, H RN i 2, AR A 3R 1 U B Ak, i — 204 B3 0, LAY
BEBOCBEEIR MM & )5 101 A8 A0SR SRS R Bl SPIRE RIE J J1y 1i) FRBEAR T S0 v 3 340 e A o 1) SR B S R 4t v A5l
JE T BEA PR AR e e A 0 B0 T i), (R i B G SRR R L 2 1 oV B S B0FL IV R T 1
AR, TR £ | AR AR Y TR A 2.
BUFT A (1) SN T SRR B T PR RLFL B A, B4 T IS sl SBIME | B I P e b Aol B 1) A8 1k
R S T R A

(2) FETREFL IO CEEETRIE & 7 0] FRLFL T REMTRL A B AR 1k, $8 78 T G sl PO R TR P 2
BRI

(3) 43 HE R T IR B PIME RV T PN X SR B R 520, A 2T IO AR PR A s il SO EF Ot )&
FEHARMRALZLE TR
KEBIA: JELHOE; IR PN R IR AR
FESES: TG 456.7 XRRFRIAAD: A doi: 10. 12073/ hjxb. 20220530001

\ MY 58 0 T AT O IR A AR PR ) e B
0 F& BEAE, A SO 0 SO0 R 7 2200 R 3
FRYEPIECTE A, VIR PR 53 JEC 0 o] 14 422 3 )
RYPPRICER O A 21 WA Lo, 3K Rl T O R R S S B K g, s
BT R R TR N I T a A Y 56 s T S e O R L TR FE
RBPOCH (CO, WOCHE, NAYAG BUCTMBRA L M2 ah P TE 5 AL M BOEBE IR e R A
A, FIPRIELFROEHAA AR T . Chen 2 A1 48 230 P2 U AL N 42 26
FVEE BT IRAME LA A, 2R T IR e R 725 F [ oM RIB s % R, I FLIE % rh 5L 90
BRNRTZ R, PG HOCRIE LT —R i KRS, L OB S B 2 IR A A
[EAT YT BB, X B I I TR g, Rkt = A M S0, R S 3
L R B RAL MO VTR AT iz 2ot o R 2 M RS O 2= o 1)
K. I, BFFTRALPDEAROEBERIRMBER R a7 sl AL i,

SN FUAE, 0T PR P BT AL AR O AR WK T 3P0 (4 T 1% 5 0 30 0 422 3 S e v
BLZARERSX. VOGS T4, SCHE A 0 BORYSE A O

Y BFSEICE LR T 2008 4, Kawahito 55 g skt o #7567, Li % AP 45 H A
BURZS TSI (4B ZEI0) P OB s AR 6,

MBI 2022705 - 30 LTS 1 60 70 ) 5 1 R B4
HEEWH: BHEHARBER4 N LW H (51875007); L TH B &Rl 245 . A ’
41 FIH (3222004). A] UL, SPIWESZ G LT ORI FR AR AR S PR 2




%54

FLAe, T AL WOR S BOL B K R R AT IR EE T AR Y 21

ROLH T RIORL (BVBATE PIE) X OEEFHOLRE
Rk LE RO, SRR TR AR TR I AR BT, IR HL
TR R sl N ST I SIS A e R 5l | AR SR T
T 22 S B 0, 25 1 TR, KRR A S i
PRSI PR RUBATE PR A 5, TR B 42 Sl P
FIBAIE PIRE BT ) 55 L FL A O B R 5
KA BRI, AR AR AL O BRI
(CPIRE) W5 4 i B LR A 2 3 582 W) ) O 5 i AR
JLARE.

SCrP R e H AT WO 4 il - AR e 1
FrrE R 8 1 A AR I 1 7 TR U
PR AL O ECPIRE A AR AL, SR T REALIN &2
JEZE TR A AT 5 P 25 2 [ 19 56 3/ JOHRTS
SRR LRI MR U IEBUE 4L SN v M iR YRl
PUHE i AR L. R ol D S R N ek
W R 58, IR REALRTBE R BRI flads Brial
AR, F R LN e B A I A A T o X b
FETE 25 ) S MR AL B SPIRETE 25X R F i R Y S

1 R FE

TR R FH RO % 2 TPG YLS-6 000 JG4T
WOGES. OGN 1,07 pm, WOEHE SR N
200 pum FOCEFIE T L5, 282050 300 mm (1) 3R A
BRI AR, 1RO 229 0.3 mm. BT
WOLTIRUEE N 6 kW, B FE RN 0 mm, FOGEH
HEF k4% T KUKA PLE 1. R DMC-B140-
M HE R G 45 i % 31 5 X K422 0300 A e 2
FESEAT R A A R ) AR R R PR i 5
R 1) A D AR EE AR A SR 1A 2 mm S AL, I
TT TR 2R T R SPI A, 88 1) 5 1SR I
HAT A 400 m/min. E0AR B 7 =LA 1 FT7R.

WOk

R EARAIL ()
IO

4

ST 1)
I HUARBL CPIE)

1 FERAFLRNEE REE
Schematic diagram of plume and keyhole
observation experiment

Fig. 1

% H FASTCAM Mini UX100 (&5 3 B AZ AL i
Wk 808 nm ., Fr KIS0 W AR B
LR AL THAHE, BL 4 Nikon AF 453k filig L3
25% M FHOEIEIE A, SERHC S E b L REFL AR T
h. AARCPIVEIE AT, & HE R ML B O RHME
FHIX 50 em Ab I3 B TR HOL R 518805 m 41
BB T, AR U BN 5 000 /s, FHEEE LA
RUFLIE ST, 945 REBH SO R e84tk A
HERARHLE L N, FAHE S B 1% o 10 000 MWi/s.
FEEFE M 1 m/min 353 F 12 m/min. " KIEECE IS
THATESE 10 WU R A 52 R 8.

i 5 A R R SE R 100 mm % 50 mm x
10 mm 258 & Hi| Zb 3 B AR B 5, 45 70 3R Y o 12 43 4L
59K @(Fe)=99.5% , w(C)=0.12% , w(HAth) =
0.38%. AFEIRI0 HiT FH PR AR R i DA 22 B 3R 1T
15 M HE AR AR R R A AT 1 D AR AR
AR THT AT I DY | fb S I AR A B S, SR
Keyence VHX950 J't:27 it fU e I o A5 A 48 T 1140 4 T
FH% 5. R ] Imaged BT 85 BRARAR LT 4R 15 1Y
FER AT AL, DIORS BfT153 PV /o7 B I e 1)

2 R4 R

2.1 1REEEX PERSFCTRA R0

A TR AR TR B2 ek ) S TR SPIREAE 25 A ] 2 s
]k BRBE A AR AR R, SPRIE S B T
AR AY s AR B AR, PRI 25 0] LA 3 M IS
FAHER > AL THOCR R EIL B PRIy
B A AR R, BRI P 1 g JRE 52 T R A1

!

* #

(b) 4 m/min

(a) 2 m/min

(¢) 6 m/min

(d) 8 m/min (e) 10 m/min () 12 m/in
B2 AEIEERE E A IR IR
Fig.2 The shape of the plume at the different welding
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Fig. 5 Variation of keyhole morphology and molten pool
width with welding speed
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Fig. 6 Surface morphology of welds at different welding

speeds. (a) 1 m/min; (b) 2 m/min; (c) 4 m/min; (d)
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