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5.2 ftskt

M B E L THWR BRI Z Table. 1(a), (b), (IR

Table.1 fEEAFFEE AR AR
(a) E9018-G
standard
E9018-G C Si Mn P S Cr Mo N1
not specified 08= 1.00= 03= 0.2= 05=
Al Co Cu v W N Fe As
02= 01=
(b) E7018-H4
standard
E7018-H4 C Si Mn P S Cr Mo N1
Not specified| =0.75 =1.6 |Not specified =02 =03 =03
Al Co Cu Y% W N Fe As
=0.08
() SUS304
standard
SUS304 C Si Mn P Cr Mo Ni
=0.08 =1.00 =2.00 =0.045 =0.030 | 18.00~20.00 8.00~-10.50




5.2 FEEINE
Fig.1 | EBRSNBIZ 9. F£7- Table.2 ICEBRBRH M2~

Fig.1 SRl

Table.2 FEBREklH M

equipment condition
Diameter of Tungusten 2.4(mm)
Themocouple Type-S
Maximum Welding current 200(A)
Argon Quantity 12(L./min)
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Table.3 BRI

enl : SS400 welding current(A) 120
E7018 welding speed(mmny/s) 1.7
Arc distance(mm) 2
Argon qupntity(L/min) 12
Fig.2 b— 48
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Table.4 FEERSAF

en3 : SS400 welding current(A) 120

E9018 welding speed(mmny/'s) 1.7
Arc distance(mm) 2

Argon qupntity(L/min) 12

Fig.4 b— N4
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Temperature(°C)

Table.5 BRI

enl : SUS304 welding current(A) 120
welding speed(mm/s) 1.7

Arc distance(mm) 2

Argon qupntity(L/min) 12

0.5 1 1.5
Time(s)

Fig.6 b— F48

Fig.7 mEh#R, mELEE

-200 -100 0

Cooring Rate(AT/At)

100

200



6. Tt

K =B SV W Cldd o 7223, AN CIEEN 52 LI I IRk BR o7, AR OF
FEIIINZ, BEICERETIThI TS 7% W IEEER A S5 BPESE T2 EEb I, #4
DFAEOFF I TRV G F ST LN T,

MFIEERIT SEM D372, AAE N T H ENAEKA 2 22 L3RR IR ENT-ERREE ChH LK U T-.
Nz T, AV HARADNWRWEREEICH 2 ELZET, JVIEKE UV E AN TE-ZEITNZ, H
SDFEFETIORASE, BEOKRGIE, UERHEOELSARELHZIENTE . 5%ITZETU R,
I E P A bEasa=r—yarall), 7a— L7l s CHF e D QNETZNWEE 2 77,

7. BEE

AN T, THEL TS o784 07, M O A 720 T FAAETE DY AR — ML CIHW B
EBDRAEDIT 2120, BELEILBL BT Ed. F2, 20O ERELAMESE 52 TIHW-IUATEHR
WIELSHEALE L B E9. &%, AMERIE 7 0T 2R — L (ESWELEZEITERE RO
Sy, FAEXR N — T ERS Y OB BIREELR L B ET.



