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Table 1.1 Literature reviews for grain refinement of weld metal.

i

Grain Refinement method Material Welding process | Grain size in weld metal Author
Alloy 7N01 GTAW 20 pm F. Matsuda et al.?’
Alloy 1100 GTAW - H. Yunjia et al.”)
Al alloy Alloy 7020 GTAW - G.D. Janaki Ram et al.”)
Alloy 1050, 5083 GTAW 20 pm P. Schempp et al.”’
Alloy 1050A, 6082, 5083 GTAW - P. Schempp et al.”
18Cr-2Mo Ferritic GTAW 200 pm JM. Sawhill et al.”
stainless steel
19/30Cr-2Mo ferritic GTAW 150 pm Y. Nakao et al.”
Refiner element stainless steel
(Inoculant) ”
430 femitic GTAW 200 pm J.C. Villafuerte et al.®)
stainless steel
4.30 feritic GTAW 150 pm T. Mohandas et al."”
stainless steel
Stainless 430 ferritic 1)
steel stainless steel GTAW - M.O.H. Amuda et al.
444 ferritic GMAW 50 pm V. Villaret et al.™
stainless steel
430 ferritic GTAW 200 pm G. Mallaiah et al.’ 1419
stainless steel
430 ferritic GMAW 120 pm M. Akita et al."®
stainless steel
'Duplex GTAW 40 pm W.A. Petersen'”
stainless steel
Alloy 1070, 5052, 5083 GTAW - F. Matsuda et al.’®
Alloy 1000~7000 GTAW - F. Matsuda et al."®
Al alloy Alloy 3000~7000 GTAW - B.P. Pearce et al.””
Alloy 7N01 GTAW - F. Matsuda et al.2"
Magnetic stirring
Alloy 5083 GTAW -
— T. Omae et al.??
31§ austenitic GTAW )
stainless steel
Stainless 310 austenitic 23)
steel stainless steel GTAW 100 pm T. Watanabe et al.
31(.) austenitic GTAW - M. Malinowski-Brodnicka et al.2*)
stainless steel
Alloy 1070, 5052, 5083 GTAW - F. Matsuda et al.2®
Al alloy
Alloy 6351 GTAW - N. Karunakaran et al.”®
Pulsed arc —
319 austenitic GTAW 100 pm T. Watanabe et al.2”
Stainless stainless steel
steel Py
304/3.09 austenitic GTAW - 1. Masumoto et al.2®
stainless steel
Alloy 5052 GTAW - S. Kou et al.?®
Arc oscillation
. X Al alloy
(manipulation)
Al 2219 GTAW 30 pm S.R. Koteswara Rao et al.*”
319 austenitic GTAW - T. Watanabe et al.*"
. ) Stainless stainless steel
Ultrasonic vibration steel —
444 ferritic GTAW 200 pm T. Watanabe et al.*?

stainless steel

e

£



1.1. YAEE4 R 0% oA R i

S. Kou 1%, 7— 2748 A0 ] L7z TIG W 2 Wz Al B & DEHEIZBWT, 7A=Y
LA BB ICIE RSN S il i O A& R L LT 3 DIZEBRHL TS ). 20 A =X
LA Fig. 1UIZRT . BUE, BHE AN 2RI R L2 DO THS. S, Kou HIT
KDL R T O OA ML, (1) %@l 80 OB 5 ST 65 1280 5L KD R4
PNOBEL U7 RE Sk, () WSl % 5 OB E T ORI SO T R IAMER O RIBE, ZLT
(iii) NEEBAERICELEEND. RYEARIZE LTI, % A T ok E ol
JEE R i &0 ] R BE VAR AT 2%, Rk L7 iRAB IS KD RS @ kL OB B L OV U R Ak
SevmOFBED 2 RICEL L, RN O ORELE B LRI I g S ZSns LH
HIN TN,

Dendrite
fragments

\.» )

Heterogeneous
nuclei — .,
L]

Detached grains _ Welding direction

Fig. 1.1 Schematic illustration of nucleation mechanism of weld metal’”.
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1.2. E& BB OMM L ~DOYEEME T 5 bD RV S

TR e B LR OB L ~ O TIEDOORFHIET — 288 20, a7 —s 2
BRI TIG WaHE VB L OB E IR TR NE T LR ZhHD RIS
BUWTIE, TIG EHERE O HAEE LIRS, WHEEAJRS), B, BE IR
DDA E R L ELRD . RO HIEICTB W T, H5 0 IE i P Tl £ 4 )8 %
DERCTDIEN D> TEY, BESBNFEMA LTI THEMRENR 452
ENHDBILTND. Z OS5 L L7 in B Rk ORI I1E, 7AI=0 A6 4 TH 30 pum,
SUS310S T#J 100 pm, SUS444 THJ 200 um TH-7= (Table 1.1). — 5 T, EFIEHEILED

FEA G LT ORME ICHEWT, WHEE —RFRELND, WHERMBEPELL2REOMELH D
F9THD. L FTITNI=T LG8, £ —ATFTARRAT UL AL RIC T 2T A MR AT

VLA A WT, Bl OKIRBEIEICEIVE SNSRI oW TIR RS,

1.2.1 TAI=ULAREITRITERE

WHEBIROT7 — 78OV T, S. Kou HIZEY Al 440 TIG EHIZB W THRFIS
TG 2D IS TIG 7 — 2 & tE AT J7 SR U C o i E 72 1 PAT ISR 8, S0
MEEE ST LI KRR e B O R E MO R FmAZE{b3% (Fig. 1.2). Fig. 1.2 (a)
LB HE O TIG B, (OIXEHEEAT RIS L TCREICT — V28 LI & OREE —
REE AR Z R L TWDD, T — 7 DFEENIHED LIOTHE R B DS EAT L QD2 evbnnd. S.
Kou HiE, TR IE M8 A AL 2N EE[E B VK Z I 5 2D BIZ O VW THM AL TRY, 7—
JHEEC L DR T RE 2 A 7 & ONT VA B2 4 B MLk 0 S5 il i (L I KV S HE MR R 975 2
EEHAEL TV A (Fig. 1.3).

(b)

Fig. 1.2 Grain structure on weld bead surface of Alloy 5052 weld: (a) No arc oscillation.

(b) Transverse arc oscillation at 1.0 Hz and 1.9 mm amplitude.*
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PVRAT =2 X B IZ OV T, N, Karunakaran 5 2912590 Al &40 TIG R0
WTHRFI SN TS, N. Karunakaran HI285&, 7OLRAT — 212§ 52 L TRt O — 7k
FENETL, WS OGmAEAEELHIRLIEND, WSROIt ESh
TWD. 7SVAT =2 E B AL 20 e & Ui, BbR A0 5 M 238 3 O 7 — Z I 21T L T,
SRS 12.5 %, O 25 %i&E f L4 5L 5 b T5. £/, F. Matsuda b 13, %
il AL~ D/ VR DO E B OV THTHAELTERY, 7V AJE H 5IT5E 1F 72 4 0 &6 B A3

bHEHLDD (Fig. 1.4).

150} ]
ALLOY 5052
£
£ I Hz, 1.9 mm
T L
5 100 —
< ,"‘ w
4 z ¢
<) @ w
x = S 7
S 50 w 3 3 2
< z z O <
"4 o o « «
(&) z - o -
0 | I —

OSCILLATION PATTERN

Fig. 1.3 Effect of arc oscillation pattern in solidification cracking in welds of alloy 5052
29)

made with a low oscillation frequency of 1.0 Hz.

Current

Time

320 ¢

Ia (A)

240} &

160t

2 5 10
Frequency (Hz)

5083-0, v=300mm/min, lav=220 A

(No pulse)

Fig. 1.4 Pulsed current wave-form and macrostructure of bead surface in various case of

pulse conditions.?”
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BB R IC R DML ~D%h H L LT F. Matsuda HOBF 5L 2875 1020, e & 45 #i
OFH TIG &2 TlE, WM AR5 7 — 7B LW O M S0 E @ I R 2 5 %
HZENTES (Fig. 1.5). F. Matsuda bl Al 54D TIG EH: ~KR L O H%Z1T> T
W5 KRR TIE, M ORI BB I OREICIVE MM AR EINL D, EHEER O
WAL DR E BENS DRIV BT HZEEIEM LTS, &51Z, F. Matsuda b 2V,
Al B 4 OEE[E F K2 Y122V T Holderoft #BR %2 AW C, RIS L DML D %)
REMEL, WHEMICHRAELLEINOERZ, BRI LM E i Lo T im 4
JBAE R BT TE 52 LAk LT (Fig. 1.6). ¥£7=, KAEiTH 1%, Fish-bone B2 H
|Z Trans-varestraint B IC LD, Al & & ORI O TIG #2123 Tl [E Fl Uk =

PEDPMEI T D, EWVOBFFERE R 2R L TWD.

i
—Tungsten electrode
Magnetic lines of force
ANA
\
\
\| —_
SN Sk
N—:ﬂn— >
N =
elding
current
(Side view)

A Weld puddle

Stirring
force

Welding
current

(Top view)

Fig. 1.5 Schematic illustration of principle of electromagnetic stirring.lg)
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LR LTSN RT =7, T =8, BRI LDEM AL DA =X LEL T,
AL R S D T LT S 2 1 il £ b 00 BE [ SR 1 BT T ISR 2T R T A N e i O R BERS,
REVERAERICEDbOLHER SN TWD. K, WA T IR A SN TODTD TR
Al A% v (SRS W TR AR it v S A U ZE TREAE MR EE SV E B AL L9 <%
BN TND.

<«<——Welding direction

Stirred | L
S5Hz,150 e

Weld metal

Fig. 1.6 General appearance of weld bead surface showing macrostructural change caused

by electromagnetic stirring applied on the way of welding.?"
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1.2.2 F—ATFAPRAT UL AT B T BB A

WD 1L, 7OV A TIG 8 D7D ONCRE S #2 0F T TIG ¥ 82 21 kA — AT F AR
AT L A SUS310S DA 24 @ ML A& DAL IC OV TR L TV 5.

WD BIE, A—ATFARFRAT UL A8 SUS310S 1B W T/ ULATIG IR #E2 A L, ki
££ 100 pm OFEBRLERG TS, 7V AT —ZIZ XD AR OE A bix, VAT —2
DE—7 BN —AEFLOLL, 7V AT RN AF T DESFL, RO1L 0 B 7 5 4 & P 23
BHESND. TDAN=ALELT, 7V AJE BB LA @l 23 R 3528 TG O #)
DL, W EEE R i COT U RIANDOEHENAEL, TR ZOEERK ERVBLR O
fiti i L7RHEL TS, AT, ¥ Rl oo B [ 5 1 Aif 5 C oo AE R B9 i 3 BN KRR S A% 28
AT HIEREICOVTEE R LTS, 2O/ UVA TIG EHICEV AL S E R S
NHEZDNTWDLN, FF LT 2RMEFMMIZIBNT, P RVRDZER, v 7iE
DR Mam3E AL TS (Fig. 1.7).

Fo, AULKEDLIX, BMAEBIH TIG BEICLDIA —ATFAIRAT UL A
SUS310S A # 48 T OE il i b Z ML TV D. BRRIE 2 M 5281k BN
A7 AE BRRL XY 100 um THY, 7L A TIG IEHEERRE THDH. T DAH =X LTyl
AT HZLICRNTHIEND, RIIVT U RTANOIRHEC L DR A4 Bk & 18 @il it o 58 1 52
FRIZEE 725 e [E S Al 7 CTOAM B G H O RICEAE AR B ZE T O TS, LiL,
M. Malinowski-Brodnicka & YO B2 51%, BAHEERHFA TIG IR I2B W Th, I flh
DR 7R IS KO IE R S AL B E DRI B 5 15 TH D (Fig. 1.8). KAElS i,
Fish-born #1725 ONZ Trans-varestraint 3 BRIZLY, SUS316 OV TR #4185

HZ LIS KB B AESZ ME MR T HEL TN D.

Fig. 1.7 Typical solidification structures of longitudinal sections in pulsed TIG welding
27)

under various pulse frequency.
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E5IT, LS VIR OB R IRE A2 B SR AZ L THEES B OSSR b E2 R 2
TS, 7L A TIG WHE, BEREHROEH TIG WO LI, BRI 5452 T%

B R IS E I S T A RSN TII W W, e R OBV SO 1272 D 2 L MR

SINTEY, ZNICKVE#EES R O R E R M 352823000 -> T (Fig. 1.9).

25 mT

2 G 30 mT

35 mT

15 mT

40 mT
20 mT ¥

Fig. 1.8 Transverse cross-sections of welds obtained in the presence of a constant axial

magnetic field for different values of the field strength.

B region M region

Non-vibrated

C region

Vibrated

| Welding speed: 3.33mm/s

Fig. 1.9 Sectional views of columnar grain perpendicular to the growth direction in weld

metal made with ultrasonic vibration and no vibration.
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1.2.3 T2 TAPRAT VAT T DR A

WD 5 NL, T=TA R AT LA SUS444 O TIG IEHICB VT, BT HIRE 24 5
LU AV s i ~Ef AT 528 T @ B OB L ZRFTL TV D, B E R IRE
£ BAZ LD FORLIEA 200 pm THY, ¥ 5 4 IR0 P S IR0 72 55 dilh 5 ST B S o Lol
HINTWD (Fig. 1.9). ZOBE RIRE 21 5 Licis #2462 L Thl kil s1T o
NTEY, BERIRE2R2LOGEOEEGRITHLT, MEOH LZHEVALNLRNED
D, IEMEITF LKHEINDEREINTND.

T2 TARNRAT VA DY A T, Table 1.1 IZ/RLTWAD, Mk e £ 2 mMT 52
ECH R R ORE S BL R Z 50 pm R E L THMIE TELZE08 Do TWND. ZOfE Rk
Ro&, BE KRR G ICL0EES R P RICAR T AR 200 pm Ol X, M S
VAR, R RS il 2 R T D T LT KO B R OB 1T AF T
HEEBEZHND.

(a) No vibration 1.67mm/s  Vibration Vibration

Fig. 1.9 Micrographs of the top view of weld metal made without and with ultrasonic

. . . . . 32
vibration using various welding speeds. )
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Table 1.1 (ZARL2EDIT, & B M OBML 2 REI S TRY, Fadb b Lz 8
&)@ OB MR EL W, £, TAI=T LA S, AT ULV AHICB W TR S
BT AL TRBEINNIH TELEREGRBENT. MAT, HHEAE P
DFEIR & O MW AL T KD, BB 0 ¥ 3 G R BRI T D K M bk 23 ) B3
% PSR TRY, WES R AWML LTS E A LTI TE OB LR EN A E
ns.

By RTAY TIG WHIZEBWTAT L A8 O ¥ 2 4 J8 IO/ 72 55 8l 5 0D TF B 23 e 38
Ei7z. Table 1.1 THLDREDIC, EH:E R OMMAL T iEEL TRy NI A TIG E B M
HAENTHNTRN. By hUAYTrtex 003, BMERLT SRR CHDT —2, IRINY
AV DOEMIZVAYERICEDY 2— VI IV ENENRSL G T 52N RE THS.
Ry AY T atR% TIG EHLFH LIZAY NI AY TIG BHIXm e - |/ B W HE T
HY, T/ BRWSOU RN L TR ECR BERE T, RAB KA R
EREND PP E, mRe R m S EIE A TR RTAY TIG ISR WT,
& B AL OB L E TR ST, FEE ITH I REHEILELRVZ L. ZZTARMIZET
X, By hTAY TIG % o RAT U RSV 82 46 JB AL Rk O SO AL B il oS24 B iy &
T5.

ARWFFE D7 1—F v —h% Fig. 1.10 (TR . EFTHRYMTAY TIG A 8212 LD 72 25 i
DB E, RYRNTAYREREDOFRMETHLIVAYEIROEMRIZOWNT SUS310S 725N
SUS430 ZHWTHAE L REZE 2 BRI . IOIT, MM % @il & % Rl 17 2 B9 fe 105
DT, 53 ETIE, S SEEMELBM SISO BIREBEZR AL, 5 4 EIZBW T,
FYRTAY TIG VEH L DAL AT =X 2% 0 <5 il 5 72 1 D RS LR 70 D NS R >
R A ¥ 558 P ORI EANEH SN LTz, 8 5 BT, MMk AT =X LI REEEE
FIET@BHEEOEBIZOWTHAL, A7 EBRICIOIE ARSI D0 A0 5 dil 5 o i s b
WZOWTHRF L. 8 6 T, Ry hIAY TIG WEHEIC IO Bk S0 0 H0 45 dil i o 37 4
P2 Al L 72

ZDOIINTHRYITAY TIG EHEIC LD H S B OWMML AT =X L5\ B, &
VB SR A\ XD M0 5 i 8 K L DH B L OV O R 8t 2 1% 7. 2L C, Ry kU A Y TIG
IRV SN F il dh O fF APEZ R L, FEhE L H A~ 4oLz,
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Chapter 1: Introduction and literature review
— Hot-wire GTAW is new method for grain refinement method

Chapter 2
= Fine grain in weld metal by hot-wire GTAW |
Material: SUS310S, SUS430
Investigation of relationship between fine grain and wire current
+ Appearance and cross-section of weld bead
+ Wire feeding phenomena at each wire current
« Location and amount of fine grain in weld metal
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Fig. 1.10 Flow chart of this study.
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K LTI, By RIAY TIG EEHEIC IV EEHR 8 T IE RS U2 10 70 55 i it 2 ORI REL sk
EFRT D, A= AT FANRAT LA SUS310S DOVEREE B AR AR O FE il 23 A D7z
ST, ETHRYNIAY TIG WEHERA DS Th DT A B PRI O Rk 1%
FAAE LT, EDHIZ, SUS310S DEMFEEBEZICLT, BEET—RDORRLET 2 TANRAT VL A
SUS430 DRIkt L TIHPRIFLRR DIE Rl 2 7l A e T 8 O W Bl 22D, TGRzAE
ik B2 I T LR 2 E L, U A Y fE i SGHRLEL A D T BCIR BE D BAfR Z B M LT,

2.1. FEBRFGIE
2.1.1 BRI L URBR A

ML, A —AT T ANRAT VA SUS310S BLOT =T A MNRAT L A4S SUS430 %
ALz, N7 A 23T 2 JIS Z 3321 YS310S F8L 0N YS430( ¢ 1.2 mm) & iz, (b
¥HRpKZ Table 2.1 TR 7. IR T O IRE Fig. 2.1 1T R T, BB X1% 50
(wW)x100(1)x12(ty mm &L, 7R & 5 17 1 9L LB S A L 40°, BB 2% 2 mm THAJERS 6
mm @ U RUBHSE I TAa Rl 7=

Table 2.1 Chemical compositions of base metal and filler wire (mass%).

Material C Si Mn P S Ni Cr Mo Cu Fe
SUS310S | 0.05 0.59 0.84 0.022 | <0.001 | 19.19 | 25.33 - - Bal.
SUS430 0.04 0.24 0.52 0.031 0.005 0.12 16.19 - - Bal.
YS310S | 0.048 0.39 1.60 0.018 | 0.002 | 21.49 | 26.09 - - Bal.
YS430 0.009 0.41 0.39 0.021 0.003 0.20 16.81 0.02 0.02 Bal.

e
100 /
@\ el

50 |

2

[mm]

Fig. 2.1 Schematic illustration of specimen.
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2.1.2 FYNIA¥ TIG BEESME

RHES % Table 2.2 12, Ry b AY TIG EHAEOHAX % Fig. 2.1 (2737, TIG IE#HTIX
TAX X7 AT KOERR SN DO N — I THLH, AFFRICIHIT DB NIAY TIG Vs
T, By NIAY 7o A IDIMBAS N I= T A v 2 Va4 07 [ 15 7 JOTR @ ~E64a L7, Aok
UAY TIG HETI, VA VERICEVEAET MR OZENST — 7 DBEKRENAELD. D
GRRENCLDTAYORZEEFRERET DT80, VA Y~ T 2EROMMET, Ay T Ak
—FAZE AR, REAAIZF2ARE LT, Fig. 2.1 (SR X912, 77— 27K IXBH S0 B 0O E iR e i
TOHRE, TAYEAGOLE L, BRI COBM A OE TR E LY A e il A3 BR Je I i o423
HALEFETORBECRL, IWREME T MEIEE LT, Fo, UAY S A B IXB RS mE T A7
MOMEELLT.

SUS310S F KUY SUS430 T EESRIFIT R0, F/RRHESMFE L Tl 2L 0.5 m/min, 7

—JFEUE 250 A, 7 —7&K 3 mm, UVAYIEIEE 5.0 m/min [TRELZ. BHERIL 90 mm &L,
WHEBR A 30 mm OALENDEF LD IICL, EFEHTOT —ZEEIL 10.5 V Thotz. U
AV EFE AL, SUS310S DIGEIXTA YLK A K 30, 45°, VAV EFALE 0, +1 mm, 1@FEH
Bt 57 mm, SUS430 DA 1% 45°, +1 mm, 35 mm ([ZENENEEE LT, VAV EFIE, SUS310S
T 105~144 A, SUS430 T 140~174 A OFPACHEBE L. VA VBRI VAR LEL, /LA
JE# 100 Hz, VAY_X—2EHE 0 A LLT=. O %E Fig. 2.3 (TR T 0, @EEH &%
7~ 9 Duty GREERFZ JE ] CTHRRUZAE) 1% 30 %& L7z, 72k, VAVEIRIL, (AL CHIE
AL TV R H 5000 Hz TRHAIL, ERWE ISR L7 EaE L T\ o.

Table 2.2 Welding conditions of hot-wire GTAW.

SUS310S SUS430
Welding speed, m/min 0.5
Arc current, A 250
Arc voltage, V 10.5
Arc length, mm 3
Wire feeding speed, m/min 5.0
Wire feeding position, mm 0, +1 +1
Wire feeding angle, deg. 30, 45 45
Power supply distance, mm 57 35
Wire current, A 105~144 140~174
Pulse of wire current, Hz 100
Duty, % 30
Shielding gas(Ar), I/min 20

14
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GTAW torch

Wire it 6 Molten pool
eeding pOS;'t/'on

Fig. 2.2 Schematic illustration of hot-wire GTAW.

Duty =T /T
I —

< e,

2 |

5

(&)

L0 L [ S |

=
0.01 0.02
Time, s

Fig. 2.3 Pulse shape of wire current.

2.1.3 BEECTAIATICIDBEBRZO AL

Ry rIAY TIG HHEH OB O R LB L OREZHE T2 BT, mEEY
T AN AT % AN TEERILE D DU A1 AR BEZ ATEAE L7z, Bl e T A AT % - AT
LD FEBRE EE Fig. 2.4 [T, @EEE T4 DAL, WHET 6L CRED 1% 7 0B U dlih
JEL DU A Y AR E AT L TEDIDCRE L. TP O, 7o
HLHVIRFA D OREAIMG I DZENEE L, 22T, 77 A3y 7 V7K 980 nm HE
HERL — P RIE SRR L U CHEHL, Y%7 L2 —12iF, 980 nm (FWHM: 10 nm) /X2 R /<

ARTANG =T HIETT — 7 O g e 2 AT b L7z,
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High speed camera

;Veldin; direction

Fig. 2.4 Appearance of in-situ observation system.

2.14 HHECRMMEBIETE

EBEE — R E R ORI B AR Z 10 mm FIFRC 3 Wi BefS L7z. MRAREZ2 i alEH g,
M AW BRI TS #%, RLEE 1, 6 pm DX AV EL R N—ZANK O~ 7 227 2 KA T
KEEL, $imith P &4T o7, $Emifl B 5, SUS310S DAL 10 %> =V B /KIRIRIC LV E R
&£, SUS430 DA 1T 20 % E KRBT 10 %Rk Cr KIFRZ AW CEMERL, KSR
MERZBLH U7z, BR%IE, REMEL AV CRES RO Bl 41T 7. £7=, SEM-
EBSD % W T84 8 T IS T RS AU 7= oMl 7 S il i Ok & D5 6 & T L7

VS HR SRR T L OB S il T O T IR B 2 AT 3 D7 3D (T oM L R A E #6 L 7. Fig. 2.5
IR T IO, AR OHEE Ay, REEAIE IS ARSIV D BN 72 5 dih 5 o i A%
A A LLC, Wi b A3 HRIL 72

@® : Welding direction

|Weld metal area: A,

/

Area ratio of fine grain _ Az x 100 [%]
in weld metal -

1

Fine grain area: A, |

Base metal

Fig. 2.5 Definition of fine grain ratio in weld metal.
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2.2. F—ATFANRAT UL A SUS310S DB RETE R
22.1 BEEESRPICHRINDMADRIE R

A —ATFANRAT LA SUS310S (28T, R E 0.5 m/min, 77— 27 &t 250 A, U
AV EHEEE 5.0 m/min, AV ERBALEF] mm, UAYERAE 30° L, UAVERR 120A 12X
DEEE LT A\ R T IS e S i B S T R S Tz & OB B O T FL AR A Fig. 2.6
(27”7 Fig. 2.6 (a)l 30 FBAMER IR, (b)IXiaHE<e 80> EBSD fEHTIc L0 &bz IPF 44
LS. [T A 45 i BB A AR A AU CUN 2. Fig. 2.6 ()LD, MR S5 il 5 IS HL
WY JAFE IR BE AR O R RSN T D ZEDN DD . ZOW A LERITH 30 % TH5S.
F72 IPF &0 0, A il 5 Ik 23 2 O MMIEBE & B 1T L~ CTh D 2300 %. Fig. 2.6 ()l
R CRESND I gl S 52 R O$E K X% Fig. 2.7 1287, Fig. 2.7 75, Wi/ FbIT R
MO E LI EHRONDFERBRALNDA, £ FIC AL DM S Ak <1k, T ok ae
X R Ig ST RS LA A L CRY, SEERE R RIEITA 15 pm ThoTz. DI ZOR A BRI
WLFrd 5.

(& : Welding direction

111

(a) Optical microscope image. (b) IPF image of (a).

Fig. 2.6 Cross-section of weld bead by using hot-wire GTAW process, EBSD analysis result

of the weld bead and positions of fine equiaxed microstructure into the weld bead.
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OM image IPF map

001 101

Fig. 2.7 Boundary between the fine grain and columnar structure from base metal.

2.2.2  PORPRIRERRTE LD A ¥ B D BA %

PAHRALE DB SN IR L2 B BT, VA Y ERE LS8 T, Bk ik o’
BORREA B LT, FEBEEE 0.5 m/min, 7 — 7 &t 250 A, TAY &K E 5.0 m/min D 5{FD
H&, VATVEMBALE+] mm, VAYERBAE 45° L1, VAVER 105~144 A OFFHTHOLIZ
TEHE —R4MBLZ Fig. 2.8 IR 7. IEEEE —RAMELING, AV 120~ 144 A OFLPH CIAHE
—RRHEOVY T /BRI TODD, WTIOTAYERICBNTEH, "B T RRARy R L
DUEERMILAENT, RELZEETHHIEN DS, Fig. 2.9 12, MEEL T4 B ATI2LY
BONTETAVER TORERMMBE DO ELBIE O —a~27R 7. I, FERCEM, i
MCBRSE, — MBI IR, SR TUA YRR T HUAVETR COTAYIEANEIL,
UAYEI 105~115 A TiX, VAYIXEE@HARTT ~LT7 — 220> TEHITVD. UAY
BIE 120 A (27258, ERMMLICIR AS D ERT CYAYIZHRAL DS Z D VERL LN O % 612D A
YHRFAIN TS, ZLTC, UAYERD 125 A LLEIZRDE, VALY REBHL, Bt
W BRI ~E W RIS B STV e, ZORW ORI, VAYEIRO LS EWEEN
L7z,
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CIETITRLIEA VA Y EIRICB T DY — Rl 5 54 Fig. 2.10 129, KIFI2iE, %
MU R T RS T R B 2 P AU TN D . AP EDRAY 105~115 A OFEPHT
I, PR XA 4B IR IE R S TS, ULV BT 120 A (27258, O AL E
TR B I D B~ S, WS RBIEIIC SN2 5E LT, Mk Rk 2
JREPHICI SN TWD. DAYERD 125 A 1T7edl, TORENLE TS B, EHo
ZNENTHERSNTZ. ZOM[EAIE, 130, 144 A IZBWTHRIERTHD. FUAVTEIRIZIIT DK
HMPRZAL AR B D2 LA Fig. 2.11 (2, VA VERLEEHEAMLROBEMFREL TORT. KIZIE, 3 Wrin
BLEIZ IO W MO L R DO ER O NI K, H/MEZ T —/X—T/RL TV,
FolrmBGLERIL, TP ER 105~ 115 A OFPH T, VAvERD LA 3218 O+
5. ZLT, UAYRER 120 A ~LHEINT 2L, Wrimui LRI, kRERD. 2D
Wr i O L =RITHK 40 % Td o7z, SHIZ, UAYEGA 120A 220 AT 5L, Bt
BN L, WA bR REIIH DN TN,

Fig. 2.9 O LB TRONTEVAVIERBZRITIL, VA YERPENTHILIZLDVAYIE
FEDIALRBRL TV BEE 2 BN PP i, VAV EFA 105 A 16 EFHLT, 120 A TY

YITHAL A DAL, SHIZTATVERD ATV AVITIER DN AU ZENbH W tEs. 2
DEOIAER DG, B DAY A Y EIR DA, DEVTAVIREZ(LITER LT A
TR BRICKREEBE T HEHEN L.

110 | 105

115

Wire current, A

120

Fig. 2.8 Appearance of weld bead with each wire current on SUS310S by hot-wire GTAW.
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'I
Sy

>

Wire current, A

GTAW torch

125

130

GTAW torch

144

F/// (S
//-e

» o

GTAW torch

\

.

GTAW torch
iy - lectrode
SEEEEEEEDR .' Groove
. Weld pool

wmmunmm - fller wire

Fig. 2.9 Observation images obtained by high-speed camera with each wire current on SUS310S.
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Wire current, A
110 115

(® : Welding direction
{":: Fine grain

2mm 2 mm 9, 2 mm

Fig. 2.10 Cross-section of weld bead and position of fine grain in weld metal

at each wire current on SUS310S.

Material: SUS310S

(@)
o

c s
@© |

SEN '

e [ A R R
'S £30 \ --------------------------------------------------------------------
O B

= O

R e T —
3

2 1 O """"""""""" \\‘é— """""

o

100 110 120 130 140 150
Wire current, A

Fig. 2.11 Relationship between wire current and area ratio of fine grain in weld metal on SUS310S.
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2.3. TxTAPRAT VLA SUSA30 DOFSHIRLAE AT AR
2.3.1 BEE R P I RES D PEHIRLE

72 TARRAT LA SUS430 ([ZBWT, 7 — 78 250 A, EHEHEE 0.5 m/min, 71V %
#5 L 5.0 m/min, @ EIERE 35 mm LU, VAVER 166 A TEBELIZS G OEHAEE OB
A Fig. 212 (R 3. BUTIIAEHR TRk Z P A CUVD. Fig. 2.12 (a)DEHEE B TITIT,
HRZAIR GBS OND DS, Vst i o R O C I A 72 BRI SRR LA AR S T R S 4L T 2.
W I AL 2R 159 30 % TdH 7=, Fig. 2.12 (b)), () DR o o0 AT A T2 ALE D
PER B EZ DR EIZI51T D EBSD fEHT 65515 IPF 4477, SUS430 (23U THEH:E
& & IO 72 Sl S S TE RS IV TIBY, EDORIEITAK 68 um Th-o7-.

© : Welding direction % : Fine grain

(a) Cross-section of weld bead (Broken line indicates fine grain).

OM image EBSD image

N\

101

(b) OM image and IPF map at fine grain part.

Fig. 2.12 Fine grain microstructure in weld metal on SUS430 by hot-wire GTAW process.
(Wire current: 166 A, Power supply distance: 35 mm)
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2.3.2 FAMRIAE R E U A ¥ B O BILR

T2 TANRAT LA SUS430 12BN T, 7 —7 & 250 A, EHEEE 0.5 m/min, VA Yk
Fa A 5.0 m/min, JEFEEHE 35 mm OFEFMEOL LI, VA YEREZSE THLN R E
& JEOWEALRR A Fig. 2.13 (I” 7. Wik 23, Mk Rk IR A i CHA TV, U
AVEI 140~159 A TIIWEIRLILRR 2 s B2 4 B IEET Tl STV, 2L T, 166 A LI T
TSGR BRI TR AN T R S CUND. 2, TRHEE — IR BRI, VA v &R
BN 2LE0612, (BIRIZZRS. VAV EREWEMMEROBMRE Fig. 2.14 (TRT. VAYE
WA 140 A 705 EA-T DI TRrm o b RO T LTS, AP 159 A Tl
R L RIT e N2 D8, SHIZUAYEFRS LA 5L, Wrm S bRITmL s, kK
DOWrm A EERIE 174 A THI 35 % ThHDH. VAYER 174 A BB LVAYERTIE, VAYE
W KD CERD o Tz,

ZDINZT = TARHRAT LA SUS430 128\ Th, IEHEA R ISR S s S,
T A B ARG G I I IR R LA B & B ST, B WS I B S T,
W E M LRI, VAV EROBINEEHITRAD LN TR DM, SHIZTAYER® EF T2
EEBITHIMT B INICH o7z, 2D XD AV BRI CT- MO RLAEL R 0O 7 BT i 33 L VT if
Mo LR OMEAIE, SUS310S EFRIEETH 7.

Wire current, A
150

Fig. 2.13 Cross-section of weld bead at each wire current on SUS430.
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Material: SUS430

(@))
(@)

£ 50
©
52
03—540 [T, [ RSUPTSRTIDURIN, SISO NS | | SOUUU RO e
© ’
| %
O E 30 [ T
oo | K
= 0 ’
T 2920 g
© Cc i )
o L '
< 10 f “w |
O I 1 l 1 l 1 1 l 1

130 140 150 160 170 180 190
Wire current, A

Fig. 2.14 Relationship between wire current and area ratio of fine grain in weld metal on SUS430.
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E

F—=ATFANRAT VA SUS310S BELUNT =T ARRAT L AH SUS430 (28T, 7K
YRIAY TIG EHAEIZKVEEHE SR P IR S T S L7z, ARy NI AP E O Th
HIA Y B a ZALS MR O TE HCR BB AR L2 L 25, BRI O TE LY (v
BRI DD ENHERIS L. LR ISR E TRONTZ MR Z IR <5,

1y

2)

3)

4)

3)

R NTAY TIG BB KV — AT T AR AT LA SUS310S DIEREE & ik

H7p Sl S N S VT2 F ORI ORI 15 um TH o7z,

Ry RTAY TIG VALV 7 2T AR AT L ASH SUSA30 1235\ TR 72 2 il S A3 R
STz, ZOPEHIRFLRER ORLEITH) 68 um Th o7z,

BUAYERICB O TR DS RSN IR e — R AL, RSB T A Y D EE)
WIS THABINELINLAZEDR B AN, TR TOSEITB W TR R M D72\ He i i 47
HDOTH-o7-.

WRRLREAR DTE AL B, VAV EIRICIVET D, VA YERMENGE TR EE
JBIERS, MW EICIIE e )E ISR T S e, UAY S a5 85700
AV ER T, WS RER XU LM CHMRGERE S S, Brm i bR2iEso
SMHRLNT.

SUS310S FLT* SUS430 124U\ T, VA Y B LW i LR O BIGRA D, W w3
XTI AV EROEINE LI — AT 205, SHIZUAYEHSHEINT 2 & Wr i ik =
FRBIIEINT %, 2L TUAYERS S<EBRNINEAS DL, TAYITEKTL, SUS310S
TIXB E A LRSI L, SUS430 TIET AV 2NVERT L7- S CIREE T& oz,
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BIFE RGBSR RIS T IR O R

Ry hIAY TIG HWHACR W CERES B I RS A BRI, 7 AP EIRIC KO AL
i, EAEbLIC. KETIE, Ay AT TIG HEHIZLAMABRELARTE OB n 2 SHIZERMIC
R 27201T, SUS310S Z JHWT, 7 — ik, WHHE, VAV R EE B IO A ikfa i

EEEASE, VAV IERBSR o NICH im i b RO LA 6N LTz,

3.1 EBRRFIE
3.1 R IURER A
BMICITZF — AT F AR AT UL A THDH SUS310S %, UA¥IZIE JIS 723321 YS310S (¢

1.2 mm) Zff i L7=. (b4 k%A Table 3.1 (23, BB i OFIRIT Fig. 2.1 (2R L7-.

3.1.2 EEEL

TAPE4E% Table 3.2 [ZR 9. ARy hIA Y TIG 854 ORCXIX Fig. 2.2 IR L7280 TH
% PHRLAE AR B BT T SRR OB LR AT DA T, 7B, WHEEE, UA

YIEREEBIOVAVYERMNELEISETIRET, VA vEREZEEL LS. 7—7&
TOEEETIL, 77— &% 200,250,300 A LZ{bSH, WHEHEA 0.5 m/min, VAV 5460 E
% 5.0 m/min, VA VIEROLEZ+] mm &—EIC LT, IEHEHE OFETIE, WHHEE 0.3, 0.5,
0.7 m/min CZEALSH, T— &% 250 A, VA Y EFAEE TR ES B EN —ELedLOm
JEZ&123.0, 5.0, 7.0 m/min &L, VAVIEMLELZ+] mm &L, VAV ERGEEORETIE, ¥
AV IEREES 3.0, 5.0, 7.0 m/min (LS, 7T —2EFiE 250 A, EHZEEE% 0.5 m/min, A
YIEFANLE+] mm &E—EIZLTC. VA VIERILED BT, VAVIEMBILEL 0, +1, +2 mm &
BASH, 7—EiA 250 A, VEEEHREEA 0.5 m/min, T4V EFGHE 2 5.0 m/min&—EIZ L7z,

%

AR B BT 2.1.4 (ORLZIEAY C, B E F IV HRE A 3 SEUSL, W
TG =R A E LTz,
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Table 3.1 Chemical compositions of base metal and filler wire (mass%).

Material C Si Mn P S Ni Cr Co Fe
SUS310S 0.05 0.73 0.83 0.024 | <0.001 | 19.20 | 24.88 0.13 Bal.
YS310S 0.048 0.39 1.60 0.018 | 0.002 | 21.49 | 26.09 - Bal.
Table 3.2 Welding conditions.

Welding speed, m/min 0.3,0.5,0.7
Arc current, A 200, 250, 300
Arc voltage, V 9.3~11.7
Arc length, mm 3
Wire feeding speed, m/min 3.0,50,7.0
Wire feeding position, mm 0, +1, +2
Wire feeding angle, deg. 45
Power supply distance, mm 57
Wire current, A 70~159
Pulse of wire current, Hz 100
Duty, % 30
Shielding gas(Ar), I/min 20
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32 BEBEEFHORE
321 T7T—78H

7 —7 i 200, 250, 300 A DZANEITHLILIEEEE — R 5524 Fig. 3.1 12”7, W
I GBI, AR R IR A R CHH A TV 5. &7 —ZEBRICB VT, VA Y ERIME
S eI, ORIAE AR JVE B B R IR IS B STV, 7 — 278 200 A TiX, VAV &R
124 A CTREEER EIBICERSH, VAV ER 124 A DBRIZB O CHOIEEAR FEI SR
BB ESN TS, ET2, UAYER 124, 133 A OFEIIE, BEE—RIIMBIRTHS. 77—
BV 250 A DEETIE, VAVER 120 A THE#EE R LIS, 125 A LI TIE, Bk
& BB L ORISR AR S L TS, T — 2 300 A DA, T — 27 & 200,
250 A DISITHABRLAE 2N IR e B LIRS VT, VA Y EIROZAIZ IO TR
N BRI SN TRY, UAYVER 140 A T, BB R0 KA
HHND.

Wire currrent, A
101 108 117

200

Arc current, A
250

133

"+ Fine grain area
(©: Welding direction

300

2mm

Fig. 3.1 Cross-section of effect of arc current at each wire current.
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Fig. 3.1 QWm0 ELNBrm e 202 k% Fig. 3.2 17, K2, 3 Wim o
BEPLFLN WA LR O FE B L0 K, R/MEZ =7 — /S —TRL TS, #kL
KRR DS RSN T2 A Y B OFPHIT, EOT7 —7BEIRIZE N TH 90~150 A NTHY, 1FITE
LiZ72\v. 7 — 2 250 A TiE, VAYEIRD 105 A 25 EF-3 2L (2 Brm ki b 2 s
L, DAVERA 120 A (2725 LB i b RIX 2NN 5. SHIZUAYERS LAT5&,
W T ORI L =R LB DN L. 7 — 28T 200 A DA, VAYETRD 93 A 75 117A £T
EAT AT, STErE MG ERITRA L, BoherD. TAVER 124 A 2725 LT E L
FITBHEL, BRDKI 45 %725, ZHVLARRIEWm MR =13 DA 32000, ZOWrikE i
HUER OB ORREIL, 77— 278 250 A IZETIX AW, 7—27E i 300 A 1285k, 7— /&R
200, 250 A (ZHBALD R 7ART A & i i P C O Wi i b2 o J 1 372<, VAV &R 118 A
TWrm I LR D e K &0, 2 AR W m i b= L T D, S6IZ, 7 — 78R T
W ORI L =R D3 e KA R LTe U AP &L, 77— 278k 200, 250, 300 A DEFLEILT 124, 120,
118 A L72>THY, T D KOWa ML ERILT — 7B OB MELHITHD L TWD.

(o))
o

Material: SUS310S

| [A--200A
|-@-: 250 A
“H-: 300 A

(%)
o
T

N
o

N
o
!

Area ratio of fine grain
in weld metal, %
w
o

N
o
]
'
1
1
A
'
1
1

80 90 100 110 120 130 140 150
Wire current, A

Fig. 3.2 Relationship between arc current and area ratio of fine grain in weld metal.
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3.2.2 BEHE

WHEEEE 0.3,0.5, 0.7 m/min DENE I THLNZEEHEE — N 55 % Fig. 3.3 1T~ 7. %
P 20, PHOHIDREREL R BB 2 AR TR A TV D, TN ETOREREFRE, VA Y EBHR SRS S
(i, SRR AR R B A B IR ES I R S CD. SR ESEE 0.3, 0.5, 0.7 m/min (2B T
AV &I 97,120, 139 A O ZAF THRGMALIE R IS @B O _EEHICE RS TS, 2 iEoy

\

A EHETIE, POHPRRRR IS, L 0.3, 0.5 m/min DA ITITIEEEE B FICIKAEL THY,
WHEHTE 0.7 m/min DA T O EFEES B LIRS 5.

Fig. 3.3 QW BIEN DLW E AL 2% Fig. 3.4 (3. KIZIE, Wik 2o ¢
B2 NI K, e/ IMEZR T — R —TCEZNEIRL TS, KB 3 2 Wi 1L
ROZACEINI, VAYEIRD LR THIco0 T, Brm b s=n —ERD L, ShicUv v E
s BRI DLW mE A L SR AL, OB E RO L TWD. £, SRR
RENDT AV EF ORI, IWHGEE 0.3,0.5,0.7 m/min DEHNZT 77~140, 105~ 144, 116
~154 A L8725, Wik LR 23 g KE2RDU A Y ERD KEELL TRY, BFEE 0.3, 0.5,
0.7 m/min DEFLEFUTIBNT 97, 120, 148 A L7200, Fe ROWrm Mol L 31X 23, 40, 47 %LVEHE
B DL R DI O THINT 5.
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:
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Fig. 3.3 Cross-section of effect of welding speed at each wire current.
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Material: SUS310S

(o))
o

|-~ 0.3 m/min |
[|--@—: 0.5 m/min |
50 [-m--- 0.7 m/min| ' *

i
o

N
o

Area ratio of fine grain
in weld metal, %
w
o

RN
o
T

70 90 110 130 150 170
Wire current, A

Fig. 3.4 Relationship between welding speed and area ratio of fine grain in weld metal.
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323 UAYEREE

DAY EAGHE 3.0, 5.0, 7.0 m/min DZNE N THLNIZREE — R Wi 5B % Fig. 3.5 [OR
3. W G U, ORI 2 R T A TUWND. AT A Y AT I W CORIDRE
FREIT, DAY BERPVERNG S ITE B BOETIC, SWGE I EFIOERSIL TV, UAY

EARHE 7.0 m/min DU AVEUE 148, 155 A DIEHEE —RITNIRE/2 - TEHY, MRk
WHAR LR L T,

Fig. 3.5 OWrH Bl CALN - Wrim oL =% Fig. 3.6 (TR, KX, Wb
K722 b N =T — R —CHIE A LR O R, Bo/MEAZRL TWD. BT A 2463 E T
RIARRR DN SN2 D A Y B OFPH L, VAV IEAEE 3.0, 5.0, 7.0 m/min DZNLNT 70~
101, 105~144, 125~155 A THDH. VAV EFHE 3.0, 5.0 m/min DAL, ZHVETOR R
ERIAR, Wi MO, A Y ERO LR LEBIC—ERD LRI, BN, 0% B o
THEMNCHD. TATEREE 7.0 m/min THE, KWTAVEREEHEICSWNC, VA PERO E

Fz X WA LR OB IX A LR, LL, BB bR, VA vEFRN 140 A 25
148 A ~@<RLHEEBUITHIML TWD. Wb RO R ERDT AV EFIL, VAV sk H
£ 3.0,5.0,7.0 m/min DFFLEILT 94,120, 148 A THY, DI KO LI 8, 40,47 %
ET AT G E N AR D ETHIINT 5.

Wire currrent, A
94 101

110

120 125 130 144

133 148

Wire feeding speed, m/min

7y 1 Fine grain area
2mm @ : Welding direction

Fig. 3.5 Cross-section of effect of wire feeding speed at each wire current.
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Matrial: SUS310S
60 - :3.0 m/min | i
| -@ : 5.0 m/min | | |
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Fig. 3.6 Relationship between wire feeding speed and area ratio of fine grain in weld metal.
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3.2.4 UAXEASALE

TAVIERALE 0, +1, +2 mm OZNL N THRLNZEHEE — T in 5 5% Fig. 3.7 (R
A T 5 BT, IR AR BRI A R TP A TWD. BT AV EFAALIE 12T, PRAHRIREL R
X, DAY ERPMENG S IS BESIIE RS TS, VAV E+], +2 mm TiX, U
AVEI 120, 123 A IZBWT, MR SR LB RSN TRY, VAV S E
mm ([ZBWTIE, VAYEG 128 A BRIV T, MR XasE e R EiIcElkEn Tk
DIMEIRE —RThD. 728, TAVIEHBALE 0mm TiX, Bk RS R EITIcE RS
HZEITRL, VAYER 120 A IZR W CHEAYIEFEPHIC, MORDRLHLRR X8 2242 8 0 INER IS Bk
INTVA.

Fig. 3.7 OWrimBlE2 I IS b 7 Wrim i {b 2% Fig. 3.8 (2”3, XTI, Wrinfsii(b=Ro
EREZRLNC R K, F/MEEZ T — N—TENELIRLTWD. FUAYEBIEIZIBNT,
PR ST R S NI= T A Y B OFHIL 90~150 A HIZIFZELV. UAYIHANE 0 mm O
Sy, VAYEI 90~ 115 A OFFAIZIS T W m AL RIITZE BN AL, VAT E
PEAY 120 A 12725 LI MG E SR IX TSI INL TV, £72 120 A BABRIZY AP IEERT 3 L<

BIRVRBEINTERD T, DAV AN E+] mm TlE, VA VEFA 105 A 255 115 A ~LH
IMF 2z 2 TWriR B L 2RI L, 120 A (2725 & W o L R I3 2csm+5%. v14v
B 120 A BV W L B A e R &2 o 7o LABE T, T AP I O B AW i S b

LI LTS, TAYEFANLEF2 mm TIE, 108 A 235 120 A ~EV AV EFRBEINTHIC
AUCHIRI I LRI 01T 0 32 ANICH D . Z D% 120 A LU TR Ao L 28 23 1
L, VAYEH 128 A TIL 50 %xi#Ex, TDOHRDIAYEIRD LFIZIDWrim (b2 DR
EHHIRN. SHIT, FUAYEFANLE T H M LR R R R L2V A Y BT, VAV ik
FENLIE 0, +1, 42 mm OFFEIUT 120, 120, 128 A HIFIFELL, KR OW ML 21X 29, 40,
51 % THY, TAVEIAALESEEINT HIC o THE KT 5.
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Wire current, A

Wire feeding position, mm

105 110

{"y: Fine grain area @®: Welding direction 2mm

Fig. 3.7 Cross-section of weld bead at each wire feeding position.

Material: SUS310S
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Fig. 3.8 Relationship between wire feeding position and area ratio of fine grain in weld metal.
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3.3 PRHPRIAERRTE R T DA RRLE T A Y AR R D BfR

Fig. 3.9 I&, 7— 7@, WHEHE, VAV EEHE B L OVA Y EBOLEOENE DS
THRROWEHAELRP GO T O TG E B ThH5. Fig. 3.9 (a)hb, 77— & 250
AT, VAP RER AN OZEGIZIEN FA0RNHIAZITNDLIEN DD, 7 — 7 Eit 200
A TiE, 7T—2 BB LT To O VEEMAE /N L, U A D3RI SR B T A0 e 3 i
ASILTEY, T—27&Eii 250 A THOLND L) 72t @i SUTBA R B TE2RW. 7 — 78 200
A DEEITERROWE R LI (45 %) L7220, e —RNIXWRRIZ Rl — 05, 7— /&R
300 A TiX, 7—277 200, 250 A (2, IERMAMERL TWDIER DD, ZDT2D, UAY
XRIC IR @~ ASNAEET TR F 23> TWDHO 0, AL O LRI I7 12, 18
AR LD LREDOMRE R B NLEHIN TV, Fig. 3.9 (b)) 0, S E 22 s
Ba T, VAYIEENL FAVEBM AL BRI TR0 AN 5. R IR T H
FEDRINEEHIC, BT %7 TR OTERY, ZHIHEWVIEBIL N ~D T A ¥ Off AN E

AL, BWHEEE 0.5 m/min ZREECHDE, WHEEE 0.3 m/min CTIXERIMANZEGIZT AT
DMFASI, WHEEFE 0.7 m/min TIEVARL N O LERRIRT T IZT AP AS IV, IR
£ 0.7 m/min QA ITHR KR OWIE LR (47 %) L7258, ko7 —7BFOEE O L5701
FEIRE —RTIdeh o7z, Fig. 3.9 ()2, &V AV EFREE T W CBrm it bR n i k722
SEIIE, VAVIEREVEN PRV A~ A SN TOD. UA Y EFGEEE 7.0 m/min T,
7 — & 200 A DGE ERIERIZ, AV DEEELN O % G2 FEIL R 200 ASTERY,
TAYPEDEFEEFHL TNDIINTHZD. VAT ERGEE 7.0 m/min O5E (5 K O W i f0H
B3R (47 %) 720, IEHEE — R IBk E7e > 7=, Fig. 3.9 ()0, FUA VY EFRNLE 2BV Tk
ROWEA LR L DIGEDOTUATOELGIZCIEVEAL T AV B DA~ A ST
5. VAVERALE 0 mm T, VA VIR R EHLREDHREEZL > THRASNL TS, UA
YREFANALE+]T mm BLOH2 mm OTAVENR 123 A TiE, AT FA0EEEALN O 1% 5
IZHRASILTND. DAV IEFALE+ 2 mm DT AV ENE 128 A T, VAVOIEN FAVRELL,
TAY IR N ORZ A SN E D EEEEE L TODIDITHRD. TAVIEFELE+2 mm,
UAYER 128 A IZB W TR ROWr R LR (51 %) &0, e —RIZWBIRERS.

EDEHERMITB TS, VA YR EFM A ORI ~TEI T 20RO ASNDH 56 Wi
WA LRSI K LD, 77— B, WHEHE, VA Y E B IOV AV EBIIEOZZE N
THRKIEIL 45,47, 47, 51 % Chole. ZOFRERNG, WHRRIHERRIL, 7Y O AKEE, FRZUA
YOI FOVEEILN OB~ SR ASNDGE IS <D EB 265,
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Arc current, A
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124 120 118
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: Molten pool

(a) Effect of arc current.

Welding speed, m/min
0.3 [ 0.5 [ 0.7
Wire current, A

97 120 148

—-~ Filler wire
: Molten pool

(b) Effect of welding speed.

Wire feeding speed, m/min
3.0 | 5.0 | 7.0
Wire current, A

94 120 148

3

: Filler wire
: Molten pool

(c) Effect of wire feeding speed.

Wire feeding position, mm
0 l +1 | +2
Wire current, A
123

: Filler wire
: Molten pool

(d) Effect of wire feeding position.

Fig. 3.9 Visualization images at each welding condition.

37



053 B BRI Rk L A D B R

3.4  PHERIAHRR AR B

T — B, W, VAV IEEE BLOUA Y ERALEDOZ NN O EE A LT
B, Wi LR IZ T A Y EBIICEOVELL, O AL E D2
ofz. BEMCOBHEMAERIZIE DX, By hAY TIG EHZBT DRI R D 7=
D EYABE SN R 2B B L 7= 55 % Fig. 3.10 (R . B IRBESMT I T i m L == 23
10 %% B A - fEik A R B L, SWrm A ke Lz, oM ERFIX, 7—2BRORD, &

EEANTFIEFE LD LD D

BEEE DRI, U A R E OB LAY ERALEOBEINEEHITIER L TWAHZEDD
NG,

T AV IRR A A~ A SN DIBFE T — 271k nEEns. £z, 7—7EROEIMZLY,
ERHNIRE D EHLTWAEHERITES. 7 — 7B OEINC LW im Al bR o 1%, =
DT =L D MBE LOERHIRE D EABERL CODbOLEX LD, RN AL
THE, WRMANIZEB W TIA Y ~DO NN T D, 7T —7EIRBILOTV AV EAEE TSN
T, Wrim o LR D e R ETR D5 B 1LY A VI LB A N O 1% 85 | SR A S AL TNz, IR S
FEWVIGE IR A VIR B N 2 Sn A S, T2 EE D RN B IR A Y L Ll il it P AT
TSIV T (Fig. 3.9 (b)) . LL7ZeA s, Wrm A b 2 i K &7 D DL, UA Y DI
ML BTG IR A S QO DI BEGR FE 23 G A CdhoTe. Tyl it o> e 53 B o 8812 &
HEEZ DAL, WHEE LD WG B I BN R T ~ SR A ST A D5 Rt N C R
R, WHEE DB OIS A I RES A N 12 56 1S3 AS IV D A SRt N C a3 IS 1L
T2 EIZEDEEZ B, WM TOT A ~D NBDZALIZ K> TOHHGRL LR =3 2T 5
CHERSIND. UAY &G E DN 55 G W oL RN+ 2 2 &1L T, U AF
DN BB H 720 DT — 27 B L OO LD ABBNME F+2520EOERBH LM, VAF
OFFAEDEIML TODZ EB W MM LR ORI RSB X HND. VA YL EE T
— IS HEL -2 I KD W E B L RO, UAY ~DT —2inbD ABBSEAD L2, &
LU TR PRYICIR R O 5 ~ AN BE N L2 e bbb,

PLEDFERING, MEVER SNV AYE, 7 — 7 B LRI NN DD BAE S T IT<LKR DL
INTH RN DI IGITEAG L, VA YOG RO LR T s S o3 < s
HEZZBND.
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(a) Effect of arc current. (b) Effect of welding speed.
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(c) Effect of wire feeding speed. (d) Effect of wire feeding position.

Fig. 3.10 Change of adequate area of fine grain formation with each welding conditions.
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35 M8

SUS310S % Fi\V THGHIRZ AR IR BL G~ DT — 7B i, TAHEREE, UA Y e E B L0
A EARNL B DB LERE L. BB ELEICB W TELN- AL — NI L Clrm iz,
WOHRRL AR BB M & #5572, 2L C, AT LB E DDA LN A Y IREE D B kDT — 7
B, EHGHRLE, VAV EEEE B IO AV RSO E ORI B G~ 5 2 D B %
IS LT,

1) RS LOBMRGEREOTE A T3, Bk L, VA VERIMROE S
(IR DOER, mWEE I EEIcEh TS,

2)  BWEESMICTBWT, Brim s b =08 i K ERHGA12IE, VA PITEpt i ASND
ERTCTEN FRY, W@ N O % i O EhEE TS B ST,

3) WrmnfoH bR, 7 — 278 200 A, VAV ERIEE 7.0 m/min, VA Y EFRALE A2 mm D
FILEIT 45,47,51 % THY, IWEE—RITNBIR Th o7, IEREHEE 0.7 m/min (23175
Wi ORI L 2R 13 47 % TH 72, ZOHGAITIREEE — T IIR TidZe .

4)  AREBERMHEINIZI O TR, APRIERR 3R K TS B HRL DK 50 %IZB VT KS

, WHEE —RIZWRIR Th -7,

5)  BUMRLKERRIL, MBUEAGSNTIZUA YA, T— 7B L ORI L DB E Z TR DH K
NI DRI EATL, VAT O REZHEST IV RSO3 <KR5EE R
bhb.
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FHA4E  BHALEBRTE A =X ADOfEHA

HTEEIZ 3N T, 14 R H O BRI R R O fic i P 2 2R A R PH I X B SN L7223, il
RIMREIE AT =2 NI AR TH D, WAHPRLAEL R A A 12 8 R T IS RANSIE K95 L T2 D AN
=XLOFIIFIA AR THD. T TRETIE, BRI @ R O b ol itz Sm
BICEEAEL, RN BT DR L2 Bl g2 LT,

4.1 ZEBRFIE
4.1.1 HEMBIBIORBRA
BT A — AT F AR AT L AT D SUS310S, TAYIZIE JIS Z3321 YS310S(¢ 1.2

mm) ZfE U7z, (LB % Table 4.1 (2R3 I L7238 Aol Fig. 2.1 IR LTE.

4.1.2 ¥ Sn BLUOKBHEE

AR Sn 36 LOVKIZ O BHIRLAL AR O e & B L7 BR O Ta #2551 4 Table 4.2 [ 2R 7. &
PR 0.5 m/min, 7 — 278 250 A, UAYIEMIEE 7.0 m/min ELTYUAYER 132, 147 A 1T
KL TRmFEREIToTo. TAVEN 132, 147 A 1L, TALEVBHIRLILRR D A H R 8 I, B3
RSN DL TH 5.

Table 4.1 Chemical compositions of base metal and filler wire.

Material C Si Mn P S Ni Cr Co Mo Cu Fe
SUS310S 0.05 0.73 0.83 | 0.021 |<0.001| 19.20 | 24.88 | 0.13 - - Bal.
YS310S-(1) | 0.048 | 0.39 1.60 | 0.018 | 0.002 | 21.49 | 26.09 - - - Bal.
YS310S-(2) | 0.05 0.48 1.59 | 0.022 | 0.001 | 21.12 | 26.18 - 0.08 0.10 Bal.

Table 4.2 Welding conditions of quenching by liquid-tin or water.

Welding speed, m/min 0.5 Wire feeding angle, deg. 45
Arc current, A 250 Power supply distance, mm 57

Arc voltage, V 1.7 Wire current, A 132, 147
Arc length, mm 3 Pulse of wire current, Hz 100
Wire feeding speed, m/min 7.0 Duty, % 30
Wire feeding position, mm +1 Shielding gas(Ar), I/min 20
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4.1.3 PEHDRIAE MR BB R O RR EBR F 1k

TIPSR AR Rt 2 0D A it 8 320 0D g [ BR R 2 RS 37272001, IR Sn b LIk Am L
TERRL IR ASIZ B DU A Y B L ORI OO Bk & 3 A7z, ik osX% Fig.
4.4 (a), EEEOLZGFZR D ORI OREF % Fig. 4.4 (b)IZ7R 7. Table 4.2 (R UTZ IR 54T,
VT 23 7 BB IS B LT R R CHR R AT LT 2L RIRFIS, (IR 891, VAVER 147 A
DG EITIRIE Sn %, VAVEGR 132 A OEEIIKEEE% T LB ~EF L. 73, U
AVEIR 132 A DA THIRIK Sn ICEDRMmAEFEMLU7223, IR Sn IRV R LIRS,
TRl IZ T A Y DA ST 5y O RS DS BIR CE Do To o /K Bm L LT, Bk S
BHE — R DI, e — R ROfER m &2 BGL, $imt: L7, 10 %Y 2V KR
\ZXDEMIEREAT o7, MMRBE IO IS A L7,

\

(oo N
o water

(b) Visualization images at each frame during quenching.

Fig. 4.4 Quenching by liquid-tin and water during welding at fine grain formation.
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4.1.4 BYNIAYEEEEMBER

LR OZE IR, WK I BGEAG h OU A ¥ OB LIZIV BRSNS L TS
iz, 22T, VAY OMBZEALLIREDRREZTAE T 27018, By TAY TIG Tk
SNDYT A YR FHI A FEHE i 2R BN KV A TS, RN T — 7 CTh DT [T Rl
BEDOUAY O IEMERIRE NN EETH-o7-. £ T, Fig. 4.5 (R B E N EEEE 2 JlE
LT, VAV EBBEMALRBOLEEL, By AV TIG EHER L RS OU AV INERER 1RV, U
AYNOMBENETHE L. VATYELEL CRE T AT OEEMENITITAR Y MY AP 2 & 10
INDALEINTF T ERALZ. EDIC, ERREOUAYOEBEZESHEDHDETIVvIHAR
EH U, 7307 HARIIZREFH O 72D AT v M 4 DF%IT 7.

Table 4.3 (ZFBRAEAM 2. BHIRGERTE BRI DD, VA YA HE 5.0 m/min, J@FELHR
it 57 mm TYAVEE 94, 102, 109 A DRI L TUAVIREZFHI L. RAEFHANZ I, 3
TER BRI, 13DOZDFAZD ¢ 1.2 mm EFEF N/ NENZ LS IR B 5% & 4
MLz ARIRE CTHHETIv I AR DAY NONLE IO R EE FH12E &, 38 B & 0w iR
BT R R R (M A B IR) 2L 770 IR R R I AR N B S L7
TAY OB bZ L3 5728, @iRICIEASNIZTA YD LD TIG h—F %W T Ar A%
TiL7z. Ar T AD & - I IR ORI A S (4 L [FER, 20 Vmin, 0.3 MPa &L7-.

Supply pomt

___Power supply dista - = Multi-sensor camera

(a) Appearance of wire heating device. (b) Measurement point.

Fig. 4.5 Filler wire heating device for measuring wire temperature distribution.

Table 4.3 Experimental conditions of filler wire temperature measurement.

Wire feeding speed, m/min 5.0
Power supply distance, mm 57
Wire current, A 92,102, 109
Pulse of wire current, Hz 100
Duty, % 30
Shielding gas(Ar), I/min 20
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4.1.5 UAYHHBEBUNEER 5

IR U7 RS R OIARRLARAR XY A Y N D SR MBS BR 03 B D Z L s HEI S a7z,
ZIT, EDOREEMBLIG LT AV HMRZE I OBRRLHHAELC. Fig. 4.6 ([ZUAVEALEORE~
CIMENFIREZRV AV B ENBEEE 277 . ZOLEE L, Ry b AVIERIB LU EF 2 L0RERL
SNTHRY, MASNIVAVIZE PO 27 NTF v A ICLVEESI, BESND. A FINTFy
FIEESNTZT AT T, Ry AV EFICE Y 2 — VMBS NS, MBI 398 2 3% T,
LD~ Ar TAZRASELZETMEASNDLTAY O bZBLIELT.

R R BL R DFEBI O 72D I I L7 BG4 Table 4.4 [ZE LD TR . MEARER 1.0~
10.0 s TUAVEJE 32~100 A OFiFH T BV A YL IMELT-. BT 2T AV RIL, MEGEZ DG
HIPE S B A 52 D720 T _XRTOLEMT 65 mm LT, £/, Ar HADFE X 5~10 Vmin &
L7c. TAYEROSIVAE B L Duty 134y b7 A TIG EHEL[FIEE T 100 Hz 3850 30 %&
L7z, B OIR BEFHINCIE, REBROMEGHE A ZEL, — MR E IR (e A &
) e L7 270 il e LT, INEARER] 1.0s, AV 82 A THEASILIZD A OIR FE 3 I
R#& Fig. 4.7 177, Fig. 4.7 (@BLOO)IXENENE —2Z7IREICBIT D i E R EZ 0
BEBREZRL TV, ZIRGTIREER DY 2 — VIS IZT A v 3B — MBS T D
ZENDND. ZOMRERBIENHE — IR 1210 °C Tholz. FWHEE XK 150 °C/s TH
ST MEGRMEZ LITIREFHIL, ©—ZIREZFHRIL7Z.

JR R LB BT BT INBH BE D 5B AT 728D, INBGEEE 133, 225, 445, 1415 °C/s T
JEER RN RS A T D IR ECINELL, A B & R B R O PR A T A LT

F7o, WORTRARREIE O R R & 72 D88 SR N T O R A B R OFE 202 357280, LLF
DEBREIToT2. HEPLDUATEE —ZIRE 1223~1387 °C ETOMOFKIREIZ 1 s FITHIER
L, AL (—RINEEFES) . ZDUAY DK EZ 0.4 mm FRENIEL, il A 2B H S,
SHINLEZ R E T DI IR A 595, 0%, BT AY4EK) 1450 °C/s CRIFEEERLD 5
AT DK 1450 °C ETHINEAL, WEIT 5. Bk, R EICGbE TREMBLZEL, —XRnEk
IEDRL SR & R VAR S & D Ll A1 T,

Table 4.4 Heating conditions.

Heating time, s 1.0, 3.0, 6.0, 10.0
Wire current, A 32~100
Pulse of wire current, Hz 100
Duty, % 30
Shielding gas(Ar), I/min 5~10 (0.3 MPa)
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Fig. 4.6 Appearance of joule heating device.

Measurement area: 1 x 4 mm?

(a) 2D temperature distribution image.
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(b) Thermal history by two-color thermometer.

Fig. 4.7 Temperature measurement result of filler wire joule heating
obtained by two-color thermometer.
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4.2 PRRPRIAERRTE AL D A ¥ DBISR
4.2.1 BIGHEIC K DPEHDRLAHE B B IR TR D SRS

AR RR DS RS N D WS IE, 7 — 78 250 A, WEEHE 0.5 m/min, VAV 5450 E
7.0 m/min OV AVENE 132, 147 A IZxHL TRM LIZ#E R4 Fig. 4.8 IR, Fig. 4.8 (a), (b)i
NENTAYEDR 132, 147 A OB EEFE KRR O VR B ALAE T O FERT i 52 Th Y, HORLIEL RS
BRI BIO BB ESNDGETHD. KR OMHRIE, AR O s ik =~
L CW%. Fig. 4.8 (a), (O)IZHBWT, MK DO RALE X RS> TWDED D, WT OS54
IZB W THIRLAL R S RIN T A Y 2 HHEHE L TIE AL TN ZER DN,

Fig. 4.9 |2, Fig. 4.8 (a)3 L ONb) 2 (1)~ (vi) T/R LTZALE O YE KK B NIRRT A D)
WM R 3. PDRLAL AR A3V 2 B I IS AL COD 556, (1) TIET A Y O W AR I L
U7 Sl it 2 22375, (i) TIE, (OISR U CHLR S db R 3Bl a2 S, SH12(3) T, i
KRk GBI 6 R AT IS B L 7R R 23 e R &5 (Fig. 4.9 (b) DX o K FIL ) ).
(V) CILZ ORI /7 DKL, WAZH O/ fhia B35, ZHISKL, MRk s Bz
B EENTIEL TWDI5E, (v)TIE, (v) CBUEEISNIZ ISR A2 i Ol fbhL e, R0 )A0
D JR EBVE RS 57 23 it SRR B 72 kLR & 7n o 750 20 D3 ERB S LD (Fig. 4.9 () D RHD) . 7z,
(Vi) CIEHRLAR R A A L TS,

LI E OB ERE R LD, IRAREDOT A ¥ SRR AS NS 2L T, SRR
RSIVTNDZENRHGNE ST, T bbb, Ry AV 7 at A% 58 H LTI A v 3 fih
ICEFESNDMRICBWNT, Ya— VBB LR, 7 — 000U X INES v, 2D
TR, BT E CTEEL QWD T®, Fig. 4.9 (R T WM Z A T2V A VIZZDIRE AR
JEU T Fig. 4.9 IZAHND IR E T2 LD, (OIZHDNTZ L7 PRIk IO F FE2 2 i
FELTERSEEFL, MHBLHRR LR DEHE 2 HND.
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Filler wire

Fusion boundary

(a) Fine grain formed at bottom of Weld metal (Wire current: 132 A).

Welding direction

Fine grain

Base material Fusion boundary — [_2mm

(b) Fine grain formed at upper of weld bead (Wire current: 147 A).

Fig. 4.8 Freeze microstructure images during forming fine grain obtained by quenching method.
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Initial Fine grain at bottom Fine grain at upper
microstructure (ii)
ipusd

’ _J:, S N ~ AN At L 7/ & WALl 4 :/_
s e - Pl -~ - \_| Rapid solidification LA

: easdl ~ J o . 'f . A 2.

7 SN ..\r—»: Local melting .«\’_ﬁ, 'T;"{sﬁw )\\ f X

(a) Microstructure on each position shown in Fig. 4.8.

< : Local melting < : Grain boundary

(b) Local melting of (iii).

&— : Rapid solidification microstructure
- \ee % / o .

‘\
R

&

A L < SN
e 2 e S

SN

(c) Rapid solidification microstructure of (v).

Fig. 4.9 Microstructure evolution in filler wire to fine grain.
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4.2.2 MBGEEFOUAYNHEEE

WORRLRLRR I B S IC S %, @B EERE 57 mm, T4V EFAEE 5.0 m/min TYA Y BT 94,
102, 109 A DSMAFTMEAS NI A Y Z BSFHRE G O AR B FHI K0 EZH U 72/ K%
Fig. 4.10 (TR 9. KHIIIVA Y ORABRRIEE B X OEARBRIEE 2 RL WD, KLY, @EN
& 57 mm TOUAYIREL, VAYEROEIMfEN LR/ LTEY, UAVEH 109 A T, #&HH
BB AT IZEL TS, ZOBEOT A OINEGEEE X 2046 °C/s LIEF IZRH TH o7z,

Fig. 4.10 DUAYEHE 109 A CTRLSEITEE TSN ZT A Y OMAREI 245 % Fig. 4.11 12
R, Fig. 4.11 (a), ()IXENZNINBASNI=T AT OEALE I D0 F PG & EBSD fiffT
IZEDFE51L72 IPF £, (b)iX 52 mm ONZLEDILKR G E THS. Fig. 4.11 ()b, UVAVITIMEE
N SNDIBFR TV CEERRE 39 mm OO E CHMIZR A kA 2L TRY, SHITmEEh
BHZETHR ARG ki ~EZE LTV 5. Fig. 4.11 (b)D 52 mm DOALE Ti, HLA% S E bR Kk
AR D NEIC B W TRERER AV EL TS, @R ETNES LTS 57 mm T, F#EE
RS 22 AL A e OV dibbL & 70> CUND. 2, Fig. 4.9 TRUTCMRZE L EFRIER OB Th
. Fiz, MK 15 pm THo A RIS, Fig. 4.11 (¢)D IPF #2055, @30 57 mm D
MEIZEDETOR TRESEML TODIERDND.

IPF @0 DAL= RS SRR LT A Y DAL E AR ICHE L= U A VIR E L OBfR % Fig. 4.12
W, ARSI, NEAAT 15 um TH D3, 800 °C fFIr /NS0 ak%, #1900 °C T 9 um
ERNEIRD . FDOHOIRED EFIEDRIEIT R ELARD, 1350 °C AUTIZTROR® 22 pm &7

D, BRI PHIIE OEFROVNSRoTWD. A OU A VIMRIZIZZ<OBIEOT HINEAS
NTWDHTEND, 800 °C fF5ENHDORIEDIA T, MBI B HRE M ECTbDLHELR TED.
ZDOZEIE Fig. 4.9 () TRLEEDNS, MEFTDU A ¥ OfE SR N T A ¥ O FH BTN TN D
Z&R, Fig. 4.11 ()ZHBWT, TAPALIE 30 mm {22549 710 °C IZAEYS 9523, Fig. 4.11 (c)D
30 mm TO IPF B TIEFEBRLO@IZT T7T —2ar BBEShDZEhbEL RTINS, FT-,
SUS304 D JEFEMIZI VN TH FERITHATT DAY, FfG dh B AR IR 1L 700~900 °C L & T
% 99 Fig. 4.11 (c) 35 mm DALE T 829 °C THHA, FfEBIN LOITHY, ZOHE LIFIT
[FFEEE DR E THLZENDS, VA VIS IV F#E s ET TWHZED DD, 1350 °C Lk
PHDORIBEDWA X, 52 mm DONLEIZ I HIVD K7 KK SR N O JRy S R B G SO i
RIS Z2Ic kDB 2 bND. LoT, FyhIAVERFOUAYIE, MEUZEY, F
fb, BLAR B I OVRHEE DM Z LA Z L TW D2 enibhoTz.

49



0 4 T MR A A = X A fiRH

Ceramic guid

Wire feeding direction —/ _— Supply point: 57 mm

Weld
- T
; -

- Filler wire |
1600 [ [ : 109 A | | | | |
1400 Ll A : 102A ‘——3——’—'—3—————3—"-——"5-.‘.1#‘ T, : 1396 °C
R e e el T F X T-T-Lo!
o 1200 A*[ s
S : | | | A x|
05 1000 -””””””‘; ””””””” 3””””””"1’ ””””” :("ﬁ/’[:‘:j::"f:"‘;‘é.”/.,)..:’
800 | e = Sl .

600 | ,,,,,,,,,,,,,, A ,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,
| R —

o0l L

Temperatur

o
\

0 10 20 30 40 50 60
Power supply distance, mm

Fig. 4.10 Temperature distributions with each wire current during hot-wire feeding.
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i 57 mm |

(@)39mm (b)49mm (c)52mm (d) 57 mm
Initial Power supply distance, mm (Temperature, °C)
49 (1337)
‘\’ /! \
7 )
} - ( //

(a) Microstructures in heated filler wire at each position.

\é : Grain boundary

g ,

(b) Local melting microstructure on 52 mm.

Power supply distance, mm (Temperature, °C)
30 (710) | | 50 (1345)

(c) IPF images at each position.

Fig. 4.11 Microstructure evolution in filler wire obtained by hot-wire feeding simulation.
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T,: 1396 °C
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0 300 600 900 1200

Temperature, 'C

Fig. 4.12 Relationship between temperature and grain size in filler wire.
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4.3  PRAPRIAERETE AT =K 2

REBAEC L0 RSN AWORLILRR T, 7 — 7 BB, EEEEE OB, U A Y 246
JEDBEIMEB LT AV EAGALE AN T DI O TSN <72%. E6IT, Fig. 4.8 ORAME
FERDD, UAYH O L CIMARLL TSI CTRY, AR L= A ¥ A3 EIERLRiE T
E [ R T D28 TR AR S T R S D Z & ps oo Tz,

By NI AV TIG IR LA MAHRGERR DT AT T V% Fig. 4.13 [ZEERAN R, UA V&R
DMEWIGE, Fig. 2.9 IZABIH LT, MBSV AL @l N o FLER B R I AS D,
TAX TN T — 7 B L ORI D OB IV INBASN DN BRI AT DN s e )R
JEIIZ I T, MBS VTR S U7 S b O ORI R Rk & U CREE 975, U AV E i 231
M3 2L, MASNIZU AV, EEthiF AR OIREN ERL, 7— 7B IR HOBIT LY
TR RIS T @l 272 D ORI AR B S . SBIZ, VAV EmRD LA 5L, @l
VT £ MBS T2 A Y ORI TR R IR L% L<7RY, Fig. 4.11 (DR LTe K973 7 s
FHAR LR TEAL T D072 DD ES Al PN 1% I D ES B SOE 05 IS A S, 77— 27 B XU H
DOEEHFEVZITHI L EERIREO FETRE T 5. 20856, FIERIREBOY A ¥ 1 AR
AN DOREHKE LIRS DA DIRNZOI, MR S48 LN IR# P I DIV S LD,
L7eh3oC, REHEE TOMMBHB O IL, By IAY T 228\ HA LT A D%
A RIK T LT R DB THDHEE 2 DD,

CDIOIRIGIATI = A LIND, V4524 J& IR A 2 d5c i L T R T 2 72D (T B il ~
EIEARINDUA YN D R ERTEIR A TLRSE, 77— 7 RE R D OB LT A Y N D 7

AR RIS SE R ICERT RID IR O B IR ISV A Y 2 AT HZEN LB EL W EHERISND.

Wire current, A
Low middle High

Filler wire Electrode

Fig. 4.13 Schematic illustration of fine grain formation mechanism by hot-wire GTAW.
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4.4 TUAYHBELBR TORE BB

Fig. 4.11 (b)D Y FHAMEIE D, VA VIS NLIEIE T, KHIZRKE TR AR R L
(LR DRIN TIREIARE oLz — AR COBRBREN. ZO AR SIE, A
PE TR AR Z TE R T2 ECO—D2OEHERBE THLHD, LD REEMBLZ IOV T
AL,

Fig. 4.14 1%, INEGHE 133, 225, 445, 1415 °C/s TRIFREBIEE £ TIMEL -0 A Y%k 2 R

LT\, INEGERE 133, 225 °C/s CTIXRLAD D REIRRALSEL T0D. INEGHEFE S 445 °C/s T
\ZEAE D RFREE ISR > TAEU TN DD, MK L2 D85 fhi R & R R vt L 7=
PEIZETOTNNHLND. —J7, MBGERE 1415 °C/s TIX, BN TRIMBIARS A LT —
AMRLA D BLEESND . ZNDDE RO SR T 2N R L3 25 8T, INBGE I FL, Mgk
LR AUE, ZOGETE, MR N ORGSR NICE DD ENR DD,

SUS310S DEHEEEEIICI T HRIR O BEMEmELEE, Wins OlCkv ek
ZAHNTEY, ZOEERL, BABEIHIRETHED sweep-up™ N LVBLRICINE TEH D
RAEDEZY, BRME T 3228280 ESNTWD. WHILHEDORIICEY RG24
CTWDDOTHIVL, Fig. 4.12 ITRLEID MR Z LB IZ B W TEDORIGE A TE STV
DHDOEHEERTED. 22T, AR ORI 17 um THHZEND, BN RGOV AV Y]
WAk ORI T (Fig. 4.12 ©O) TOWE ILHEDORALD IO JEIEBL G b > TnHEHE 2 7.
Fig. 4.15 1%, VA VYA EZ DR — DT A ¥ &2 INEUZ LD S v S [6] UAL & C O # k2 81
ST WIS R O BIR A R 3. I, INEVE O R S mliE 4 IR Rk R
EEARCTRL TS, BINDIHLNRENCT AV HIHRLR R R &IN5 o Jay H5 v i 6 T 8
—HL TWRNWZER DD, UL EORE RS, WAL AU 31 D8 E It 38 ORI I HOHRL
HELRER TR I BRE OD S S0 VA R S L LI X B AR L T ipn 2oz,

ZZ T, Fig. 4.12 OUATYHOFBREND, BRI IZB W THRLDLY A VR D 5
AEMBLRIZEEL CDHEE X, 4.1.6 IS LT A YRR BN EBR 2 F i L 7=. Fig. 4.16 13,
—WIBIZ IV ED N — 2R 881~1431 °C OUAYMRETHS. — kI CTHELNZTA

YHAARIE, 963 °C THAE AL, Ffifm 1387 °C ETITRIKEL TWDIENRDLND. £D
#% 1415 °C TRINNSJFERIEBN AL TRY, 2O X972 bIE Fig. 4.11 OUA V(LS
[RAROE T Th%. Fig. 4.17 1%, Fig. 4.16 ORI R IBFEOE —ZIREE 1223, 1310 3310V 1387 °C
DL EZ D FINLE 2 ZRINBIZ X0 iR E S 7k 2 i LTS B Cd D, Fig. 4.15 L[A
BRIZ, B CTORE AR LR BB AR 2 0FE ORL TS, 1223 °C IZ381T Dt fakhr S
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JRS R AR (L L O/ EL, W 1T — B L TRV, LasL, 1310 °C O Sk FU R v mhbe
REFF—ELTIY, 1387 °C OFEARLFUL, REERMEREFOTH TN,

EROBRFEING, BINICEIT D RERRAEE FUT, FREERE THROLORIREIRFE B Dk
RIBEEO VTN OURE TORFALE IR Y T LRSS, T72bb, #505 Vickinid,
PR BRI B T FRIE, BT sweep-up SALHTE THRALZIVRL I ClRitiaf 4 i 23 L
HENTWDN, REBRTIL, HHIRELIFEIC/25E (Fig. 4.17 OFBUNEAFEER)DHIT 1310 °C £+
i), LS E T EDRIN TR SR EN AT TWD RIS, DR E, RN
DG TR DAL UTARRIR B S D RER A 25728, fEd b KAEL T Db 00,
JR3 S VA A2 L X O 22 A BRI 72 BB D EE 2 HILD. ZD X7 R TR VA B S 38 D Ty el
TSN DAY NIATVRA DBIREEZHND.

Heating rate, °C/s

Fig. 4.14 Local melting locations at each heating rate.
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Fig. 4.15 Relationship between initial microstructure of wire and local melting.
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Fig. 4.16 Microstructure evolution at simulated wire heating.
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Microstructure at each temperature, °C

Fig. 4.17 Relationship between wire microstructure at each temperature

during grain growth and local melting.
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E

SUS310S (2B W TAYRIAY TIG EHEIZ IV B RS AMAIRARKR I Z DWW T, ZDTER AT
SALTOWTHE L. PADRAERRIE SO TR OIS AR Sn b LIIK BMIEIZIV RS L
FMBLZE LTz, SHIT, Ry T AV RGBT 2D N AV B BUNBA SR Z1T5 2812 &
D, BT AV EFGREDT AV HAREZAL, 5 FBVA R G~ O IMMBGE B D 5870 5 ONT Sy SV il
T RGRFR I DUV THRE AT S 7ot A DL FIZRE T

1y

2)

3)

4)

3)

R OBy NI A ¥ RIS AS D T O Sm MR 2 B 22 U7 mb R, BOHIRL R A
IZUAYDHERGE L TR SV TWDZZ 80D, ORIV A Y2 DL O T RENHZ
LT,

T A Y INEEERNS, Ry NI AV ERREINDTAYIL, FOIMEGREE ST CTHEAS S, bk
EBIVEHHABIBEEEZ R CRIEBRREIC 2D, WA ASN B EITET DR,
FOFEEMAMBLARR 22T,

WADRIAR AR DO FE R IT, By R AY 7 ab 2% H L7BEO T A ¥ ORISR T LI
OB ThHoT-. VAYBIRBMRNG S, TAY0NAERMLAN T e 2R3 2RI
4 B JE RIS THERE 52 & TR RLALRR S T i S VT, DAY B m WS T, B HS
NT=T AV, UERNR BB R M O B BB RO PR I A S D720, TRRlLN Ok
FALIRSV ALK EHICERE L, e R IR S STz,

U A D3V R R TR R~ S AG SAVEE [ 975 Z & CRGEIKI AR ST S D 2 &b,
Rl ~EARS OV A YO R AR NS, 7 — 27 B L OB DB

DAY O Ja T RIS 78 S EA B L7 W SRR & 975 Z & ORGHIDRLIE AR BRI SRR 3% &
HeRSND.

U A HNOM K SR IZ I W TR 2 28 TREARRL2 Vs r S T e, Rl @t

& FTIET A ¥ N OMARZAL ORI R ORI B BRFICTE RS, HOHIRELIRIe DL
f A RIPIC RV IR SN D EHERIS D, ZOIHZRBGUT, INEHEEASK) 1400 °C/ls DRIHTR
MBI BNWTORBEINTZZ DD, By hTAY 7 0t 205G OBIGIZ L0 RN E
WCREBEEAECDEE 2 HND.
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BSE  HALEBRE ROREL

Ry RIAY TIG WL KO AR B AT = X L2 T A LT 24, INBGAFR S
NDUA Y OFIRZEACNARAT U CTRRIRL AR AR 03 e S Tz, RIS, SRl L 7= 7 A P AE R
BRI G B LA RRF L T2 A E WD, BEFEENDT AT N TO S R VA Al BE IR A3 I
WA LRI B A 52 HEHERISND. 51T, JRHE R ELR AVINBGE KA L T a2 ez
EMD, IMBGEHE DAAUIZ LD JFF s AR ORI N UL, I8 )8 T A S LD R
ORI TDEB 2T, KR, BRI R LD RNT =T A NRAT L A8 Tl & At
AT D LI I DIMBGHE D LA T A YA D BT REFE T HLEZAbND. £ZT, K
BT, ORI AU BT T T A ¥ IR EE 3 A 72 b NS INEE BE A 28 3 52 L CE DIl
EIRBEO B OV TR L.

5.1 HREAERBIOERF
5.1.1 MBI UREBR A
BHIZIZA — AT FAPRAT UL A THSH SUS310S, 7 =T A MR AT L A8l SUS430 %,
TAYIZTIE IS Z 3321 YS310S 725 TNT YS430 (¢ 1.2 mm) ZZ Wz, {L2E# A% Table
2R, 3RBR R 13 Fig. 2.1 (2R U72 U BUBHSERER 206 FH L 7=

5.1.2 EELH

AL % Table 5.2 (2573, SUS310S BL TN SUS430 128V T, IEHEEE 0.5 m/min, 7 —

L 250 A, VAVIERIEE 5.0 m/min, VAP ERBAE+] mm &L, BEFREEE 35, 57, 85 mm
LA EHT-. SUS310S, SUS430 DFNEFNTIAYEIIL 84~159 A, 81~182 A D& T

BEL7z. WD ORI R SRR OV AV IEREBL G 2, SIEEC T A I ATICIVBIEE LT,
Rl13 90 mm LU, EHFEBEY 10 mm IR T 3 Wi OB RN ORE A Z G L7z, 3B A 1X
gt B, SUS310S OFA1E 10 % 2T KEIRIC IV EREE £, SUS430 D551 20%
FARICIE R UE S BAMRA BN U, MARBLE IO P B A L, Wi b4
HEL:.
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5.1.3 Ry MU AP REHE RSN B E R
AVRBHEIZ LB R SN AR AR 1%, A Yk
B2 1T 5. FD7-% SUS310S, SUS430 I2FW\T, @

VIR BN R (4.1.4 TH) 21T 72,

A DU LE S AT A AARR A LIS R ESH

BIEHE 35, 57, 85 mm IZXfLTC, ARy hUA
SUS310S T, VA Y%

FAG L% 5.0 m/min —EEL T, @EHEE 35, 57, 85 mm (2B TY

AV EREZFLNZ 132,109, 93 A (TR EL, VA Y& @S ITHEE TINEL -, SUS430 TiE, VA

YEAEEHE 5.0 m/min —E &L, WEIERE 35,57, 85 mm DOF N CIHRENE COMEED 1300

°C LIRDINTVAVERECHE L. TDOEEOUAYERIL, BERHE 35, 57, 85 mm OELE
AUT 135,108,93 A Th o7z, 7235, SUS430 TH RIS L TMENT 2282377273, IS
TeUAY LB EDEE L TLEIOICLE LI BN TERD 727280, 1300 °C £ TOHNER
tLTz.

INBGEAG H DT A OIREEFHANTIE, BEHREFH 2O AR EF 22 nZ L
7. MBSNTZUAVIE, UAY P LEE IR, St BRI L0ARREBIZE L, SEM-EBSD |

FOiE R E L.

Table 5.1 Chemical compositions of base metal and filler wire (mass%).

Material C Si Mn P S Ni Cr Co Mo Cu Fe
SUS310S-(1) | 0.05 0.59 0.84 | 0.022 |<0.001| 19.19 | 25.33 - - - Bal.
SUS310S-(2) | 0.02 0.66 0.90 | 0.021 |<0.001| 19.20 | 24.85 | 0.14 - - Bal.

SUS430 0.04 0.24 0.52 | 0.031 | 0.005 | 0.12 16.19 - - Bal.

YS310S-(1) | 0.048 | 0.39 1.60 | 0.018 | 0.002 | 21.49 | 26.09 - - Bal.
YS310S-(2) 0.05 0.48 1.59 | 0.022 | 0.001 | 21.12 | 26.18 0.08 0.10 Bal.
YS430 0.009 | 0.41 0.39 | 0.021 | 0.003 | 0.20 | 16.81 0.02 0.02 Bal.
Table 5.2 Welding conditions.
SUS310S SUS430
Welding speed, m/min 0.5
Arc current, A 250
Arc voltage, V 10.6
Arc length, mm 3
Wire feeding speed, m/min 5.0
Wire feeding position, mm +1
Wire feeding angle, deg. 45
Power supply distance, mm 35, 57, 85
Wire current, A 84~159 81~182
Pulse of wire current, Hz 100
Duty, % 30
Shielding gas(Ar), I/min 20
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52 BEEMORE
5.2.1 VAVIRES R DAL
W IO ZALIC LD T A VIR EE 43 A &R B AR Al BRI S SV T, SUS310S 2 BlicdH T 5.
SUS310S i & i 35, 57, 85 mm DZNZHICENT, UVAVER 132, 109, 93 A THEALTZ
B OMRE A% Fig. 5.1 1T . KL, FERISNRELZRL TWD. KD, K lENE
BN, VAVIREDEGM Ol ST ETMESN TWDZ e DD, F, ZOIREEFHIRE
Fn, FONTOMBGEE I, (EAERHE 35, 57, 85 mm OF 21T 3419, 2028, 1360 °C/s Th
v, EoBERBEICH WV THIEF IR RS Tholo. MASNTZT A Y2 L7 BMEEIC
FOARRBIZE L, Al BRI e L RS m B HE LS R E Fig. 5.2 1R d. Zhdo,
W E A R VR E DA 280528 T, REaBER S N 5203 bhh. Lz
o7, BERHER<THILICRD, JOBGRERR S N 22 &3 Wi T& 5.

1600 —
o, mugy [T,
1400 -——___f__._._»___iﬁ____..._;:_lL\
S S SO 5 T IR 0 N 0 e
© 1200 . y ey &
y 1000 e
& 800 5
g
S 600 | |
400 | @ :35mm (1324)
e A ;57 mm (109 A)
AV U s S i 7| M:85mm (93A)
0 3 H H H

0 10 20 30 40 50 60 70 80 90
Power supply distance, mm

Fig. 5.1 Temperature distributions during hot-wire feeding at each power supply distance.
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Fig. 5.2 Local melting range at each power supply distance.
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522 F—AFFAREAT L A8 SUS310S

W RERE 35, 57, 85 mm TUAYEFAwE B A (LS, Wrimfoi kRO ZB bz~ %@
BHEEE B W TELNBrm M LB 02 L% Fig. 5.3 177, K&D, FEEERIZHNT,
ZAVETLIAER, Wrim s bR I AR LR S A DN T U A Y BB L IZ BV T, A Y
W BRI 52 T—HHML, £0®%BATHHEMICHD. @EERE 57 mm OUAVERR 120
A TWIHBHL R IR K ERD, ZOH%IT 40 % Thotz. FBEBHEHHCB W TUAY3RILL T
EARSIVD R COR R E L O PRI Fig. 5.4 (TR 7 . Brm i bR 03 kel
IR 57 mm, VAV E 120 A TIE, H0 MBS D A 03 Bl N O 3 1S AS LT
W5, 35mm Ti, VA VIEEABERTCEL F 23> TWODHO0, WERE R L0 iR 7 1A
SNTVD. 85 mm TiE, VA YOI FAVRFLL, BRI A SNSRI ST T2
0, EREHICHAS VT R @l % 07 CREREIL TV D,

AR R UIBESID T A Y O /34 % 8 CRE R R SR A NS 2 2 & Tl
A LR O M EERATN, R ROWm LRI @B 57 mm T 40 % Th-7-. Fig.
5.4 (RS RHBUEERND, U AV 5 O R EES Al SR O HIN & &b (ZRIPER T el #5 KL T
Uz G EEERRE 35 mm TIE, VAT OIRE /3 3 TR 2720, MIPEAR T ik ke E-7224 T,
DAY DI T A DB S IUES Rl 14 b ~ 545G SHVemo 7z, ZAUSKL T, 85 mm T, RE
A DIFERCHNTIRY R VA B AR 3 L R U272, WIMEAR T R 3L 230, Yt 23 A S
DRMNCTA Y ORI R H B4, RN i~ U AShgnoiz. 2L T 57
mm TIE, VA VNOIREE SR EZAUS U AP IR TR L2V A Y OB TV DIZDIT,
TA Y NEREHL N & I HRA ST, 2O R T A VIR EE A G Uil ~ D7 A Y i
ADSNITOMARRIALREIE B 8% 5%, i RAS, AVEHESE CILi@ B IERE 57 mm THRoK
OWrE M LR LT 2B X BILD.
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Material: SUS310S
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in weld metal, %
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Fig. 5.3 Relationship between power supply distance and area ratio of fine grain in weld metal.

== Filler wire = ==s=s . Molten pool
Power supply distance, mm
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Wire current, A
159 120

Fig. 5.4 Visualization images at each power supply distance.
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5.2.3 75 PRAT LA SUS430

F B EREE W TR B M bR D2k A Fig. 5.5 (TR T. XKD, Wrim i bR
DI, K iEEHEEECBNT, VA VERS ER-T52ET—BHML, 0% 3 5] A
DERO LAV, Wi o b1, WmEEREE 35, 57, 85 mm IZBWTENENT A Y E 174, 127,
100 A ([ZBW Tl R Z L5, Flofe ROWrE ik RIT, @EREEORD LL6ITHINL TRY,
WEEEE 35 mm 23b-orb K&EL, K35 % ThHhD. KB EHHECOVA VLRI % Fig. 5.6 12
AR LR TR T, BKICIE, FBERICSWTIA YA TN FAVEE NI ASILD S
2R LTS, EEHEE 35 mm TIXVAVRANELE OWBEE R 03072080 Thd. L
L, WEERE 57, 85 mm DA, 35 mm OHA L TUA Y LIEEEE R ORIZH D FE L OIF )3
BB, TAYIT BRI ICASIL TV, £, @B HEE 85 mm OH4, FR@hihiF A Al
TUAYOEN FRONREDHENDEDD SUS310S DXH72U A Y 248 (Fig. 5.4 2R) 3A5H
720,

WEHRMAR<TDHIET, VA VYN TOREERBEREZ NS ELZ LT, Mok R
W4 5L THIL7Z. LasL, SUS430 Tik, W CilERBENERD5E, O£ 7wl e
W72 D5 A T Wm ORI LRI L 72 23U, Fig. 5.6 OFIGALEIEDG, U A Vi ALLE D
BIRL TV AL DB 2 B, BEHEEE 35 mm BV CROIEEEE AT IV A Y EASIT

Wzl ThHEZ ZHND.
Material: SUS430

60 T _a—: 35 mm
=@ :57 mm |
M- 85mm | e -

(€]
o
T

N
o

N
o

Area ratio of fine grain
in weld metal, %
w
o

—_
o

70 90 110 130 150 170 190
Wire current, A

Fig. 5.5 Area ratio of fine grain in weld metal at each power supply distance.

64



55 MR A O f ik

== Filler wire =~ === . Molten pool
Power supply distance, mm
35 | 57 | 85
Wire current, A
166 127 104

Fig. 5.6 Relationship between wire feeding and weld pool at each power supply distance.
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5.3 EBIEEET L OUA Y NHRE L EMAMTRI R BRI
5.3.1 F—RATFAFRAT VA8 SUS310S

PEHIDRL LR B~ DB T BRI O BB LT, JR B I AL R B L 1B, NG B 0 5 28 708
BZOND. BRI A =2 203, KL R IR FE COJREERBL AL D TH LD,
INEAEAE RO INEARERT, D EOMMBGHE 12 K0 R AR R ORI BN AL L, TR B ITTE
FRESIUA B LR DRI D ZEALAT D72 D EHERIL 7=

Fig. 5.1 [ZR L7 &l B R IS 3B W TR £ TMBS N 72U A Y IS U TR 2 b A B 22
L7 Rz, @EREEE T A YNOSALEIZIB T ORI ORREL T Fig. 5.7 127, K E Rk
IRV, MBGERSNUDBIE T, UAVHERITERE 6L, Bk B X ORI IAm & B TR AN
XTpo TS, FBEHEECOUAYHALEOIRE (Fig. 5.1 2) 2\, VA Y&NLE TOHR
JELRIR DR Z RO T fE R Fig. 5.8 (7. K&V, F@ERBECI T A ZLIX, VAY
WNOIREIZEDRIBED KNI BHDH DO O, T, R AAR X d EZ LA
HALRN.

B TR B BT DT A Y N O Ja SR VA BRI O R L 12 4 B R T RS U T ORI R Ak
DORIEE Fig. 5.9 [THBED 7D ICE LD TORT . 48 B HEET O R AR Sk L% O
WAL, WEEEES T 2o TN oM ICh o7z, £, VA YN TEARSILDRE
TSR ORI DY, TEEEA R I L SN DWARL LR L~ T 5. LicdoC, A
WIS D SRl s ki s FE RRRE IS LV A L, i aiik B LRV e 8 T CReE 2%
FTITREDHINT H5LE 2 bND. FTo, MBURE 2T DI LKD), HOhLAE Rk 1% L0 7
IR D EHER TED.

Material: SUS310S

N
[o3]

N
S

N
o
i o S
—
B0

-
(o]

/A / (Qé) " e
\‘u

IS
3
& i ‘
N —- B [ T o
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Fig. 5.7 Microstructure evolutions in wire at each power supply distance.
Relationship between power supply distance and grain size at each position.
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Material: SUS310S

N
(o]

|| A:35mm (132A)
|| © :57mm (109 A)
[ : 85 mm (93A)
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IS

0 400 800 1200 1600

Temperature, °C

Fig. 5.8 Microstructure evolutions in wire at each power supply distance.

Relationship between temperature and grain size.

Material: SUS310S

22
@
e 19 b
3 m
g |
3 16 |- QA 7777777777777777777 A ]
£ 3
o ‘ | |
O : : :
(KR 7 G R SR S
I : A Local melting in wire
X 1 B Fine grain in weld metal
10 . | . | . | . |
20 40 60 80 100

Power supply distance, mm

Fig. 5.9 Comparison with grain size of local melting in wire and fine grain in weld metal.
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5.3.2 7= FAFRAT VLA SUS430

SUS430 DU A ¥ NHLIRZ I DWW, WEERE 35 mm O35E% Fig. 5.10 (R, KX, ¥
AV IERHE 5.0 m/min, EEERE 35 mm, VA YEN 135 A ICBWTINEASN 72U A Y DEAL

2RI DK EBSD fi#HT CHEHZ IPF B TH5. 2k, SUS430 O#IHMHkIL, (a) 23
mm ONLE THONDEI R EIEF R Z L TWD03, B FEV 24 mm ONE THEAEMHSL T
%. 25 mm OMLEIZB W TIFEAEATE TL, Z0O%IE 35 mm ETHRRRL TS, 2O L5724
R RIER LT A YL E E O BIRZ B T L ICE LD T Fig. 5.11 1T, FlEHEREIZRB VT,
MBS ET I EHE BRI IR EL 2> TS, F72, WTNOBERBEICK W THE — 7R BT
1300 °C IZREL TWDHDO D, B =R E CORRIT@E RN R<RDIZERERSTND.

KB EIREE S W TR SR PO S VIR LRk ORI % Fig. 5.12 (R T. MDD
o272 8912, W@ REE <225 2 & TR AR DRI 23 A L Cud. SUS310S EIRIERIZ,
Fig. 5.11 (/R LA B EALE COWRE A5 it LD BIfR%E Fig. 513 (R d. KHPICIE, a8
& & P OBGRLR ORI A TR TV, VA Y TERIEE O EREF %A 235 SUS430 13,
IENZAEY, 800 “C AHANLIFRE AR L. iR, RIMITRIRE 7 2. SUS430 (281
THUA YA Ol AGE TINS5 & IS REIERM S E LD ZEITHERRL T D23,
SUS310S THOLNIZLI7, ZTDBKAEN/NEBRDBRITEZ > TN EeEZB5. SUS430
DfEREHDHE, [A—OIRE TOR AR Z LR L7256, @SB RHE W EE /S SR/
V. BB DL T, VA YO — 2R 1300 °C 1T EL TWDHOT, @B EREA
(2L, IR 234 < 720, RO RAL I IHI ST, ZOIHRFERIRoTbBEZ BN,
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| 35 mm |
(a) 23 mm (d) 25 mm

(e) 29 mm (g) 35 mm

Power supply distance: 35 mm

Fig. 5.10 Microstructure evolution in filler wire at each power supply distance.

50 - —A—: 35 mm Material: SUS430
| -@®-:57 mm
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E ? i
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Power supply distance, mm

Fig. 5.11 Relationship between power supply distance and grain size.
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Material: SUS430
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Fig. 5.12 Grain size of fine grain at each power supply distance.
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Fig. 5.13 Effect of power supply distance on fine grain formation on SUS430.
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54 fE8

SUS310S LN SUS430 M T, MEBRIALARIZ A = X LD &, @B ERE O B4
AL, Wrim i RO a2 g U7z, £z, BEEROZITE VA VMR E LA BIZEL,
TINERGH FE DISARL AR AR DRLEE~ 52 DR BRI DWW TLL F OfSima 57,

1) SUS310S Z AW CimE IHEE 35,57, 85 mm OF 3 TRl AT F TMES =56 0

ZGEE X 3419, 2028, 1360 °C/s THY, OB EREEICRB O THO ARG TH-T-.

2) GEBEEENELRDICONTAVYNOIRE ABUIFESCHITRY, UAY N & ERE #hiE g
IXEEINL7=. UL, SUS310S Tk, VA VYHNORMIMES T ELILRNDZENE, IR NI
IAY &L ELUTHRATHIENTET, Wrimfssi b= om B2l S22 n3 67T

3)  SUS430 OBAICIL, BEEREZZ(SETOUA VIR ABRRICIREAZ(ITALNAT, @
EIREEDN WG S W A bR s A R LTz

4)  SUS310S BXLV* SUS430 (2B T, HlEHEREHI IV TRRSILDY A Y N TO = EB i @l
MR B RN < A2 D, D EVINEGEEE SN T 25 61N S8 D. O L iERE
&)@ T SN DGR AR ORI AR I B Sh, @B B2 SR E LTS B I KK
A7 kR AR~ 2 B LT,
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CHETIZRY I AY TIG I L OWARLAERRE B AT = X WOV TR L, fOMRLAE %
DIEEDIMBEFG S DT A YN DOFRR IR FEL TOLI LRGN LTz, K7 AT
%, 7 — 7 &, WHEEE, UA YA 3 LN AP KA E G U i o b SR A 25 b
SHLHZENTE, BRI LVBATRAERR ORI S AR E I FTRE ThHZ N b o7, R
BT, Ry AV TIG W HEIC IV S DGR SR OSBRI R, ERREINAMEZRB NS

BB OV TTAELT-.

6.1 R BB LIORR I E
6.1.1 HERRAFE}

RO AE % D R PR RF A L s U 7 A B DAL AL A& Table 6.1 1IR3, REBFIZITA — 2R
TFTANRAT LA SUS310S %, IRIMYAYIZIE JIS Z 3321 YS310S (¢ 1.2 mm) & Uz, 4%
R BRI W T L7 R BT 0 > Tash), RBFITIR 3 #l, IIND A v iTid 2 flz v
7o BRI W T LR, BINT A v Dbl L, %4 25k 5 IENICEL 380 T
5.

Table 6.1 Chemical compositions of base metal and filler wire (mass%).

Material C Si Mn P S Ni Cr Co Mo Cu Fe
SUS310S-(1) | 0.05 0.73 0.90 | 0.024 | <0.001| 19.20 | 24.88 | 0.13 - - Bal.
SUS310S-(2) | 0.03 0.68 1.02 | 0.016 |<0.001| 19.20 | 25.06 | 0.02 - - Bal.
SUS310S-(3) | 0.02 0.66 0.90 | 0.021 | <0.001| 19.20 | 24.85 | 0.14 - - Bal.
SUS310S-(4) | 0.05 0.59 0.84 | 0.022 | <0.001| 19.19 | 25.33 - - - Bal.
YS310S-(1) 0.05 0.48 1.59 | 0.022 | 0.001 | 21.12 | 26.18 - 0.08 0.10 Bal.
YS310S-(2) | 0.048 | 0.39 1.60 | 0.018 | 0.002 | 21.49 | 26.09 - - - Bal.
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6.1.2 Eyh—AEIRABR

BB IZIE Table 6.1 1R L7= SUS310S-(1)%, UAYIZIE YS 310S-Q)zFh-Ehfi L7z, &
BR A IE Fig. 2.1 lOR LTz, By — A SGRER (2 U7 B2 R S F % Table 6.2 (2”9, 5
3 EDOTAYEREEDRENS, 7— 7B 250 A, WHERE 0.5 m/min, VAV EFHE 7.0
m/min TYAVEHT 123, 148 A TRONDIE RIS L TS ZfRA L 72, VA V& 123 A1
R BIEES, 148 A 13 EESICHGRLILER N 2 N E NS N DR THD. By — R S
TENLE Y, 123 A THRONDRER N TGRS S T W iEEA | B, 148 A @
AR A CITMRL AR S T R S W T ia 2 R EEics VW ey i — Al S 2 G L7z,

6.1.3 5[IRMER

FEAAI21E SUS310S-(1)%, 7AYIZiE YS 310S-Q)&Z v auflE L7z, FaszalR it Fig. 2.1
WRUTZ. BlIRERER B2 BR (A E L S (h % Table 6.2 (2R 7. 5 3 O U AV IEHEE DR
MHT —7EIE 250 A, TEBEEE 0.5 m/min, VA V5 IEE 7.0 m/min TYUAYEN 123, 148 A
DR TEEL. UAYEI 123 A ORE, e LDk ko Rnilng, U1
YEI 148 A O, & THMAMRERE DI B 3R 2 ERk L7z, SRR k%

Fig. 6.1 [Z7737.

Table 6.2 Welding conditions.

Welding speed, m/min 0.5 ¥
Arc current, A 250
Arc voltage, V 11.7
Arc length, mm 3
Wire feeding speed, m/min 7.0 4 /
Wire feeding position, mm +1 Fine_ K
Wire feeding angle, deg. 45 grain ol o
Power supply distance, mm 57 3 N @
Wire current, A 125, 148
_ R, :
Pulse of wire current, Hz 100 ‘35
Duty, % 30
Shielding gas(Ar), I/min 20

30 :2_[mm]

Fig. 6.1 Tensile specimen.
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6.1.4 PEM AN Trans-Varestraint 35

Ry b AY TIG VEBEIZ LV A S LD MR A Ak D U [ B AU 2 ME L D BT DN T,
VA L4 2 Trans-Varestraint 308k 2 IV CilA L 7=,

FEAF 21X SUS310S-(4) %, TAVIZIX YS310S-()EZENZEfE ALz, BB IR H ONSIR
P % Fig. 6.2, Table 6.3 |[ZFNZhnd . BHSEIE Fig. 2.1 (TR L7z U BHSERER i L[RIARLC,
ST 2 EOMMBLRRIEZ G2 2B I TRY, BGIRSIT | "AEEELRD 10Tk
& L7=. Trans-Varestraint B8 CIIEHEME IR AT LHINETE 5720, A Y& 115 A
VIR AL A S A B 4 IR R T (L EB) IS S D S CThD. UAYEIR 109 A 1T D720
DERAETHY, WHRLALRE DB P2 4 8 I I IE RS D e, D EOMGIIRLAEL R 23 a4 8 2%
SRSV G Tdh D (FAF 46 20 Trans-Varestraint 3B 5 IEICBIL T3, (18 B 1),

Trans-Varestraint sUBR# (Z, FREIALEIDIZF A LI ElA SEMICEVBLEEL, IRmEE R DD

TN ZRAE LTz, B FMRITRI LT, ZEABUR B FHR A F O CHS Rl % 05 R B2 53 A 4 1
E LT (T — 7 HE P OWREEFHRIZ DWW Tk A 2B ).

100

S
©
L/

)

120
90
10

<T '<T

69

Fig. 6.2 Schematic illustration of specimen for Trans-Varestraint test.
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Table 6.3 Welding conditions of Trans-Varestraint test.

Welding speed, m/min 0.5
Arc current, A 250
Arc length, mm 3.1
Wire feeding speed, m/min 5.0
Wire feeding position, mm +3
Wire feeding angle, deg. 45
Power supply distance, mm 57
Wire current, A 109, 115
Pulse of wire current, Hz 100
Duty, % 50
Shielding gas(Ar), I/min 20

6.1.5 U EEEEINRAR

PSRRI AR 22 IR N VBN 20 R A TR A 927200, PRHRLRELAR I B 4 1 6 L OV — i
HI73 TIG #HEIZIB W T U IR B 2 FE L 7.

FEAIZIE SUS310S-(2)%, 7AYIZiE YS 310S-(1)ZZNZHUEH U7z, L7k ik
% Fig. 6.3 (27”3, 150 (w) x200 (1) x25 (t) mm DA, BRSCEF A 2 mm, BESEA E 400,
PHSETRS 12.5 mm @ U BHSEI LA L 7. ZOBERRIL, Fig. 2.1 (R TEHERBUA LR T
bD. 7ok, B EZL N ATy MESEIZERIL T, JIS Z3157 - U JEIEEE R L RBRICIET 72

VAH25: 1% Table 6.4 (27”53 Table 6.4 ()l LBUGHPRLRERR 23 s S v 70— 1972 TIG RS
7, (D)IBHIRERESTE R SN DRy NI A TIG RSN THD. —Ri7 TIG WML

TiE, WHHEEE 0.1 m/min, 7—2 7B 150 A, 7—27& 3mm &L, VAV EFAEE 0.6 m/min, U
AVIERG AL 45° LU, TRHEIT T M/NOEMRE RISV A Y2k Uic. Rz B kS
By RTAY TIG WA EL TE, TNETOWERM 2 IS, WHEE 0.5 m/min, 7 — 27 & i
250 A, 7—7F 3mm, UAYEREE 5.0 m/min, TAYEREAE 45°, TAYER 123 A, VAT
BEARNLE+2 mm &L, EHEIT M5 KOV A Y2 E U, EHERIL, WA EbBERIRE
il L7z TIG 16 H O BfR2S 60 mm EL7-.
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Fig. 6.3 Specimen for hot cracking test.

Table 6.4 Welding conditions of hot cracking test.

150

6T DOHRIARRRDRE R

(a) (b)

Welding speed, m/min 0.1 0.5

Arc current, A 150 250

Arc voltage, V 9.6 10.7
Arc length, mm 3 3

Wire feeding speed, m/min 0.6 5.0
Wire feeding angle, deg. 45 45
Wire feeding position, mm 0 +2
Power supply distance, mm - 57

Wire current, A - 123

Pulse of wire current, Hz - 100
Duty, % - 30
Shielding gas(Ar), I/min 20 20
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6.1.6 BEWZEMERR
B IERER T, ZREEETAE AW, RBGRELTE, Ry hIAY TIG B#
IZROTE RSV AR RR 2 5 T 22 @ RS IS HEfk i &, — A7 TIG IRV B SNT=%
JE VR BE T A LT
R IZIE SUS310S-3)%, UAYIZIE YS310S-QQ&xENE i FHL7=. 2@ IAREMk T 1ER
W3R BR A% Fig. 6.4 12, 8H4E% Table 6.5 \ICFNFHurd. HRJE 15 mm &L, BA%EFA
BE 20°, BHSEIRE 10 mm, BASE 8 2 mm o U BAERBRA 2 L7, 1 8 B IXEHEEES 0.5
m/min, 2, 3 J& B3 0.3 m/min &L TYUAVERGE LT 5.0 m/min &—EICL7z. BEREIEMER
BRIF OB % Fig. 6.5 (7. BEEREEORA 7121, #EH0ER 5.0 MHz, #7~HE
10x10 mm C, IEHAEFITRL TR 45° 7O & I A B Heik IO U CHRRET L 72, BRfid-7-
BIRE ST E W DR BT 5 A B L2 B O — R, BRI O —RIEAER I TR
SIURERBRIA R ICEEL “RIEDOENE N OREZHIE L.

Table 6.5 Welding conditions for multi-pass welding.

1stlayer | 2ndlayer | 3 layer
Welding speed, m/min 0.5 0.3
Arc current, A 250
Arc voltage, V 9.3~11.7
Arc length, mm 3
Wire feeding speed, m/min 5.0
Wire feeding angle, deg. 45
Wire feeding position, mm +1
Power supply distance, mm 57
Wire current, A 120
Pulse of wire current, Hz 100
Duty, % 30
Shielding gas(Ar), I/min 20
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50

Fig. 6.4 Specimen for multi-pass welding.

Probe
Weld metal

Primary wave

Secondary wave

Fig. 6.5 Schematic illustration of ultrasonic wave test.
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6.2 PEMRIAELRR DAL E
6.2.1 Eyh—REIRABR
By A — AR SRR L 7 R B — R 2 Fig. 6.6 (o3, Wi B2 i, fORniE Rk
B2 AR CHHA TWD. UAYER 123 A TIIIEBEAJRICHS, 148 A Tl Eiiczh2nk
HPRLALAR ST SN TG, By B —ABESFHUALIE L, VAV 123, 148 A DXL N THD
NI RERO LISV TEREL, METHIZITE I — A SR E R O IR %> TV D,
ESEHANRE SR A Fig. 6.7 12”7 IR A A T DA FHIL 72D A Y &R 148 A D3
A, B IR T OWCRLILREGT O S XI3K 170 HV THY, RS 160 HV (2T
WZmVWMEZ R —T7, 123 A T LTS F ORGRIRLIERR 2 & 720 28 S8 0 P S 13
K 147 HV ToHY, THPRIALRR S I IR AL T2 WA B 1T L TR 20 HV @S 2R

LTW5.

Wire current, A

Fine grain

Fig. 6.6 Cross-section of weld bead using Vickers hardness test.

200 © : Weld metal including fine grain
- < : Weld metal without fine gain

i ~ Fine grain part

180 = =

160

140

Weld metal

120 ——— - —
-5 -3 -1 1 3 5
Distance from center of weld metal, mm

Vickers hardness, HV (1kg/10s)

Fig. 6.7 Vickers hardness distributions with each weld metal.
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6.2.2 5| IRMER

51 IR B % O PATE O W ALk % Fig. 6.8 (29, BUNCIE, MONPRLRLAR Stk 2 AR AR < PH A
TWD. K&, UAVER 123 A TR AR XA DT, 148 A TIHATHBmOIZEAL
(IR AR S T RS AL CHRY, £ DEIE 1T FATERWT I DR 80 % ThHh -7z

Fig. 6.8 (IRLICUAVEN 123, 148 A Oz A 955 sRER I L Tol skl z2 T 72
ft % Fig. 6.9 (3. PATHENICK 80 % DMAIRLFAMkA A § 55k i O KATEDY 3.4 kN T
HDHOIZHKL, MR RRA A L2 BB A 13 3.1 kKN Z0RL, BB ONEZ 24 47.3, 41.6 %
Thote. UL EORERNOMHMRERR S BICL- T, MW E, [ OEhICm LT 52803000,
HADRL AL Z 80 % oG & DL, MONIZNLTH 10, 14 %lA ELTWD.

Wire current, A
123 148

S i ¥ T

Fine grain area

Fig. 6.8 Microstructure of evaluation part of tensile test with each specimen.

4.0
3.0}
pd
x
o 2.0}
@
o)
J
1.0F — : Fine grain part
----- : No fine grain part
0 ‘ '

0 2.5 5.0 75 10 12.5
Stroke, mm

Fig. 6.9 Result of tensile test with each specimen.
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6.3  BEHDRFERETY BRI L HEEE Fl RSz
6.3.1 M HEAAN Trans-Varestraint 35

R4 B T O e LR 2 O b 32 2 & TREE IV MBI 5 L S bt Tna 7D,
Ry RTAY TIG WHAZIB W AR S B S VT2 I # B IS DUV TH IS G X Trans-
Varestraint 78R 2 H1 U CREE B AU S ME D FATh 27X 7 72

MR N T2 2L AR A VBRI VT R 55 % Fig. 6.10 1R §. KIZIE, VA4 YE
it 109, 115 A DZFIE I THROIVIEBERMT i & R i OMMZ R L CRY, MRk A iR <
RLTWD. UAVER 109 A T, BRI 2 A3E@ R EIE RS TS, £ DR
BRI D DVE A8 T T2 AR SR e B D P e Tl s R s Bl 2 s VAV E
Wt 115 A TIE, ORI 2 B EENTIE RS TasY, bk oo K50 73 S oL AE ik
Thb.

Trans-Varestraint 3SR ClIRVEHEE B R I A Lo miRE NV Z W CRIREIVE S 2 3R
FTHIEDD, UAYER 109 A IR D BB 72 W0y MU A Y TIG RN, VAYE
Uit 115 A [ IRHGERRERR ST S L D5 B DRy MU AV TIG R L AR LT, ThEh Ok
B FIVESZ EZ R L7z, DA%, SRl O bD7=®, UAY DR 109 A ORGHERIAEAE S R AL
IRNRY NTAY TIG EHA 18T TR H ST, MOALIELRR DS TE RS2V AV &R 115 A Z ARz
Sk I A S ey dVab 4V I NGRS

Cross-section

p~ Fine grain|

Wire current, A

uoiallp bupem

Fig. 6.10 Cross-section of weld bead and weld bead surface at each wire current.
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Fig. 6.10 (/R L7286 U TIAM 4R 28 Trans-Varestraint 75k % 3206 L, 1A @& 2 D E
N % SEM #Bl22L7=—Bi% Fig. 6.11 (27”7, Fig. 6.11 (a), (b)IE, T EALI@ T AR S, HokL
MRS ORE R THD. KO HAIDEFM THY, IR AR TR, RE L%
AU BEE BN O B E RS EEHIRL TV, @R EESIE T, EoBINLIERSE UK
U CH BT IS EINA AL TODINCHALND. BORPRIRLERIE B A 0F T, TRl R
IR AT T IZ B W CUERER T2 203 TEI2DY, MUK AR S RS LD BRI Hh R 1238
Tl Fig. 6.11 (DITHALNDEEIZ, RS R OHRIRREE Ch o7z, WTNDORMFITB N TS, &
AL S5 1238 A2 LT e K OB VT I B p R A L TRY, @ EL M CIIENE S 14,
AR AARR T R S TIREINE 5 11 ThoTo. ZOMMRHLRRE Ak S 231 Dl R BT
AR AR G R AL Tz, B RIS W TN BRI m A Bl L=/ % Fig.
6.12, 6.13 |27~ 9". Fig. 6.12 OFIUKE 23TV RIAMERE TH LI LD, B IEHESMFTHRAEL
TR EEND, BEENTHDHIENDND. —T7, Fig. 6.13 (T HMR LRk C R A L-E
FUR T TR R I RE 2 /R L, SOIZZE O I IR O TFAED MRS LTz,

(a) Hot-wire GTA welding. (b) Fine grain condition by hot-wire GTA welding.
Fig. 6.11 SEM images of solidification crack distribution around weld pool

at each welding condition under augmented strain 2.7 %.
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Fig. 6.12 Fracture surface of No. 14 crack as shown in Fig. 6.11 (a).

(b) Trace of liquation cracking.

Fig. 6.13 Fracture surface of No. 11 crack as shown in Fig. 6.11 (b).
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Fig. 6.11 (/R L7 VRl B O EIL O 3 A 2 ik i RE R Fig. 6.14 (7. XX, IREss
RHEEE BN ETOREEEEEE BN ESZ/RLTVA. Fig. 6.13 OFEEND, SHTRIER R A
ARV TR AR RS TR A LRI BEEFI L LR LT3, @ O T RI A MERE
ARTEEEEIN LXK B L TORLTWS. E512, Fig. 6.11 (b)DOEINE 5 4~21 DEUIZOW T,
TARREE FASHIBI TE QRN O IR RSO BB EE ISR E L. Fig. 6.14 205, il F A
PRSIV TRALTZBEE T AU U C, AR IE B SR I B T D EFI N R RV L
WD, E6IT, MRS I W THB A R EREEEFIN DB AEL THDLIENDMND.
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(b) Fine grain condition by hot-wire GTA welding.

. 6.14 Cracking distribution around weld pool at each condition.
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AR ZC Trans-Varestraint FBRICIV T O A CHOILEEE B EL, FakeEEn
FEBLUOER KEEEINESIZOWT Fig. 6.15 [ZEED TR, @ H ARSI B L Ok
IR SRR &b, BEEFINEL, MBEFINRESNOTHED EFLEHITHML TV, &K
EEE F U, ORI AL AR E B SR IS B W TIERIBRIC O L S I KT 2B NI H 523,
WHIRERMETIXEDO O T AMEICB O THRIBEDOESZRL TS, F2, FOFAEICED
IR HRRIREL R R S 1 OO A LT die KBRS & U b IR AL R © A2 U Q7. Fig. 6.14
SR UTERY, BRI B S 1 O, MORIDRTRELER R 12 B W T LI S <BEE BN S R 4475
THIANZ Do T=Z &0, WORLRRRTE B S (D 2 O BT 33U TR EE [ B U 32t 3 2 0
RIS COREE BN DOEIA % Fig. 6.16 (7T, KX, BRI S B WO A
U7 B E AL 0 E UL E AR RIAL AR C I W TRAEL TWDZENR DD,

@: No fine grain (Wire current 109 A) [0 Fine grain (Wire current 115 A)
35 15 E 2.5
e | E -
= c
228 . o2 B §20 R
g . 5 ' 5 —
5 A o i
2 21 / 59 o /Q - X 1.5 o o
S 14 O/) — o/ 5 1.0 0. . _—_
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Fig. 6.15 Relationship between augmented strain and crack number and length.
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Fig. 6.16 Cracking ratio on fine grain part at fine grain condition.

85



6T DOHRIARRRDRE R

ZHETORERDND, MHPRIALRRIE RS2 300 D%E B FI AV EL, #EIEE B R Sl W s
PR ERIFREE THY, e KEEBEFIIUICE > TE, BRRLEARIEZ B S IFR IZ W TR DM
boTe. TUT, WOHIBLALRRTE B AR 1T 3 TI A LT BR B B D 5 UL EAMHERLAHAR S ©
AL TNl E 2B E 2 DL, WORRLAR R 51T 22 U [ F 4 VRS M ORI h R T A B 7
WEITHD. 22T, FHRIFITHLT, Bl A UoE it v i o fl i ki KO A GHE
JEFHINEIC IR E B2 BR L7z, Fig. 6.17 ()l L& VaH 5 O VA % i oo rI R LB E, (b)
X BOHR EE FHINC KOS O T IR BEE P 2 B T DIRE 43 A AR LT, Fig. 6.17 ()2
TR CYAREE A2 7RL T 5. Fig. 6.17 (b)? 0 mm (X, 8B ClIEmBE AL E 2R L
TERY, WARKRIAERRIE B TlRia it & i ~ A SNV A Y D% T 22N Z Rl TV,
()75, AR TIEY AV M it PN BT T AR A S TR DI Al BT s BT RE L HI B © &

205, ORI AL AR Bl S IRV it N O B2 55 (20 A ¢ 234 AS IV TW D7D i B Tl
RS HERR TEZRV. (b)) D, 18 T2 5 TR M BE S0 B IA 501 07 120 THEEA
DREFASEINSR AL TR T 0300 % . — 75, ORI SR TIEV A Y& T2 DHHK) 3

m (2725 T 1300 °C P2 E DIEIR SIS L, £ DRIESLHITIHEIL TODIEN DD,

WHERLAL AR D TE LA = A NI EDE, WA~ LIRA SOV A Y NI W TREERT S
ZETHOMRIZ TR L, FES @K BB CTRER 95 2 & T RIAL R & 70 0 28D, Fa @t~ & 4f A
SHVTZIRE R CIG Z5f ShRL oD J& BRI R S A RS KV A CTo iR IESFEEL TVDh D EE 2 b
%. DT, Fig. 6.17 (@I T K72 BANRLAR R B S CU, P52 i 2 L G 73t fokiz
SRR LD IEAF L COD IR TE RSN TWDHDEE X Hid. £7-, Fig. 6.17 (bl
RUTZIREE S A Sl RO 5 £ CHNBAS LI D A Y OFf ANLE DB 7 12T TIEIR SEI S
FRENTWDZEARIBE NIz, L EDOZEMND, BRI TR A LB EFINA, VAl
AN T O BR BB IR AL AR 23 T A S AV 5 AR C, TO72 45 Sl bz i I SAF AL 3 DR
BT bDTHDHEE 2 HALS. Trans-Varestraint sERILIABERE T LIAIREIZ SR E 972 0T 2 A3 Bk
HINC AR ENDT20D, BHRIAERE AN T AL S D FE TIEEDNTAFAE T DRI > THEIN DAL,

EEE BN R AEFEIROIERICER ST bDEBEZBNSG. Lo T, AyhIAY TIG IREICIV RS
FUDTGRIRL R Rk 0D 46 (] 1 AU 2 ME O AT &£ L C Trans-Varestraint 75k %1 F 972 2 & 134518 24
ErEZLND.
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Welding direction
D ———
Fine grain (Wire current: 115 A)

No fine grain (Wire current: 109 A)

_-

We }60!

~ Liquid-solid interface

(a) Visualization images around weld pool at each condition.

1600 [l : No fine grain (Wire current: 109 A)
O : Fine grain (Wire current: 115 A)
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N
N
o
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N
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Temperature, °C

800
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Distance, mm
(b) Temperature distribution on center of weld bead.

Fig. 6.17 Temperature measurement result and visualization images at each condition.
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6.3.2 U MEESINRAER

VAt 0 Trans-Varestraint 3RBR T, SO HELR ORIV SZ M2 G-l CE 22135 %
T, RIEBICHLEZEINRBRE AN ERHLESZ 212, 22T, ARFBOESEENRBRE
FhEL7z.

U IR R BR COE e — R 8l % Fig. 6.18 12759, Fig. 6.18 (a), (D)IEZNEH—HKD
TIG BB LORY M AY TIG EHEICIVE#EISNIZL O THS. I, FIiBR% Ok imsl
BUINEZ 1~5 TRLTWD. BEE—RAMING, MERECRB W TREE —FREIZE U
FHHIR. T2k, 7L —ZEICH AL TODERUCBEL TE, MELT 2N EITRR LD
ML TUNARu.

TR IR R TN s Be — R 8L 2345 o — il % Fig. 6.19 (TR T. —fikD
TIG WHEZ XD W IR XA DI, ARy b A TIG HEEEC I8 TILMGIRLH Ak
DIEEA R LIRSV TEY, 5 Wm0 Eo - Wrm Mo b= 013 31.7 % Th
o7 5 Wi B OFERNG, Fig. 6.19 (R T W DI, EHLHOFRMFIZEB N THHEIN DR A
TBESNR Do T, ZORERDDITHRIRERETE B L OWE BRI L O B 2 RIZHI B L7 5
TRINSTEDS, PABRLARAR A TE R T D2 LI LD BN DI AL B HIVRNZ LD, Fhi L~DR Y
TAY TIG VEHEC X DMMARIREL AR B o0 i F L KO B AU S ME S B D T L IT R B 2R e
ZHID.

(b) Hot-wire GTA welding including fine grain.

Fig. 6.18 Appearance of weld bead after U-groove weld cracking test.
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GTA welding Hot-wire GTA welding

= 1mm

O : Welding direction 3 Fine grain

Fig. 6.19 Cross-section of weld bead at each welding process.
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6.4  HGHIRIAR R D 2 g RE WS Ak F ~ D@ A
6.4.1 ZERBES BB ~DOEE

RS BEENZ LT RS LD MR OB AP A3 1) 3228, SDICEIFURSE M Al
FERID TN TA~OFEHNFRE CHLI LN RBEIIIC. EI2C, MNP R % 2 8 R T B ~
i L7235 6 OW e B AR~ ORI OV T AL TZ.

Ry RTAY TIG FEHZIVER U= 2 J8 iy Bk F oW & EBSD f#HTfs 2% Fig. 6.20 12
~7 . Fig. 6.20 (a), (b)IXZ I AUIAIRLAE AR 23 B S AU TN W S ERGRTR LR 25 T Al S
TR THD. BWHIZIE, &8 ORI TR, HORLR I pk fE ik 2 — BB TP A
TWD. AWk lZ3617%5 EBSD EATZE 1L, 458 2 LICHfE O ke Loy 2%y
IR T MR SR A G S 7D I A B o e U, 2 ORRR SR A FHI L7 R
% Fig. 6.21 |ZR 7. AR O/ 2 RS B2 O & T8 128 T DAk E eI, B 2 22
CITHMLCWA. — 0, BBICEW CREES B RIS HARIELRR 2 T2 B L 72 2 8 ik s ik

TiE, FERAIE IR B A DR,

L@, BB OBHES BT E SV TIREDOBRESBRNIEREND. 2070
HIE DDA BT A BRI T R L 3%. 24U, Fig. 6.21 [Z7" 7 Fig. 6.20 () Dk
ROOHLEFTHID. L LD s, EEe B EEICHATRARRE 2 i S B 72356 (TR ARL
AL LIZTE XXy VR T D720, WES RO KT ALV, 20X, £
JEREES PR Z BT, IR AR A WS e @ R th g, 2L C EEBICE RS 2281280, MHkL
HLEZ DB D DI Al LIHIRIAL R A Fe Al L7 HER R D A I &0, e Bk A A b 922
EINTIREL 72D EE Z BILD.
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©: Welding direction

S —-—

1st

3rd

2nd

111

= : Fine grain
© : Welding direction

(b) Multi-pass weld joint including fine grain.

Fig. 6.20 Application of fine grain for multi-pass welding.
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200 B : Multi-pass weld without fine grain

E © : Multi-pass weld including fine grain
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Fig. 6.21 Columnar structure width at each layer in the multi-pass weld joint.
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6.4.2 BEWRFERME

% JE VA ~ IR 2 TR T~ 2 Z & TR B & B AL DO R AL S I S LD Z e R S
Nz, e BMAROH A LITE E R G R R TS L2 THOER TS, 22T, il
RERERR I R I R L2 5 X DR B DWW T AL T2

5 I E MR A Fig. 6.22 (9. B E ORISR T, SRR ORI K
SINDH72 Fig. 6.22 (a)ln ¥ IO MHRIAL A & T 2 f A BB i 2 E L L 72, RO Wr
AL ERITH 20 % THS. Fig. 6.22 (WITRT LS, AR AZ A L2 WiRBR ik 5
BE WO —RFBIEHRIT 31 % THLDIIH LT, MARAE# A A T 257 TiE 55 %z R .
7o, ZRGIERIZE VTR Z A3 2588 F 13 43 %, ALRWVERERA 8 %& md Zeh
5, WTIICBWTHIM AL A A T 0B/ 00575, |V E R Z ML R T ZE03 005,
CHETITEES R OIIRGEDIE RO I KA E E R Z R Z S S E L2 mE S
TWo. K7 atBATIE, Fig. 6.21 TR722%, SRR (IS <HAR S TE RS D, THlAL
Mz AT DZEICIVIIRFEDOEIE A T2, SOITHAKEREE Db DRSS E
B iR 2e I APN AN & A NNy e S Ao AR Rl

B Weld metal including fine grain
O Weld metal without fine grain

Transmissivity of
ultrasonic wave, %
S
o

i Fine grain 3 0
®: Welding direction 2mm Primary wave Secondary wave
(a) Cross-section of multi-pass weld joint. (b) Result of ultrasonic detection test.

Fig. 6.22 Effect of fine grain in multi-pass weld joint on transmissivity of ultrasonic wave.
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1

6.5 #E
RR AR O S, SIIRIRS, M OE O R 2 A L 7. SHIZ, MERRRILRRIE Rz &
B IR E VA B 3 572 O IR 4G 0 Trans-Varestraint 5057, U FEIEEEEIRERZ FEHEL
7= BRI R A 2 B VA B~ 5 T LIS L DA A B O 251k, T OB LRk A A
THLJEREHE OB S EEEA R AL, L TICE O RER 5.

1) PRADRIALRR A O SITK 170 HV THY, MHTKIARLRR TRWIERE S B i o i &
147 HV 12U TR 20 HY VS AR LT,

2)  SEATHEROPSAMRLAR AR AEIE Y 80 %L/ 51 ERER i 3 KL OBGHIRI AL fk & A L 72\ 5| BE R
Fr D KA, AR ONE 3.4, 3.1 kN, 47.3,41.6 % THY, HRRAZ AT 52 TR
faf B35 L OV W O3\ L 7=,

3) MBS I Trans-Varestraint 3R % FEHE L7223, ARy b A Y TIG IR B LV IE RS AL D 0
KA D AT =K W2t TN Trans-Varestraint #A5R OPEEIZ X, BOHRIERIE it ic B0
TELOFNNBES V. TOFIFVIRE L, PRI Ao R 36 1 DI0M 7o kL
FUCAFTE T DIRIEICIR > TAEL TWDEE X DL, TOREITRLFINOEMEEZ 2L T .

4)  EPEE RO BSOS DS B S D S O A X8 OB CALIVAIRE
AR LT B o TN R AR B SR DR 1, @l ST R TN BAE N U A Y D
FHANLEDSHH] 3 mm % 5120, £ 1300 °C OIEIRFEE N L STz,

5) U BEEEINHRBRE LML, RSy hUAY TIG BB KO IHRI AR 2k L 7= 412
BOWTEBETICEINII R E LR 2722800, Ry hTAY TIG B2 KOG 2 1
T A aE A TEIREINIEEDV AT RN E FH ARV EE 2B NA.

6)  PRHBRIALRR A 2 A Bk T I T L 72 L 24, R AR Z BRI L THER B ST RS L
L% E I, ARIRE O KRAE R HBNRD T,

7 BOHDRIAR AR 2 I AR L T2 A B OB 5 I 8 2R T, AR AR 2 A7 S TIG I8 BRI K0
RSV EEERIC L CEVMEA R LT,

94



FTTE BE

Ta 44 B AR O WO L I B S OB Rt A M) LS 5. EOMMILEIEL T, TIG &
PRIZ SOV, BEKIRER, B IR 22 E 20T 505K, e Hed @ T I ke R 242
KPR DIRZIVTND DY, TR 5 il i 2 RS LD TR 24 JB ALk D AR RO 72 o i, A7 b 2
B W T L E R IRMUSAMNILE R TE TRV ORBUR TH S, REFFETIE, Ay T~
Y TIG V42 IS K H2 4 8 I 2 S il S O TR BL R SN 2 Lz T, Ry b A TIG i
Pk F O s B L B AT O RS A B B9 & L7z,

H—=ATFARNRAT UL A SUS310S 725 TNCT =T A MRAT L ASH SUS430 (2330 Tk
YRIAY TIG VEHIEIC LIRS B ISR AR 038 i S a7z . ORI AL Rk DRI 1,
SUS310S FL U SUS430 DENZITHI 15, 68 um TH-7= (Fig. 2.6 £ 2.12) . AT L AHIC
BOWTRESRETIOERSN DM E L TIFEE ITHAMTHY, 7=FAFRAT L AHIZE -
TR L e R OBIMEE LIS, WOl oT R 2N L7235 6 & [R5 O GRLAE R 23 T2 sl S v 7z
(55 1 L) .

A —=ATFANRAT LA SUS310S 128\ T, Ry hIAY TIG IEHEI LD R S 7= 5
RIARAR ORES, BIIRIRS, ONE, BOMALAELRE TRV iaH e @ akic b L Tia L CTu vz (Fig.
6.7 £ 6.9). SUS310S T, IWHEPIIHATDEIREIN, FHIBEE BN MB LR DML
ff#a 3 Trans-Varestraint 5% £ L7=. LA>L, Trans-Varestraint B OVAREEIC BRI A958R
B9 72 ONF RIS BURF S AL D &) G BR DM E SRR AL T A D R 10~ B, SCHIRLAEL 8 0D Y ]
BV A VA A 2X Trans-Varestraint 3R IZ LV R CE2RWZ LAV RIBE LT (6.3.1). 2
THEEERORFIREBIZIV U BRI RERA I L7228 miRH AT F A LRh 7z (Fig.
6.19) . HERIARRRIZ A 2 JE Ve i L, £ ORE IS EMEIC OV T, — 972 TIG
RO RSN 2 SRR BE L LLBR LT L 2 A, VAR B O 5 I M 3 0 KIE I L T
7= (Fig. 6.22). ZOFEK EL T, HHERLAERLZ Db DO DAL, PRATRIRERRZ I L DR A E
B DD 1 L ORI 2 2 S KRB ORI LD EE 2 Hivs (Fig. 6.20 & 6.21). 2D &5
TR AR KD, Ry NTAY TIG IBHAC IV SN ARG R O A A R S 7
(% 6 B) . T ORI LD AH =X LEL T, LTI THS.

BIRTEIZRY, Ry NI A TIG IEHEO MR IE RS COEBE P2 R L, MARBIZEL
To. BB )8 DJETR 726 NS BN RLALRR 23 T AR SN D W SR 12 38\ T, SRR AL Ak 1T
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BTE R

N A% 93518 L TR STz (Fig. 4.8) . A YOI AR E COMMZBIERLT-L2
7, SN TAC KBRS N =T A Y O IR IL, By hUA Y T ae RV ERICLETVA
YHNOWRESAMITIECTEAEL, fifldh, KikR LIC%, fdhi NI W TR A 29
(Fig. 4.12) . JABEE R K0P Z28E SRL & T2 o 72U AV, SERICHER T 52 &k g
TR E S, RORIZEEE T 5720, WERRIIERR DS I S D (Fig. 4.9) . L723> T, By
KT A Y TIG VA2 L OBHIRI AR T B BL 1T, Ry hIA Y P e A% LB O U A Y% ZE
IR L QB EE ZBND. SBIC, —ATFARRAT VLA SUS310S [ZBWTIE, A
YN OAARERZAL T U255 diohL PN C o Jm) SV BB G DRI AR I il R &< B LTS,
Z O R EMER SR A HBUNBERICEORHE LI-L25, Rk E MBI BT R b R OB ENC
EH729 sweep-up HLGUIRE R L C, S ARRINIZ R E T A CEHLE 2 b, ZiuddhyhuA
Y7 R AD IR BHIMNBAD LG GO AR ECHB R THLHEHERIS D (5 4 7).

T, WHRRE, UAY AR EE B L OV AV SR E L OIRBESMEDS, BORIRIAEL
TR~5- 2 D58 2 A LT a4 8 T OGN RL AL AR pl 2o s 3 i oL =13, 7 —2
BIROWD, TR EE DN, U A EAGHEE ORI JOW A v &G0 E Oz Lo B3
% (Fig. 3.10). ZhUZ, FyhUAY TIG EHZLVIE RSN DRI D AT = X L0305, T
HASEMBUEAS SOV AT ~DT — 73 LUV R0 NBDS D 5555 G I TR Rk 23
RSN TR DEBE X HIENTEDL (BF 3 F).

TR AL AT AT =X L5, B FEIERED R <7D Z LI LD M A E s O ¥ Iz Z0 iy
AL ET 8B 20172, UL, SUS310S Ti, J&EliAmhaEk o # N LM
FREIROILRICEVZE LTI ARG 23 CE T, SUS430 Tl AR Ll B EHEA B &
W R AN N 7= (Fig. 5.3 &£ 5.5) . &7z, HIRLARRR DT RA T =KX 2055, (@B HEEE
AL, MEERREND T A Y OIMEGHEE O ZACIZ KO RL R ORI RN B LT 55 2 72
(Fig. 5.9 & 5.12). SUS430 [JR7 Ak 38 FE 2SR N2, INERGH 2 73 3R\ Ao 0 18 BB R B S 4
WA AR AR S L B L2 72 572, SUS310S T, SUS430 1EE DRI ITASI N
HOD, IEGEEAEL 28561, RCILOMARL R X L0 PIZ 272 (55 5 ).

ZOEINTARYRTAY TIG EHEEIZED SUS310S 725 TN SUS430 DVAHE4: & FH I AHIRLEL
DT B FIRE T D ZE MDD o7, ZDTITRY NI A ¥ IEAGREDO T A ¥ OINBCIR AR S Y
RN ~ DU A YR ANLEIC LY, ATRLAERR DAL &, BRI ORREE (ST 528 Al
Tholc. EOIT, PR O A MEE D m 72 b NI L B #E A~ L7256 O R
PEDSA] B L TN Z 8RR EMND, RIEHEIZ LD e B OBMI LA FAYER BN E 7R T2.
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1. &

A OB X, W OR ML, BLUI T T D7D DEER/NTA—LZThD. I
PR OIREEFHINZ X, 76RO FGR L EFHNE D — D> TH LB E X AME SN TERY, wi
s FOVE BB A O E R IBE OB IZE I THD. Lo, T, L—HFEEkRE oA
B, SRR EBREE G T O ERENZEASN o2& 508, ZHHOIR EEFHCEVE X A £
M3 2861, Fel2, FHEE R OSBRI EE /S, FEREAIE L G HTE L U T IR EE
FHEANE S TS T80 R B N, BVE L TR A ELE R, IR
WZEREEHBELTEFBND, WIEROREMR, BEH PG TREE LT B
REIEMICHEETL2LERHL2EOMBENGY, ERNOAUSECOIRERICHL, SHIZIEF
ZRRWEIS TR AR, [EFE 2N e fE T DA B OV B B R 2 4R 3 5 2L IX N EECTH 5. Fric, 7—
IRV, 7T— 7 OB T D120, HHRE 5+ OB IR EE G~ 0w 130>

[l

ORGP BT, BEHREE RS T 7 AN — B AR T R RO A R TED
R T 7 A S —IREFH RSB BFE SN TV, TAU =R H =5 3. — %, =
AHOULEFHU LTINS, B EFH S RIERIZ, H 2 F) U 7c i B 5L o H
DBRAHBNTNSD . 20 0 SRR B FHIEE, JIE RO OB R 2
L, ZOMSRE L IVIRER HEND. LoC, MAHREFH TR L7 D BN B OB IENR
Pl D, ZOMESID, WO BFICE W THRITE AR ALIL TS, L LA s, Gl
SNDIEE D EMES LT RIEIRR ST 5 B L OIRE D Z LGSV TEH XV
MSILTVRNED THD.

ZITHE, AR EFHANEE D AT o — LA A D DI CIRBER O IR R I A
FHAIL, £DEMSBIOGONIZIRESMOZ YL EL. ZL T, ZTNETT —7 D%
BIZIVZ OB AT DI TE2T — 7~ ZAUHREFHINEOE M 27, D%
APEZBRRELT.
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2. HERAMBIROERS L
2.1 BB IUREBRA

PEEABHTIEM Ni(99.9 %) 2B NCA— AT FANRAT L A SUS310S & iz, 20
{bZA A% Table 1 (2~d. REBR A IZARIL, 50(w)x110(1) mm, BEIE 2, 3(H) mm &L7-.

22 FHEFERORBRR

TR RN BV CIE R R EE FHI A 35121, RN DO SMEL O e Vi )
RERARIRT DM ENHD. £ TL— P ORI 053 63 &1T>72. Fig. 1 12
SUS310S D43 H o Hrift Rz 7. KR O FE8E, EERIHLEL OB 427~ TD Ay, Z0 300
~1100 nm PIZFEVT 500~600 nm FL T 750 nm AT 2R TEEIE RIS K L7z PR A<
JRULRBESNT 2. ZOLIRIEAAY MR R RS KRR AR 2 E BTN D
L7280, 500~600 nm F LN 750 nm T2 kE T D KOS FHINE K AR L7

Table 1 Chemical compositions (mass%).

Material C Si Mn P S Ni Cr Mo Fe
Pure Ni - - - - - 99.9 - - -
SUS310S-(1) 0.03 0.49 0.39 0.022 0.007 20.38 24.84 - Bal.
SUS310S-(2) 0.05 0.68 0.82 0.023 | <0.001 19.21 25.16 0.17 Bal.
SUS310S-(3) 0.05 0.68 0.82 0.023 | <0.001 19.19 24.73 - Bal.
3500 -
i Material: SUS310S
3000
2500
22000
7]
C
9
<€ 1500
1000
500 f Neutral line spectrum
of Fe
0 " 1 1 1 n 1 " 1 L 1 L 1 L
300 400 500 600 700 800 900 1000 1100

Wavelength, nm

Fig. 1 Result of spectroscopic analysis on SUS310S during laser welding.
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2.3 REEFHAERE

TR FHANCAE U7 EEFHAE E & Fig. 2 (2”1, Fig. 2 ()X, 1| DO —LRAT Uy H—, 2
DONFRBED 2 BOEHEE T A IATOOIERIND. 2 BOEHEE T A IAZ RIS
NTEY, WERPLOBE HIIE — ATy Z—I2X Z53h, ThEhoL o AR T
BIVTWDFHINE RO RRDT AN —%IEL T, TNENOEREY T 4 B AT X0 i ok
DRIRDWE LIRS ND. ZOFHINE R Z EO B MEZRLEk LTz 2 DO G Z VTR AL
L7-fEI OIRE 2B T 5. 3R 5723, Fig. 2 (a)D AT Lz IV T2 h O 5B 31 23 AT RE
THOHZENRBIN/-OT, LLTFOIREFHIHAIAZZHEH L. Fig. 2 (b)iX, 1 2OL XL 1
BOHAZIZEORERESILTIY, WATEENIIIT—2DE—LAT Yy Z—, 2 DDT ()L —
RN —BEIO 2 DO —=RHNEINTEY, 2 DO —IZE0 GOz BB GIRE A
B 5. Fig. 2 (c)iE, Fig. 2 (OIZ—o DB+ —2BIMULIEEIT/R->TEY, 2 SOk —

TIREFHL 2o, OO —IZB WA O A LB 21552 LN TES.

Beam splitter -~ High-speed camera 1

Fiber laser

Specimen

-

High-speed camera 2

(a) Temperature measurement system using two high-speed cameras.

Band-pass filter 2 Monochrom sensor

Monochrom
sensor

'Band-pass filter 1

Band-pass filter 1

Beam splitter
\Band-pass filter 2 Lens Band-pass filter 3

(b) Two-sensor camera. (c) Multi-sensor camera.

Fig. 2 Temperature measurement device for each experiment.
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24 L—VEREDOREFRSE

L —PiEEEP OWREFH 7 5% Fig. 3 (ZR” 7. Fig. 3 (a), (b)iE, ThE L —F e e
VRBR EE I E 7 1 A3 A — O R EBLEE, L — VIR 5 1 SR EE S 7 171 3 3kBR v Al 2 kb 12 7
LEMmEBILETHD. TR L O % 4 85O O A2 L0 B 972 SO R 5%
TlX, L—HEET Ot — AL — O RO ILEME 75 5HAZ R #1295, Fig. 3 (b))
HBHZETIE, L= OS2 — ADEELEH TELHLDEEZIOND. 22T, KRFIEIZ
JVEENDIULEEFHG R MRET DB m B R A ML=, £, EEROBEEBRS I T
DU EFH D 24 M2 FREET 5729 1Z Fig. 3 (DR B2 E1T -7,

Temperatue measurement system

Laser lighting

Laser irradiation angle

Laser irradiation
angle

| Temperature measurement system

Backside

Topside

(b) Backside observation.

Fig. 3 Observation method during laser welding.
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2.5 T—IrWETOEERAIG L

T — W R OV R S OIREE 3 A0 OFHZ R 2 2. BB OBt A S5 L CIRER T
S AR EFHARE TIE, 7 — 278 O7 — 7O 7D I IERMEZRIREFHN 2 K #E T h
%. Fig. 4 |27 — 7 PR EFHU A A AT SRRSO U 2 AR 723, IR E
AT AZ LGS VIR EE TG I L, 7 — 27 B LR S B R OO B S HESN T
WHEBZBND. ZDT, TR TRON B R D, 7 — 2 SO Wy
ZFELGIE, WA B RNOO BT IFE MO 2 T 28T, WHEE O FHAAS /T HE
THHEBZ Tz, 2O LRI IS EREE FH A R A 7.

Electrode

Camera

Thermal radiation intensity

Weld bead surface
Arc light A N
Arc plasma
wé);ing Jrecﬁon = Weld pool Distance, mm

Fig. 4 Schematic illustration of heat radiation received by camera sensor.

2.6 EEEERLONCIREFHIZME

Table 2 (Fffl Ni & oL — PR OREFH RIS CTh 5. IBEFHANCIE, Fig. 2 ()R
TUAT LEEHI L. FFONDIRE /3 O EMES ZREE T D720 124 Ni 2 L7z, R 71k
1% Fig. 3 ()OO B EBIZRELT-. IWHHRE 0.4 m/min, L—WH 1 25kW OV Y AN 4 — W ATH
B CELIEmE L L. REFHNCE I L7 R 1%, 710, 975 nm &L, 710 nm (}1H
ME:10 nm), 975 nm CHAEIHE: 56 nm) D/ R RZRT V2 —Zff LT,

Table 3, 4 %, %7 4V Z—RINDNR LA~ 52 D B A L7256 O EFH ST
H5. M EHZIE Table 1 (2779 SUS310S-(1)% V7=, IR EFHANZIX Fig. 2 (b2~ d 2 &2
Y= A7, (YD NT Y —HAZEME LT, B EFEmEL. RHEEE 0.4 m/min,
V=) 1.6 kW DTV ANT 4 —HADBIBEH G LT, NUR/RZAT 42 —121 650,
673, 700, 800, 810, 925 nm 0> 6 FRIEAfH F L 7=,

Table 5 1%, AREBACLVFHNESAVDIRE 5346 O 2 4 MERRGGEIAE F L7 IR FH SR T 5.
LA EHZIX SUS310S-(2)%& e, IREFHANZ X~ T — AT AR L, R
13 Fig. 3 DOEEBIEL L. WHEEE 0.2, 1.0, 1.5, 2.0 m/min DENZENTEBIAEELRD
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8k A EHSHR RO~
IO — D ZFRFE U7, IR IE 650,800 nm D/ RSAT g2 — %L, AREER
IZR W Tt O % b2 fl L2 BT 980 nm DN R/RZAT7 L& —Z W, IHEHIC
*LTC 980 nm DI KAATHL—FIRIAZM L7z, S I IV N1 E B O
AR EARAFL, S — &I

Table 6 (21X 7 — 27 EEH O FH G2~ 3. fEEA BHZIE SUS310S-(3)%& v iz, 1
FHANZIZ~ AT B =B AZ AL, 7 — 27 O EL IR L TR AZ1TO 72D 3R A
RKENHEH L7, IR FHAALE X

BILTURIANRT —LHRERIELE.

ARt D% imE LTz,
Fig. 2 {OR LTI E G A7 2B KON Bl OB EEFHHCff FH L7265/ 1%, Fig. 5 1R T 4%
HEETRIC KR IESN TR T AT 50 T2 HWT, BiREORERERZTEL, Fh i i

BHEORE R L.

Table 2 Temperature measurement of pure Ni using measurement system shown Fig. 2 (a).

(a) Welding conditions.

(b) Observation conditions.

Wavelength of Fiber laser, nm 1070 Measurement position Backside
Laser power, kW 25 N . 710 975
: : Band-pass filter (FWHM: 10nm) | (FWHM: 56nm)
Welding speed, m/min 0.4
L Cdi " 05 Flame rate, fps 200
aser spot diameter, mm . - -
sh P : ati ul at Resolution, pixel 800 % 600
ape of penetration W~ penetration Magnification 2.2%(0.01mm/pixel)
Laser irradiation angle, deg. 30
o . Topside 50
Shielding gas(Ar), I/min -
Backside 50

(a) Welding conditions.

Table 3 Temperature measurement of effect of difference of wavelength using two-sensor camera.

(b) Observation conditions.

Wavelength of Fiber laser, nm 1070 Measurement position Backside
Laser power, kW 1.6 Band-pass filter, nm 673 (11, 87)
Welding speed, m/min 0.4 (FWHM, nm and 810 (10, 50)
Transmissivity, %) 925 (34, 65)
Laser spot diameter, mm 0.5 )
- - Flame rate, fps 90
Shape of penetration Full penetration - -
L irradiati e d 0 Resolution, pixel 640x480
aser radiation ang’e, 769. Magnification, pm/pixel 9.24
Topside 50
Shielding gas(Ar), I/min
Backside 50
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Table 4 Temperature measurement of effect of difference of wavelength using multi-sensor camera.

(a) Welding conditions. (b) Observation conditions.
Wavelength of fiber laser, nm 1070 Measurement position Backside
Welding speed, m/min 04
9 sp Band-pass filter, nm 650 (13, 85)
Laser power, kW 1.6 (FWHM, nm and 700 (13, 80)
Laser spot diameter, mm 0.5 Transmissivity, %) 800 (12, 90)
Shape of penetration Full penetration Frame rate, fps 50
Laser irradiation angle, deg. 30 Resolution, pixel 640 X 480
Topside 50 . . :
Shielding gas (Ar), l/min P - Magnification, pm/pixel 5.00
Backside 50

Table 5 Validity of temperature measurement by multi-sensor camera.

(a) Welding conditions. (b) Observation conditions.
Wavelength of fiber laser, nm 1070 Measurement position Topside
Welding speed, m/min 02 | 10| 15 | 20 Welding speed, m/min 0.2 1.0 15 |20
Laser power, kW 16 185 | 225 | 25 Laser power, kW 1.6 1.85 225 |25
L Cdi " 04 650 (13, 85)
aser spot diameter, nm E Band-pass filter, nm
. . (FWHM, nm and Transmissivity, %) 980 (50, <50)
Shape of penetration Full penetration 800 (12, 90)
Laser irradiation angle, deg. 30 Frame rate, fps 50
Shielding gas (Ar), Topside 50 Resolution, pixel 640 % 480
1/min Backside 15 Magnification, pm/pixel 12.7 [ 6.51

Table 6 Application two-color thermometer to temperature measurement during arc welding.

(a) Welding conditions. (b) Observation conditions.

Arc current, A 150 Measurement position Topside
Arc voltage, V 9~10 650 (13, 85)
Arc lenath P Band-pass filter, nm R

rc length, mm (FWHM, nm and Transmissivity, %)

Welding speed, mm/s 3.0 800 (12, 90)
Electrode diameter, mm 3.2 Frame rate, fps 50
Shielding gas(Ar), I/min 20 Resolution, pixel 640 <480
Electrode extension, mm 12 Magnification, um/pixel 13.00

Fig. 5 Tungsten-ribbon lamp calibrated by standard illuminant.
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3.  ZTWRITiBEE SR DA LIRAE
3.1 NI Z AL — Y R IR B A

2 BOEMBEC T A WAZICEIMRE SN EigRZ G AL, “RITIREE S A g~ ) L7k
% Fig. 6 (7. I EE IS H L7 & R 1E 710, 975 nm D/ R/SAT V2 —%3E 1L T
BHN TS, BRI, B CEEAEZ R CWD. SRR DR E S 47z kot
TR 53 461%, 800~1800 °C OHIPH TH SN TS, G AEIE 5 L O RSt o Ai i Eo
RHEE — R0 Line 1 TRIIRE DA% Fig. 7 123, KHFIZIE, Hl Ni ORI EEHR TR
TS, Bl 0 mm (ZEE S 273925, B OREAH Ni OffRsiZiEF—HLTHD
ZEWRDND. ZORERND, WHEHNODO B 2 — LA T Yy F— SIL, A RHIE R O
INURINAT A — i@ L T — 02 SV lig a2 T, AR B FHRNE IS E D
IR OEAG A AT RE ThHI LN RIS,
|

Superimposed image 2D temperature distribution

Liquid- Solld interface

Weld pool

- i

D Yy ITReTe—T
Welding direction 1800

Temperature, °C 800

Fig. 6 Superimposed image and 2D temperature distribution on pure Ni.

Material: Pure Ni

1800 © :Linet
.
1600 | “mentommn o,
1% _ %
o (IS T
5 1400 | /
© I
o Melting point of
g. 1200 | pure Ni: 1453 °C
o
1000
800 ‘ Liquid « i ->Sf7/id ‘
-1 -0.5 0 0.5 1

Distance from L/S interface, mm

Fig. 7 Temperature distribution on line 1 shown in Fig. 5 on pure Ni.
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3.2 RANRFEMBEEICIDEERR DY

ZITUE, SO E A TS MEAELE 2 IO CRFHINC ZV GO N DIREZ M FEL7Z. Fig. 8 (a)
I, NI RRBR AT BT BVE ST O W AR R EL T D. Fig. 8 (a)DALEE T LEL TE
JE K EANAEE | - J B L 7. Bl o ) & AR EHT IR D EHg X R S
ALBY, DAV IR CIRE 53 A7 G HP IRk Cor 9 BV o o0 & BVEE Sk O i & A& P
L7z,

1 JE R AN BN P D BV ek B & A B EE FHINC K0S B D IRE O BFR %A Fig. 8 (b)
IR ARIREE S22 5 L B DO BRS8NSR D728, AR EE G C I 1E 7R B
FHAIZS T 72528735, 1000 °C LA T OIREEFHAITAT > TUviau. £z, 1450 °C LAKETldmd
Ni OftRAZBZHZEND, R PEMLL 72D E R TE otz 20728, KT
1% 1000~ 1450 °C OFEFHOFE R ZRL TS, KEY, BVERHREE L AR I L0155
NIZIRER I L TN DD,

Measurement area

3

Thermocouple

(a) Measurement area on thermocouple.
1600

—
>
o
=}
Q

Temperature by
two-color thermometer, °C

— —
o N
o o
o o

\
©
\

800 Z . I N | . I .
800 1000 1200 1400 1600
Temperature by thermocouple, °C

(b) Relationship between thermocouple and two-color thermometry.

Fig. 8 Validation of temperature obtained by two-color thermometry
using high frequency induction heating device.
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33 MFETANF—BRICIDEELSADELOE

ZHETITHE Ni 2 W C AR EFHI IO NDIRE A Ni Ol i/ b ONEVE X
DIRE L L, AFHATEICIVEONDIEE DR YA R LT, 22Tl R N
BOWTHEAShAEHIE RICERL, FHINCER T2 2 ROEBLIOASURRRTVZ—0
BIUIZONWTEET .

2 B —H AT T 673/810, 673/925, 810/925 nm DZ LD FHAIKE EOM AL
DFLNT-A GRS IO D 2 IRoTIRE S MBS 4 Fig. 9 12, v~V F =T AT7% AT
650/700, 700/800, 650/800 nm DZIEIUZLVGHITE RHIG L% D IR TR 53 46 i %
Fig. 10 (27”7, 7233 Fig. 9, 10 (X R CIRBESRIFICEVBASSI TV, KT, Bk 2 iR C
RLTWD. RO H ) #iFAZ 1000~1800°C LT, A EKEIED R ITiRE Sy fiz tH 11LT-.
KW O Line 1 DIRFE /34 % Fig. 11 (ZEEDHTRT . Fig. 11 (a), (b), (c)ix 2 BV —HATIZ
IhFHhTz 673/810, 673/925, 810/925 nm DFAAE, (d), (e), (DIT~/LF L H—HATIZLD
351072 650/700, 700/800, 650/800 nm DFLAHIZI31F D Line | DIRFEDA THD. XX, EE
DAADIZHDENEHE EOMETIZIVELL TS, ZOREDIZL LN AL 2
W EOFHE R AOMSGE Fig. 12 17, )EY, FHAE R ZEPKERDICONTREDIZS
ODENOLTNDILR DD, Lo T, FHU R AZZRETHILTRELIZITSESED D7
WIRFE A & U3 T& 5.

TR FHANE OB b, FHINCAE TS 2 RIS R IR b0 A, Fig.
12 \RUTZIREE S HI O #E R, IS EHANE BA RESTRETHHERMR LIz, Ui, FHlliC
L7z —OReME GREE, B, K7 42— D@, HEEABERL TWHEE LS
5. Fig. 13 ICAFHAITCREA Lz tr — DR E LR R E A 7 1L 2 — O g, FidE
ZINBEL TR, FHAER 72 50 nm (650/700 nm) DA TIE, B —EEIB LUV R/
TANE—DFEBENEL, PEESPNZ DD, TN G R T O R i & B R
RAHZENTETNDHDEBZLND. LD 5, FERNICE W TUIRBIRESMAIZIEL S0
2. ZhiL, 2RO IR EICBIT DR Bt — i koiisksh, 2o EEIRICE
JEBEMINDZEMBRL TWDEZ 2 LS. B —2 L TWA72D JIE X R0 50 ikt
HWITT S us 7 —2LLTTIERL, TUXNVT —ZELCiigkEhd (RFHINCHV =By
Y —1% 8bit PEFHCTHD) . DT, 2 IR O F 5 HAZ K0 R H S D iR
WICUX, 7her -7 OV ERREOREBALIRE DR B L RZ T LM TED. Lo T, FHAI
B R ZEDV/INEVY 650/700 nm DIGEITIE, ENENOFHIEEIZB TS tE 731258528
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L CEDLRMETHSTN, WS TREDZEZAREIZEDZ DI LN TERWZD, IR EEFHIR R
ooV ehDeEZBND. ZL T, FHIE R 2D b KEV 673/925 nm TlE, HEHAIK RIS
BN THGS TR 225 IR ICHE R D EN TETZEN, IREN M DXL X ERO I L LITE
NolzbZEZHND. LnLARND, 925nm D/ R/RAT ()L Z— T — K MRV ORI, 7>
O EIE AN DITIREE FHANIZ A LN EB LN TWD. LnL, B —EEDKS
AR RO 28 CIRE FHINC L B BUR TR 215 TV D S A 528 TE L. Ko T, AFHI
FEICB W CEMRIREFHAZ 3 5720121, —aBGHREFHAREICK 3508, Bt —0
SRRV L= U iR E DA Z GO NDFHINE R OB A A2 B ETHXETHLEERD. TD
BRIC B P — DRI DMEL AR DI G A ITIE, NURRRT gV E— D B B R A iR+
HIETHIGT HIEMFRETHY, LT LB EHEIED T V& —ZRINT DL E TN EE 2
LD THAI.

Superimposed image

2D temperature distribution

Liquid-solid interface

Line 1

Combination of measurement wavelength
673 & 925 nm 673 & 810 nm

810 & 925 nm

- ' I .
Welding direction 1800 Temperature, ’C 1000
Fig. 9 Superimposed images and 2D temperature distribution images

by two-sensor camera at each wavelength combination.
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Fig. 10 Superimposed image and 2D temperature distribution images
by multi-sensor camera at each difference of measurement wavelength.
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Fig. 11 Temperature distribution on line 1 with each combination on SUS310S.
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Fig. 12 Effect of difference value of measurement wavelength on temperature distribution.
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Fig. 13 Relative response of sensor and transmissivity and FWHM of band-pass filter at each filter.
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Welding speed, m/min

In-situ image 2D temperature distribution

— |
Welding direction 1800 Temperature, 'C 1000

Fig. 14 Visualization and 2D temperature distribution images at each welding speed
by multi-sensor camera.
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Fig. 15 Thermal history from liquid-solid interface at each welding speed .
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Fig. 16 Relationship between welding speed and cooling rate.
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Fig. 19 Relationship between cooling rate and secondary dendrite arm spacing on SUS310S.
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1 IZ7”9. Fig. 21 ()37 — 2B IOV B OB %25 AT B BREE 72 NS T — 7 6D D
ST, (DI — 7 DG A2 IR L= &2 Z i E iR L T4, Fig. 21 (b)&D,
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FILTB. F2KH O Line 1 1%, Fig. 20 (Z7RL7z Line 1 L[N E THDHDY, ZOIREBEL Fig.
22 (OWZ/RT. HOREHEID 0 s IZFEIR A 2R L T0D. FFUTIE, FVEEEEE CEEXHIC
VIFONIRE B RL TS, XD, B EOEEE, —aREREFIicIvEonT
T2 N EEXHI LSO 7SR EESHIC SUS310S DM Ol s L IZIE — B L T\ D2 e
WbHD. E6IZ, Line 1 EOREBRELBEZIVELNDIREBEGIZIE L T2, Fig.
22 (b)® Line 1 O FEEFELY, SUS310S DOFS25 1200 °C [ Tl B R I A BT LU 7= 55

DEHIEEE LK 426 °C/s ThH-7-.

Raw image Radiation intensity of Temperature conversion image
including arc light arc light reflection without arc light
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Fig. 20 Superimposed images around weld pool backward during arc welding.

116



ek A ZORREHR R OB EA~OE N

3.4 128V T SUS310S ZHWTHRLNTZT v RIA kT — AR S HEE OB E S5
\Z, Fig. 22 (b)D7 — 7 ¥4 O FHKE R D 2 Y MEZMRGET 572D, T — R K i o
FREABIR LT, ZOF% Fig. 23 1R T, MBIRORR, 7 RIA ZRT — LMK 7.1
um CThotz. I T, FERIENT- Line 1 EOWAEIEE A ILIZ Fig. 19 (R THAKELT VKT
AP ZRT —LBROBBRALY, TURIAN R T —LRIREFELIZEZA, 7.59 um &0, 7
— VPO line 1 EOWERENGHELTZT U RIAN IR T — AMRERRLIZT > FIAh
TT = LHRAIL—BLTRY, 7T/ EEPICB W THE IR LB A 2Lk, 6
JECHHRFE FHRNEIC X0 Z R ST E FHU S FTRE T D 2 EAVRIB ST
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(a) Radiation intensity including arc light and only arc light.
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(b) Effect of arc light and reflection of arc light on weld bead surface.

Fig. 21 Radiation intensity on line 1 shown in Fig. 20.
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Welding direction

TR
1600 Temperature, ¢ 800

(a) 2D temperature distribution calculated from right image shown in Fig. 21.

1200 Melting point of | © : Line 1
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1400 ‘ ‘ ‘
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©
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g 1200
(0]
- i
1100 [
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Time, s

(b) Temperature distribution on line 1.

Fig. 22 Temperature around weld pool backward during arc welding.
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Fig. 23 Microstructure on weld bead surface during arc welding.
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4. fEE
EREE T AN AT AN ZEBGHRERHNC LY, VPR L 0T — 28 H#ICBIT 5
VAR 1% 96 D YR TR BE /3 A 2 B U7z, il Ni I KD IREE /3 A OFRGE, BHIIE ROMEE, &
HERENOHELNDIRE DA OV AL, LRI, RFZRICBWTELNZ M R ZF T .

1) 2HBOEEEET A I ATZFTHL NI DL — Y Eas th oo i b i 5 O 18 B 43 A A Bis L
7= ATRRAL BN 53] B U 7= SR A O IR X, il Ni Ol 1453 °C E—E L Tu-.

2)  HlNi ZHWCE R E ML E IZXY, SR E G S IR E L EVE T O IR E
Z LG 77, 1000~1450 °C O#PH T L7223, WiREIX B —E L=,

3) COABGHREFHIICE W TELNAIRE S M OIRXLSXZ, il EOMAETIZEIVEl
T5. AWFFETIE, fHEEZTEL GRIRT 5812 RT, fHllEE =2 KE<T52
CTIRESAMDIES &I/ NEL o7,

4y  TOJGHEEFHTTITE L 2 W EAERTAOMLENHLN, BEFHIICE AT
RoASZAT gV E—1%, B —OMRE (B, Bit 5L 2B RITRLT, LU

fENE, BB IERTHHLEE T2,

5)  WHERE LT URIAN IR T —AMBROBMRNS, B — R R OIS E &R TOT
VRIAR TR T — AL, RICEEEEE — R RO @ HGEE D-1/3 Tl HB4 D570
D, AR EE SN XSS D IR 45 A D 2 G M AR STz,

6) EHSHEEFHANZ LD T — 7 o " RGTIREE S A O RS i T REERHINE, 7
— I HBIOT = DH N EBRETDHIETIT o7, SO TIRE DA, BB
BONIREIREL IS —E LTz, FmEARE LT U RIA IR T — LR L — e
THRONEEE GRS IS =B L TWeZ e lnbh, Z AR EFHIICEY Y — 7%
PO IEMEZR LGN TRE THHZ LN DT .
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fH6& B B LR ZC Trans-Varestraint 3RERVE O E BB ST

1. #&
A= AT FAPRAT L APO U T ITEHEE I AT DRE SIS M L 225. 2o T
b, BEE R OA — AT F A MR TREE 557884 — AT FTARRAT L 24 SUS3108S (11%E

FBIURZES E S, THETICE<@E RS TS 21 BEEEILE, BEFERIC B

TARMA TE R DAL LT ARBLS B S, & OEERERBIZ A U A% E G O3 A0 03 MER 35

ZETHRATDH. ZIVETOWREND, EEEEINLN P, S DRBLZIMIZITHIE, Fob —FEHED

BT B B S I Z B WO TR R P 2 M o TRE L7EARIR R O S A5 T O IR BRI o

HBEZZTHIEREDW|ESN TS, EOEEFINEZEOF AN FEEL T, fEkED, B

FRIDOVEBEEINGABRSC Varestraint #X5#, Fish-born #8#, Holdcroft iR ME STV

(1w ). FalTlE, 2o58l8kE U S B2 Y- 205815 U B EiRE

AERRE DI ESI TS 1. L OMFZEHRE RO T, VA R AR o il i

THILETRETI NI AL TELLV ST IR MESNTEY G 1| BEW), BEC B

BAEMA LT DI EDZOMEIEBRO LN TS, LL, FlU-iBR B, B R

BIEABR LISME, ANVRT U EE OG- FIE THY, BEOEHE T OBL L3RS, 22T,

Trans-Varestraint #5R |25 U T B4 ) L7 14550 Trans-Varestraint sRBR 2 BRESL, A

NI A TIG I JV A8 R ITTE AR S VAR S R B PEIC B 2 D BRI DN T

AT 52 L% BRVEL TR 21T o To i RICOWTRET .

Trans-Varestraint R~V A Y520 H 52818, BMIEESR MRS 1205, E
P OB ANIZ T DB O X, TERB IO AIEREZ FE TE572L, ZHETIC
WEFREPOBNEZ N MEh 225, RIETIX, SUS310S % H W\ T ke
Trans-Varestraint s5R% i L7, IEHHEICIE, A Y EREET BT D HERT 58 E O TIG
WD ONTHRY NI A TIG WEHEZ V2. VAV kG258 % Trans-Varestraint 3RS~ [FIHIL
72%%, MR Trans-Varestraint 3% F2hEL, vARLHLE IR AE LT BEE B 2 BlE3 L T2,
SOITIEM LA Trans-Varestraint 5RER 2SHENZ ST 35A, ZAVETO RN R L0 BIE |2 BB A
FF-n5ThA ). ZZT, ERPHLHNLITWDAVIT U IRBEZ LD Trans-Varestraint 3057 &1
LR LT,

[l
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2. BRI IOERFE
2.1 HEERMBHBSLORBA R

BMICITB A — AT T ANRAT LA THSH SUS310S %, IV A¥IZiE JIS 723321
YS310S (¢ 1.2 mm) ZZNEIUEM LT, £O(LEEAA Table 2.1 (R, 4G50 Trans-
Varestraint 78R i U723k /% Fig. 2.1 (R 7. M2t 3 2720, 3B A I2IXB e T
ZhE 7=, Bk J571E1L, Trans-Varestraint sBRIZIE S0, IEEEE TEREO OT BB fif D BRITIE
il 2 i 23R A R & 5 012, BRSEIZEER A R &Y 9 mm BTG ETINLL TW5. BRSETE
PiE, UBHSELLTHY, 1 SRABEECXABEL L.

Table 2.1 Chemical compositions of base material and filler wire (mass%).

Material C Si Mn P S Ni Cr Mo Cu Fe
SUS310S 0.05 0.68 1.04 0.020 | <0.001| 19.63 | 25.13 - - Bal.
YS310S 0.05 0.48 1.59 0.022 | 0.001 | 21.12 | 26.18 0.08 0.10 Bal.

i 110
O 40"
9 \ / ™~ /
e/ | | A-A
0
S_) N
< || - | — &
3
:f [mm]

Fig. 2.1 Schematic illustration for trans-varestraint test.
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2.2 FEHHEHEE Trans-Varestraint 38R 5 15

TAM AR 20 Trans-Varestraint 7SR &4 Fig. 2.2 (27897 Fig. 2.2 (IR, (b)IXEEO
R O GETHD. M HHAA Trans-Varestraint FRERIEE L, TIG A AT L, 9—7
BLORCT 427 7 a7 IC X0 END GEE TIEVAVIERLARWD U AP R ia 28 1372
V). Fig. 2.2 OICHBNDEINC, TOREIMLENZRBR A1, BN T 7 Tay s
DHFJL72D I Wi a2 R /V N THEESND. WL, Rl b3 s f o Ju 2 5z
THERBFICEENMEILL, HOMEELZL DR T 7Ty V% Rl — N T 1528 T,
EHER LB, REINR 0T AEATL, MREINARAESED. BRETICARMINEO
TN, ANR— BERUT 47 T ay s EE ORISR EDD, REBRTHERLE
ReF 7Ty DR ERLEOT T — DI K FHIIES N AR R O RER P Ric ks
DT BEIZ DU TIE Table 2.2 IR 8D THD.

TAHEIE Fig. 2.2 (OITEELTWAIDIT, HIZ ISR FIREL /2> ThY, WH O TIG E# T
(1) TRLEBELA TR, RYRIAY TIG 642 Tl(i ) CORULIE TR M~ EL T 72
Trans-Varestraint #A5R CILIEAME D ISR A LZEINEBIR T 5720, il ~Lkitshby
AYDEREDULIELRD. TAYDRE, TIG I TIXVA Y IEGLEE OW LR E, Ay AY
TIG V2 TIEVA Y B AE AWV A Y ERNIC LA O L LT, ZOFEMICEL TIBL T LS5 TH
%. Trans-Varestraint AR CTIX, IREEHE T O E 7 — 7N FIZFFECT— 2 3% T35, AHF
%% Cffi F L7 Trans-Varestraint 3R IC W T, MIEEE T A IAT CTHERLIZEZAT DT
KT 0.005 s THoT. IWHHERE 2 Trans-Varestraint 5RER TIX T A v 5 B 2 SRS E L L
THHIMZADZETUA Y OEMREFHELL TRY, A Y OEBIET — 7 Wil E RS 1L 5K

IR ESNTND., LNLRRD, TAVERGE (ED D E T TN b2, Wil
MPOETAYEBRET D120 Z D ORMEZLELE TS, BEEL T A I ATICLDE, VAT
EETORRITH 0.22 s TdHh-o7. Trans-Varestraint R CIIBRH2 O T HE AR THILET
FINERAESEDD, TAVREICITHOREBALETHS. TIG IEHEOHEITIE, 7475
BT AT D DEFRSNDZEND, WEM B S OB N A ~OEBII VRN EE 2 BND
72, ZOBREICHMEETINWEREICIVRELRLT. —FH T, UAYE2%GTNLER
THHRYNTAY TIG EHECTIETAVIREDOBRIEN, Rl ZIHEOEIN R AT BLE 5258
BERONDTID, T—7HINEFRHIT A Y R 2AF 1L T 208, VAV EBERZ R LT HIET, U
A Y Z IR DIRB S, BRETHZEELT.
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TIG torch  Wire feeding device

.....
Sale

Specimen S

Bending block

(a) Schematic illustration of trans-varestraint test.

i

Wire feedin torch
: 3 |
:

(b) Actual image of experiment.

Fig. 2.2 Wire feeding type trans-varestraint test.

Table 2.2 Loading conditions of trans-varestraint test for 5(t) mm.

Specimen thickness, mm 5
Radius of bending block, mm | 400 | 200 | 125 | 70
Augmented strain, % 08|19 | 28|43
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2.3 WBEELME

Trans-Varestraint 35RO VAH2 5514 Table 2.3 (27873, Table 2.3 (a)ld TIG &8, (b)ixAvh
TAY TIG I8 ThD. TNENDORMICTBIT DT A Y LM IRIES Fig. 2.3 I EL TR
LTWA. Fig. 2.3 (QIZRT 81T, TIG B CIIE#E S mpi bV AYZisfa Lz, Ay huAv
TIG ##H2TIE, IR T I, TVAVIEH% G LIV~ E =G L. MRMEIZB T2V /v ik
KON L, WRBEST A SEEL U CEME T A RUR L A LR T 114 7 & TEE L.

Table 2.3 Welding conditions of trans-varestraint test.

(a) GTAW conditions. (b) Hot-wire GTAW conditions.

Welding speed, m/min 0.1 Welding speed, m/min 0.5
Arc current, A 130 Arc current, A 250

Arc length, mm 25 Arc length, mm 3

Wire feeding speed, m/min 0.76 Wire feeding speed, m/min 3.8
Wire feeding position, mm -2 Wire feeding position, mm +3
Wire feeding angle, deg. 45 Wire feeding angle, deg. 45
Shielding gas(Ar), I/min 20 Power supply distance, mm 57
Wire current, A 97
Pulse of wire current, Hz 100

Duty, % 30

Shielding gas(Ar), I/min 20

e\d\“gc,i\o“

\Ny

~Welding dir
Wire feeding position Wire feeding position "9 direction

(a) GTAW situation. (b) Hot-wire GTAW situation.

Fig. 2.3 Schematic illustration of wire feeding situations.
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24 FHEGIE

Trans-Varestraint R Tl, EEEE T L ARSI DS O B A TR/ EI B AT T 5720,
VRl R 0 R BN 28 36 £ 95, Trans-Varestraint 3B TREAT S TOD IS 125
I E, IR N EAAZFE T DISAY, 22T SUS310S (Z3WCRIEE 22 2 5E [E il 2 B
LT

Trans-Varestraint A58 % 1%, 7@ 5 2L L7 BEE B A A A 805 1 BRI S (SEM) 12 &
DB LTz, BLERE R0, BEEFINOE, R REIROCICREINESLRE L. @5 T,
Z DBEEFEENIND e K T SHHYEBET O L R % F VO CREE Mt iR f83 (BTR) &2 Hi 9752
&TC, BEEFINRSZ VAR T 2%, AR TIIEM A3 Trans-Varestraint 3R J7 15D SLA#E R
BREHZEE EDHIED D, OFTHEEEINE, FINESOBRO S5 W TRER T IEOZ Y A i
AELTZ. 7236, AT 5 SUS310S ¥ 24 & ORI I, MKMFERRIZ LR, &
AV ERR=AML Rt~ 7 22T 2R E W CHEEBShE L EL72#, 10%> =27
FRKVAIRIC L M R LTz,
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3.  BHH4X Trans-Varestraint 3RER#E R
3.1 RWERDOBEE NS AA

SUS310S @ TIG BRI L TR 43 28 Trans- Varestraint AR 21T > 72 % B4 Fig. 2.4 1T
T HMIE, BHOTHMEICBNTHRLNIZ 0T At OFER A O BRI OvE e — R
AL R TS, BTV AV IERGICRVBR AL TWDDS, B T LRIRFICT A Y 23
BN RELBREL TNDT®, TEHICT A YT A D720,

Trans-Varestraint 55k # OV BEES T I OB E L C, AR M 2.8 % T O848 M
5 H% Fig. 2.5 (2R, KT, SRR E 2R CRL T\, UAY &R LY B SeiasE
SITVDD, REENRIEBET R EOBSP M REE—FETHLIENDDD. 2D, s
BRICAMSNDOT BN, TERDANVIT AEHEIZLD Trans-Varestraint 7R & 7] U (2 # 2
& JR S A~AT SN TODEHER TES.

Fig. 2.4 (TR LT OT BARTE ORISR A LRI A B LTk R % Fig. 2.6 1T
Fig. 2.6 (a), (b), (c), (ADENZIUTOT AE 0.8, 1.9, 2.8, 4.3 %DFERTHS. K2, OF
F BT [EL R O VA Bl AR C, BEE BN AN E A R THINE FLEBITRL TV,
FOREE BN DR R 2 ERICRAEL TODIERNDNY, F-ZOBITOT RENEL L DIFE
BIL TV, £, OFTAETLOBRRBIRIL, 2N ENTEOENTWDR, EOVT HEIC
BWTHEEA MR EZRLTWA. 728, Fig. 2.4, 2.6 [ZBWT, KRN ERIZ 7L —ZE A
FALTWDIENDNLN, AL TIEFHHl RN BT DT iam L7\ .

Augmented strain, %

~

Welding direction

Fig. 2.4 Appearance of weld bead after trans-varestraint test.
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Augmented strain

Fig. 2.5 Cross-section of weld bead after Trans-varestraint test under augmented strain 2.8 %.

Augmented Strain: 1.9 %

L
kS
3
£
o

>
£

s
=

Welding direction

(a) Augmented strain: 0.8 %. (b) Augmented strain: 1.9 %.

Augmented strain: 439

Welding direction
Welding direction

(c) Augmented strain: 2.8 %. (d) Augmented strain: 4.3 %.

Fig. 2.6 SEM images around weld pool backward after trans-varestraint test.
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Fig. 2.7 Solidification cracking distributions at each strain.
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25 12 0.8
A A £ O
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Augmented strain, % Augmented strain, % Augmented strain, %
(a) Number of cracks. (b) Total crack length. (c) Maximum crack length.

Fig. 2.8 Relationship between augmented strain and number and length of solidification crack.

3.3 Trans-Varestraint 3RERE 0D Lk

TIVETICEIRBE AR L A 45 30 Trans-Varestraint 3ABRZ ML 7=, ZOfs RIT, 1763k
ERERIZ, OFTAEOBEMELHICE BB B LOEORIDHEIML TN=ZEND, fEHKEMH
FRICES P 453X Trans-Varestraint X8R IZ I EEE BV ME DTN ATRE T D ZEDVRIRS L
7o, L LIRis D, SRIREEH OBEE FIFVRSZ M S0 15 D ANV T ARPEC X DB Bl Uk sz M1
KT DIRRICONWTUI R THD. T, AVITUIEHEZEY Trans-Varestraint 354 S Ji L,
AR L7271 146 20 Trans-Varestraint 505k & bE#Z L 7=,

M AR N Trans-Varestraint sBR (C W EISBESRMFIC X T OB LIRS B LT —7
BT 130 A, IREEEE 0.1 m/min, 7—25 2 mm O TAVIT U EEHEL, Trans-Varestraint 7%
BREAT o745 % Fig. 2.9 2R T. Fig. 2.9 (I AR O A 2.8 % CTHROIVZ IR &30 Ok
EE BRI THY, IR S 2 Mo <, Rt 0 5 A LT BeE B 2 RE1C
TG LEBHITRLTWA. Fig. 2.9 (bITIE, Rl E D OREEFIN o a R L T %, Fig. 2.9 (b))
5, Fig. 2.6, 2.7 \S/RUIZIEM BERA 20 Trans-Varestraint 3B S AL C, BRI EIU 2 A Al R
PRADIEAEL TS, ZOEEFEEI NS 25, BEEEFINREIIE 7.65 mm, i REEEFINESIE
0.59 mm THY, EM G Trans-Varestraint FUBRAE R EHEVKERVFERTHD. 2O,
VESH 645 5X Trans-Varestraint 3R IZ XD, I A MAG 32 EERO BT I51T HIE P4 B 0O e [ %
MBS EZ T CETWDEB DI, 5%k & REEHEM B OB EE VK Z A 335 D12
AHTHHEZEZ LS.
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(a) SEM image around weld pool backward. (b) Solidification cracking distribution.

Fig. 2.9 Result of trans-varestraint test by arc welding on weld bead.

4. EFYMIA¥ TIG BWE~DOHEH

Ry NI AY TIG IR 2 A 43 2 Trans-Varestraint 35k (21 F L AR O 246 2.8 % THFH
NIV BRI AMELA Fig. 2.10 (R T . B ETO TIG B LTV A Y DB E T IEN R DM, Af
1% i FLE T Trans-Varestraint iR 2N TETWBIEN DI,

Fig. 2.10 \Z/R T 1A 8645 X Trans-Varestraint U5 % OV EEEWIE % Fig. 2.11 1R 7. KIZ
I, WEEEER E R R R AR CRL TV, Ry bV AY TIG WEICKVB A RS T D
23, Fig. 2.5 \RUTZAE R EFIBRIC, RENRKEHEH R E OSSN RMRE LT —ERTHY,
PERD ANV IF 8D Trans-Varestraint fBR & [FERIC O T AR ARSALTNDEE ZHND.

Fig. 2.10 [Z/RULIZ OV A 4 O VR E D2 3 AR LT R [E El A2 SEM ICKDBIEE L4
R%& Fig. 2.12 127”77 Fig. 2.12 (a)l%, ARl (23 A LT BINBLEZERF O SEM E{§: ThD.
(1L, ERLBE R AR TR L, IR US> TR AL BEBEFINZFE 5L EBITRL TN,
Fig. 2.12 (a)RY, EEHIZIR N FERCR THY, OF AR ST ISR U TEATICR A LB FE R N
MDHHAD. Fig. 2.12 (bIZiX, KEEEFII O R SAVERSE DO BEREE EH IR U g B #
I3z R L TG, XKD, TR R T D B D FYRBEE R T o CRIRIIC R E 2R EEE HIL
DRAELTCODZENDID. e KEEEEIUZL, Fig. 2.12 IIRLUZEEEINE S 19 THho7-.
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Welding direction

Fig. 2.10 Appearance of weld bead after trans-varestraint test by hot-wire GTA welding.

Augmented strain: 2.8 %

®: Welding d

Fig. 2.11 Cross-section of weld bead by hot-wire GTAW

after Trans-varestraint test under augmented strain 2.8 %.
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(a) SEM image around weld pool backward.

Solidification crack number

Augmented strain: 2.8 %

_7]: Solidification crack length

ww ‘A1epunoq uoisny wouy aoue)siq

(b) Solidification cracking distribution.

Fig. 2.12 Result of trans-varestraint test by hot-wire GTA welding under augmented strain 2.8 %.
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AW, IR R LA ERAM BHE S T IERICIR W TERM LA E DR 2 £ L8
ZbDTHY, RUFIEDOZEITRE IR LA TTRSEDICHTY, MIABOIRTIRELTY =%
WAV ELT IR B RS BRI ZHRICIR IR o8t A R T LB IESHEILH L LI £

AW TR BAT T HITHTY, MRIRE B LFILS, ZHEROWITE 2BV IR R K

A TTEHERAR, PRI KRB (BUE, RIRKZEHEAFHANITERT HEEER) IS LD B
KILEBIS, AL THRLRLTEE, TRIZIHY ELIZILE KT & IR, £
RICEER, AR — LB EEL A L B ET.

Fo, AW ZITTHICHIZY, ZL<OEBREG RO PICEBRER LR ML TTHOL KRS
HEHT7rb=r2 ZHEER, AERRFR AR KBRSt e7 7 F/E) IS0 &Y
OB ZRLET. SHIT, WHFEEE THEA LR A0 B O RZBEEEOERIT, IR
RFEDBD DT I TITONIbDTHY, ZLOMEDIT 2 I HTHEELT. KR, MK
KA Fe 2 BT 5 L CERARTEHMETH 2 THEEL LD IVEH OFE LR LET.

KWFFEE DT, FRICAFZEMNZE, i e L TEE LB IO FRIC IR A T2 A
R AL L ET.

KRS, IKBRFTOMIERSRIIINETEZLDOERR LIRS, MU/ EZ A THEWZH
B, i, BRICREA TR ELET.



