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KC-50 Gas Shielded Are¢ Welding Wire for Robot

Mikio Sakashita Takarou Matsumoto
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Tahle 1| Chemical compositions of welding wire

(mass9%)
C Si Mn P S Al Ti Ca
0.03 0.70 1.60 0.010 0.004 0.005 ©.21 0.0005

Table 2 Standard size, packaging weight and form

Wire diameter (mm) Form of winding

0.8 S M
0.9, 1.0 S, M, RPS, RPM
1.2 5, M, RPS, RPM, RPL
1.4, 1.6 S. M, RPL
Note {1) Form of winding
5 * Small spool wound (standard weight 10kg)

M . Medium spool wound (standard weight 20kg)
RPS : Small pail pack (standard weight 100kg)
RPM : Medium pail pack (standard weight 250kg)
RPL : Large pail pack (standard weight 350kg)

Tabie 3 Welding conditions of all deposited metal test

Welding| Steel |Current|Voltage| Speed | Heat |Preheat!Interpass
wire | plate input | temp. | temp.
{dia.) |(thick.)| (A} (V) {(mm/min}|(k]/mm)| (C) {'C)

KC-50
vi-
forrobotS AD0A 300 30 400 1.35 30 <200

(1.2 mm} (19 mm)

Table 4 Mechanical properties of all deposited metal

Tensile properties*

YP TS El RA
(MPa) | (MPa) | (%) (%)

Charpy impact properties®
Absorbed energy (J)
—20°C 0C +20°C

460 550 34 70 100 160 200

"JIS Z 3111 Al
" JIS Z 3112 No4
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Table 5 Welding conditions of bead on plate test

Welding| Steel |Current|Voltage| Speed | Wire -
. Shielding
wire plate ext.
(dia) |Cthick)| (A) | ) |tem/min}| (mem) | %
KC-50
for robot]
{1.2 mm)
SM-400 A
ﬂ (19 mm) 300 33 300 20 CO,
conven-
tional
type
{1.2 mm)
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Table 6 Test results of spatter generation

. . Spatter generation weight
Welding wire R
{g/min)
KC-50 {for robot) 0.5
KC-50 {conventional type) 0.8
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Table 7 Welding condidtions of arc stability test

Welding | Steel Current | Voltage | Speed Wire
wire. plate ext.
(dia.) {thick.) (A} (V) (mm/min) |  (mm}
KC-50

for rabot

(1.2 mm)

SM-400 A
KC-50 (12 mm) 260 32 300 30
conven-
tional
type
(1.2 mm}

Table 8 Measuring conditions of arc stability test

Measuring | Welding | Sampling | Low pass Buffer
recorder time speed filter memory
AR-1100

200 H
(Yokogawa) 6ls z 40 Hz 16K
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Fig. 2 Test results of arc stability
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