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Table 1 Chemical compositions of wires (wt.%)

Mark| C Si | Mn P S Ti H|n
TO | 0.06 | 0.87 | 1.49 | 0.012 | 0.009 - JIS YGWI12
Tt | 005079 | 1.42 | 0.010 | 0.013 | 0.19 YGW11
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Fig.1 Flow chart for APA 1.0 system
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