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Effect of Ti on spattering on CO; welding

Gt A5, o] 2%, o FA
XEZHFAAGE) Bagstw

1. A&

HHF GMAEHA &34 &t H arxc ?f%“‘é-% FFA717] 9438t sfojojel Tio] &
F FA7HE R 2, spatter HA) B4 wlA & Tiol Ao tisire olF EEEHS Hol B
o wgs B AFdME AWF L oidF COEHFT LA =T spatterS X3 TigF)
& spatter LAVE R A= LA EALE AEIHIA A

2. N8A R A3y

ALSS AR AE JIS YGWIlo] A23ls Al®e] CO8734 dolojoln, Tighkg 0.16% 2
024%2 W|BLAIZ T} Table 16 Al@A 9] et LS Vel AT Al2Ae AAFQY 140A9}
HEFY 3204 JHez A FEIHL, $HEEE 0cm/minE YA ATt ALF 2
NAF ddox fHAYY WlE 20V-26V 2 32V-38V WY oA 2vHe Z7HAAT
Spatter ‘YA E2 &FF4% EG spatters}o] FFu|2A Hrpsgth. SR ey AT
o]%¢e] spatterdE HR3I7] Y3t A F2AT 300mm ZHol8 ¥ =5 HA= A 334 bead-on
-plate 843ttt Spatter = HA EAHL FHE spatterE Dy(D<0.25mm), Dy(0.25<
D<1.0mm) ¥ D;D=1.0mm)Z ¥F& F Zzte] oA v&2A Brisigd. I AgS
BzPd BE $HoPF Wste SHacHHZANE ALl APEH Fo acAF

2 arcdY ABE EH3 ZAAT

Table 1 Chemical compositions of CO, wires used (wt.%)

Mark C Si Mn P S Ti Remarks

T1 0.05 0.74 1.50 0.013 ; 0.014 0.16 IS

T3 0.06 0.83 1.60 0.012 0.012 024 | YGWI11

3. A¥as 2 2
Figl ¥ Fig2k AAF 2 A% 24N §3A6 e FYHQ acdts] WS
UEhd Zolth WA 140A-22Ve] ARE SHZANAE arcingA| T THAELR o] R0l



£ AR Go|Y S RolT Yor, 320436V HAF §HEHNMNE arc Aol F
Aoz Wslale AL ZRE globularo]PPHe s wadnh?

Fig3& AM{F A 87t WE spatter LA ES] WSS veld Zojth. delbo)
G 140A2] A AFA 2T LHAL0] F7Hghel utel spatter DAY ELS A Mo
2 7 oldd Frt A AFAd gl di ol& Holm ik & Tigsol
024%1 797t 0.16%A Aol Hlzte] §HALel Z7be] WE spatter LA E] Z7} H ol
g4 F3EE ¢ 4 Uk §H globularo] FF A 32049 ZHfde SHAYS] Zrld @t
spatter LAEL Z7ldlE FasAH $HAYe] YFA ooz FUlEM wE FristE
B Bolx U (Figd). ol A TigFo] wal did FolgdE & & U ZF spaner
WA Eo] Frhske 20 TiAl 2 T3A7F 42 of 36V 2 34Volgo 2 A, Tighdo] Z/184
£ spatter ‘A E] HAXE GERE §H20L AAYSFLE o5 ¢ F Utk

Fig 5 d&oldl doddr 88 ALo) w2 spatter J51d FAIH] 82 WS el Aol
o WA BAE spavere] Y=Y E¥E WA vlAF D, L D, spatterst of 80%ol 4L 2
A3t glen] ZUE Ds spatters 20%0]31YS & = vk 22 Axl 28 2YA] spatter]
AA Y R Ao 9¥Y 5 neiehd Do} Lol YESF 2 spatters] WA o g-zﬂ;g_éi
AH=T Aot wEA B AFol A= Ds spatterd] WA S0 24-E Fol HEFYT Figs
9] ZAs2 RE D; spatters] AL LFAY w2}l Frlsin B3 TigHe Zvt:s
spatter®] TH@3F @lo] FL ¢ 4 Utk TH globularo)PFA 9] AL = LM AL ZIHH
of wat Z7lol= Ds spattere] WAIH]-go] Thh A ST AHAY olAte] W wyE =
dAuj o] FUlee AFgE Holn olHF AL Tigdol BL4E AT (Figh). & £
Aol 34Valr 38V F71gtel] wa} Dy spattere] AN S TIA7} oF 3.6%0A 4.1%2
%3t F71eA T T3AE o 3.8%0)A 20%2 Z71Eo] EAFE & 4 Utk EF D; spattere]
SulEE H28Y & e §HEAL TigFe] 016% TiXE 34-36Voln, Tighafol
024%2 T3A< 34VHAERA Tigsxo| F71E+LE £H2 A0 AAYZ0 2 oYL & %
p=

o144zt o] COrEHA spatters] Y= PYSHL AAS 2 AT 2A 25 47 sho|
olF 9 Tighdel F7tdel wat digslisn], 21 4Ue Ti 43429 Z7le] W& potental
gradient®] ZHAof] 71Q1%F Ao = AzZbH

) 93,0158, 2 AE - GMAW LHolg @Yo HR& Cad] 9T, WFLHE}A,
Vol.12, No.4, (1994), pp.76~84



Arc voltage (V)

Spattering rate (%)

140A-22V
o LT
30
20
10
0
0 100 200 300 400
Welding time (ins)
Fig.1 Change of arc voltage in 140A
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Fig.3 Spattering rate in short circuit range
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Fig.5 Size distribution of spatter in
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Fig.2 Change of arc voltage in 320A
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Fig.4 Spattering rate in globular range
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Fig.6 Size distribution of spatter in
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