9% Niztel M=ol nAE AW §F=A 9
(Effect of E.B welding conditions on bead shape in 9%Ni steel)
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Table. 1 Chemical compositions of steel used

C Si | Mn P S Cr | Mo | Ni Al Cu Ti Nb \%

0.065] 0.24 | 0.673 | <0.003| 0.004 {0.012| 0.002 | 9.13 | 0.016 | 0.010 | 0.003 [<0.003{<0.003

SHzAd BE AU §9 bead¥AHL vEHHE7] st AWML 30T x 100W x 300L
9 Ar|g JIEF ey JHEAY (60 T 150kV), #HEE (100 ~ 2,000mm/min), ¥ AF (10
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30mA, Wd 439mm, Ab =1 Bead on plate welding
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Fig. 1 Effect of accelerating voltage and welding speed on penetration

500mm/min, Wd 310mm, Ab=1, Bead on plate welding
40

o - 60KV —h- - 120KV
30 —@- - 90KV —&— 150KV

Penetration (mm)

0 ! 1 | 1 1

1 ]
10 20 30 40 50 60 70

Beam current (mA)

Fig. 2 Effect of accelerating voltage and beam current on penetration
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