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Development of SAW technique using metal powder
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ABSTRACT Submerged arc welding technique using metal powder as supplementary filler
metal has been studied. Forward feeding was used, and the deposit rate was increased by 50%.
Good bead appearance, soundness and mechanical properties were obtained with feed rate of
120g/min..
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(1) A1¥ : EH36 50mmt
(2) €47 : AC 18=
(3) 44 : F7A8 x EHI4 48mm¥ (1,2
passt FCAW), Metal Powder.
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23.1 A8 1 : EH36 53mmt, 145, 45°V
%, Gap 8mm
D MRS/ AFEA
10 layer, 20 pass.
2) §3=1/444

Pass | &Y Amp Powder %
1~2 | FCAW | 180~250 0
3 SAW 600~650 100
4~20| SAW 700~750 120
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3) ]33 HAHRT) : Acceptable
4) 71AH 44

o1& (MPa) %4 (Joules)
No. |23 g |2 % | Face WM | Root WM
1-1|559 [BM | -20| 157 150
1-2) 837 | BM | -40 129 113
2-1! 557 [ BM
2-2|534 |BM| 60| 63 82
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8 layer, 16 pass.
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EH36 53mmt, 18, 45°

Pass |Process| Amp Powder %
1~2 | FCAW | 180—~250 0
3~16] SAW | 700~800 150
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