C-Mo#A s}olo]j& AFE3 SAW &7 F£9 54
Characteristics of SAW Weld Metal Deposited by C-Mo Type Wires
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Table 1] A Fol A18-3 §H49olo] ¥ T2 AL YT T2 AL &
ABEA @ XREFEAZ HRdld EMslgErd AE calcium silicatel, B8 Cx alumina
basicAle] E2oln 53] C& Nio] 142% 7= o, &1 F49 7AFd4L d§
T4 A% 2 FAANELE Frieoh &FHL JIS SPV4907S ERLE ARty
buttering §l°l §HULIHF 15~55k]/cmZ Hstgdct. HF vlo]=2HE AHS AFHs}H
£REFE 23 2D AGERAL Pt AR FL image analyzers ARt A4
7009 ol e Hatgeog Z WSS FAHI}YLM STEMES AHEstd /MAES] 234
B 2 A2S BAsdt £4FUAL -butt jointo]l bead-on-plate &3-S HIF nvjoj=
Zolel Fo] v (d/w ratio)?t 05FAFE Yeh= §32W 999 dazA Hrtstdo.
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614MPa) FZAUQ4LS Fig. 19 verdulel o] ZHACE AMES —?— HE AT
(ARl % ((Tre): EF2A; -32, B; -37, C: -62°C). °1&3 FAHAA zol7} &4HF
&2 HIFENAE A 02 FAuElo]lE (AF) A9 Zold YUst=XE AHRY|
93] EgAd AAE HAEEAS P ARE Fig. 2] JePAAT. Calcium silicate Al =
A}E38E Aol 2MnO - Si0; (tephroite)9} A ZAE& 71AE £3 9 MnO-Si0.-TiO
E3ALEE-S, alumina basicAl EHAE AMEI Ae-ds= 5~10% AlO7F FHrkE
MnO-SiOz-AlLOs-TiO E3§H43tEd (Mn,Cw)S7F &7 &8 ENAES JA4ste Jde
U STEM #2 As 5 AAE 25 AduetolE oz 283te MAEZAo o AF
PAel ol AT 4 AT FH 4 §HFTLHY IGHREAN S AR A9 g2
ABC® o2 mHeto|EXE nose’t FAIZFEZ o2 o P ATt (Cr7t 2H2 38, 20, 10°C/s).
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Figure 491 &4 2¢& 5VE AT $HAFY S50 B TZ2A9 Co 447
Q4 WA AoE dehiich 2PelM Renteh 2ol d/w ratiot 058 AAATIE
BH2AWAE EF2ATE 600~T60A, 40~80cpme YehNEE Wt BFACE 700~
800A, 60~80cpme vhebo] EFACrH ARTH SR P40l Fohahe vdehin gtk

Table 1 Chemical compositions of fluxes and wire used (wt.%)
Flux SiO; Na;0 K;O0 FeO CaO MgO ALO; TiO; MnO B;O0; CaF; Ni BI

A 3959 020 048 168 2318 351 236 29 1978 007 7.49 - 1.08

B 1521 304 014 3.84 1061 2330 2502 1017 0.09 045 337 - 1.29

C 1271 259 011 889 1463 2849 2215 201 012 061 436 142 220
Wire C Si Mn P S Cu Ni Cr Mo Al

A 0.15 0.01 1.83 0.01 0.02 0.02 0.05 0.02 0.54 0.002
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Fig. 1 Variation of impact absorbed energy with flux composition
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Fig. 4 Comparison of welding conditions showing d/w ratio of 0.5
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