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1) W.F. Savage, C.D. Lundin and A.H. Aronson : Weld metal solidification mechanics, W.J., Apr. 1965,

pp.175-s~181-s
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2) iR + #5 (Matsumoto) - /L (Koyama) fl + J7iE8 & 2B R GHHEE, HI3%K, (1973), pp.456~457.
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TR GHERE $2174 1975, pp.388~389.

EEBEERAGBHEE £19E 1976, pp-34~35.
BRGNS HEBEE $235 1978, pp.254~255,

Surface rippling and growth perturbations during weld pool solidifica-

tion. Metal Construction and Brit. W.]., May 1970, pp.171~176.
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Arc Spot HEEY EHEAE A9 FOERK
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MR 2 ArcE WA AAA dA = Bead
Wave & Ff#st~] $13 Kitebn 4 2stsl 4%
U B B2 Bho] 9Sg dmgls SEF
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7] Aol g2 Agsted 1 Atm o Ar #47] F
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15~20V, ¥REERER] 6~10sec.
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#Etsh o ek

oo FHEES Mt e R FMASAW HIENE
Hel Bsls Waved 19 8.0 EA st &

o BRoz sFEA

Ty 8. Spot fiEERES) EREME BRER

5) 12 . 43¢ (Soga) - {574 (Matsumoto) - i3 (Sakai) : TIG 7—2 AFy MEBTOERICETHEIZOCVT,
GESRglit: 7— 2 HE% FAS &8 (19729 1A)
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d o9l

Fi3] o] WeBhel 4] Pool & Wiel] et R
B st o

FREATHAA Y E2EE AhiEsY @
H& Jl2Rste A g,

Arc Spot Y i s AR
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6) Lamb : Hydrodynamics, pp.231~273.
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