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FG-50M Metal Cored Wire for Gas Shielded Arc Welding

Mikio Sakoshita Kazukuni Hase
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FG-50 M
(JIS YFW-C 50 DM)

Conventional type FCW
(JIS YFW-C 50 DR)
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Cross section of
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Table 1 Standard size, packaging weight and form

Wire diameter (mm)} Form of winding

1.2 3, M, RPM, RPL
1.4, 1.6 S, M, RPL

'Note {1) Form of winding

5 : Small spool wound {(standard weight 12.5 kg}
M * Medium speol wound {standard weight 20 kg}
RPM : Medium pail pack (standard weight 200 kg)
RPL : Large pail pack (standard weight 300 kg)
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Table 2 Welding conditions of all deposited test

Welding{ Steel |Current|Voltage! Speed | Heat [Preheat|interpass
input { temp. | temp.

tmm/mind|(k)/mm)} (C) {CH

wire | plate

(dia.} |{thick.}| (A} (V)

Flux . .
Lowder) F('z » I\fSN; 400? 250 | a0 | soo | 15| 30 | =200
Metallic B0% 509 (1,2 mm}| (19 mm
Powder
Nonmetall}c 20% 30%

Fig. 1 Comparison of welding wire
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FG-50 M (Metal cored wire! YGW-1HSolid wire)
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Fig. 3 Arc phenomena of metal cored wire and solid wire
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Table 3 Mechanical propertie of deposited metal

Tensile properties Charpy impact properties®

YP TS El RA Absorbed energy (]}
(MPa) | (MPa) | (%) (%) —90°C ac Lo

516 570 30 67 i) 100 130

Slag generation {g/min)
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Fig. 4 Test results of slag generation
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