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A Study on the Flux Cored Arc Welding of AISI 4130 Steel Body
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Table 1. Test results for flux cored wire
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Table 2. Final welding conditions of the welded body
2 A3 AISI 4130 L I-V4 Fal R 20 1/min
&4 34 zpﬁasj;igw Pass & 89
& /AE g 2 F HEFTEHARF 300A
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glolo] mHly DS 4130 LN dadLx 260+15T
stolo] F 7 FLUX CORED WIRE FTdex 200+£15TC
;Y Ar+25% COq
olo] A 43 AR A LG
No.of pass = ij)—] ° TN e (—rgx;r:/min) SHF98A
1 916 160=10 12£05 25050
2 $1.2 15010 22%0.5 40050
3 $1.2 150+10 22205 400*=50
4 91.2 200x10 2510.5 360£50
5 $1.2 200+10 2505 320£50
6 $1.2 250%+10 2805 280£50
7 $1.2 25010 28105 240+50
8 $1.2 300=10 31+05 190£50
9 $1.2 300£10 31£05 190£50
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Fig.1 Configuration of joint design
2 |
120 A A ‘
A
A 2 |
A [ vy ’
110 A A o
A A o |
FHAHH -0 — e - - . 4
100
T T | I I
= A 2 A L5 |HR R
(AISI4130) (SCM2) (DS4130LN,  (DS4130LN, (DS4130LN, |
Ar+25% CO2) Ar+2% 02) Ar+5% CO2) i

Fig.2 Strength comparisons of different shielding gases
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