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TRANSACTIONS OF THE CHINA WELDING INSTITUTION October

AEENER K BPRELFHE -MIG BIME S

HEEETZ

kol

BrRE, ZH, AR
(1. WK BT RER , st i

w4
z ;>
100084 ; 2. WK SeHt MUE Hili U H HE AL, st 100084)
B E. RHIETR ER316 BRI EOE - MIC BIRE A1 772 EHEI BN 0.5 mm JEJE N 1 mm ) SUS444 £k
RGO S Bk P9 T A5 AR B G A X e e S A e a2 3k i T2 S 50 10 R PR L i
B IR RRAEMEAT T B BT AP, R, A BT AR R A AR B O, SR AR B R AT KT
W2 Sk P10 DR il 5 24 AR 0 5t /Nl F T KT 8 R A B A S BR85S B | IR B R R 5 24 0
T R EUE L B A /N B/ N BRI A P EUR A RIS, X S SR A% AU T B L B A PR AR T 5
12 m/min, T4 3L AR PRI R 5 m/min. AUTE BFAGIEAE 3 R R SRR m 4 e, Pl 2 i, a3k
WSS FERE R L s P53 1 Sk 26 R0 43 W S 70 5 & 2R BRI, 0% PR R 325 8 1 T R A5 i 45 1 B Sk i o b o B 2 R B 1Y
84.2%.
SoIE . KNS, W, BOL - MIG Bl S0, Mk, Bk

FEDES: TG 456.7 TERERIRAD; A

O AT ST 1) KRG BT 0 X A4 ) It ) R
PEAR T, BRI A A S B D Y R TR
R RR TR BE 1 2R OG22 08 SOt - iR
AR EIEA . HoLH 2R, T RO
TR /IN | MR A RN 26 22 7 S 1 SR Al P 42 3
MEREAR K.

WOt — HUIR G R Sk 18] B %) 3 P B O'E
PRI IR Tshide 25 N FIH 2 kW Y CO, 0%
2.7 kW 1) MAG U G024, S5 T 1 mm
IR 2. 5 mm JEECRE A A 542, IO GAR %) Fe K TR
B 10% ~15% . TWI BFE %5 R T
8 mm JE) C-Mn 40X 42423k i K308, 0 5t
THOLKE B IR DL Ot - MIGC B & 1R+
BrAE ST, ZBRAE 4 kW BOE T, 06 - MIG B 4156
USRI B IR BT 3K 1. 6 mm , & HOGHR ANEOGIE
Rz Z. B, BRI T RO - e &
SR SRV ] BR AT SR D /)N, — AN 2o AR )R Y 30% .
A, KR R R R e A B Y S KR BRI
TR, ENA U E RO - I AR
0.4 mm [A]BFT 4 mm JEEH Q235 X #5453k, e KIE

Y BEHE: 2014 -01 -20

XEHS: 0253 -360X(2015)10 -0109 - 04

FEHEFEAUA 1.2 m/min'® . S ERE PR X K]
Wk ) e R O S R AR IR AR

SCH 2R G LR 06 - MIG URE A ik,
P2 0] B A AR JEE 509 B4 K T i Xt 422 4 Sk 425 4%
Sk TEBOCTIR N 2 kW IS T, 25 28084 1 A
R HL YN A Y I 1 s R, AR AT T AR Ak
BT R0 T2 25000 T RSB o (A0 R, -3
IR T HEL AR 2R . ST 45 50 T KRl oG
- MIG HIRE & m s T 2 e BA S5 M E.

1 R
BEM J 8 B AR B SUS444 , HoAk 24 il ot

F 1w, RN ER316 122, H12 RN 1.0
mm, fLF B N 2 k.

1 SUM4 TERMLZERD (REHE, %)

Table 1 Chemical compositions of SUS444 stainless steel
C Mn P Si Cr Ni Mo Fe
0.025 1.0 0.04 1.0 18 1.0 1.8 A

%2 ER316 BLMUERD (RENE,%)

Table 2 Chemical compositions of ER316 filler

C Cr Fe Mn Mo Ni Si
0.08 22.11  64.21 1.254  0.203 11.62 0.564
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Fig. 1 Schematic diagram of two welding methods
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Table 3 Evaluation criterion for butt joints
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Fig. 2 Penetration statuses of butt joints for different weld-
ing currents and welding speeds
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Fig. 3 Results of the dye-penetrant experiment for front
side of butt welds
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Table 4 Tensile strength for butt joints and base metal
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Table 5 Evaluation criterion for lap joints
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Fig. 4 Penetration statuses of lap joints for different weld-
ing currents and welding speeds
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Fig. 5 Results of dye-penetrant experiment for front side
of lap welds
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Fig. 6 Influence of welding speed and current on tensile

strength of lap joints
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