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KM-50S Spatterless Wire for Gas Shielded Arc Welding

Mikio Saokashita Tokihiko Kataoka
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Table 1 Chemical compositions of welding wire
(mass%%)
C Si Mn P S
0.10 0.35 1.27 .009 0.021

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
S . 5mall spool wound (standard weight 10kg)
M ! Medium spoo! 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)

Table 3 Welding conditions of all deposited test

Welding| Steel |Current|Voltage| Speed | Teat |Preheat|Interpass
wire | plate input | temp. | temp,
(dia.) |(thick.): (A) (V) Jimm/min)|(kJ/mm}| (C} cH

KIM-50 S|SM-400A

300 . ‘ .3 =2

(12 mmt| (19 ) { 30 400 1.35 30 00

Table 4 Mechanical properties of deposited metal

Tensile properties® Charpy impact properties®

YPpP TS El RA Absorbed energy (J)
(MPa) | (MPa) (%) (%) -20C {'C +20°C
510 542 26 a8 59 111 126
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Photo 1 Arc phenomena of welding observed by high speed video camera
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Table 5 Welding conditions of bead on plate

1
Welding Stee Current |Voltage: Speed | Wire | Shieid- .
) plate . Welding
W (thick- exl. M8 | achine
{(dia.) (A) (V) {mm/min}| (mm} | gas
ness)
KM-50 §
(1.2 mm)}
Turbo
P — 209,
: SPEC oo | 22 |10 | 20 |A0%) puse
Conven- | (2.5 mm} CO,
tional (OTO
type
YGW 12
(1.2 mm)
Table 6 Test results of spatter generation (g/rnin)

idth of pulse peak

current(ms)| o7 | §.9 1.1 1.3 1.

[+

Welding wire

KM-50 5 1.45 1 0.70 [ 0,35 1 0.35 | 1.00

YGW 120 2.74 | 2.00 1 1.50 | 1.50 | 2.80

o conventional type
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Fig. 1 Relationship between current form and droplet
transier
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