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Table 1 Mechanical properties of base metal.

. Tensile 0.2% Proof :
Elongation Hardness
'I';snes(l:lﬁn f:t strength stress 9
P (MPa) (MPa) (%) (HK0.05)
JIS 13B 400 274 37
151
Notched 461 333 28
Table 2 Welding conditions.
Welding current | (A) 25~55
Welding speed \Y (mm/min) 1200
Plasma gas flow rate Gp (¢/min) 0.3~0.8
Surface Gs (¢/min) 15
Shielding gas flow rate
Backing Gg (¢/min) 10
Stand off (mm) 1.2
Insert chip diameter D (mm) 1.6
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Fig.4 Bead appearances of welded joints.
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Fig.6 Hardness profile of welded joints.
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Fig.7 Relation between welding conditions and tensile
properties of JIS 13B specimen.
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Fig.9 Relation between welding conditions and tensile

properties of notched specimen.
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Fig.12 Appearances of bend tested specimen.
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Fig.13 Side view of deep drawing tested specimen.




