96

ISSN 2466-2232
Online ISSN 2466-2100

GMAW % FCAW &3A= ML 5

<
A E
i Roebals

Development of Welding Consumables for GMAW and FCAW

Tae-Hoon Kim*:*, and Chul-Gyu Park*

*R&D Center, KISWEL, Changwon, 51544, Korea

tCorresponding author : thkim@kiswel.com

(Received November 17, 2017 ; Revised December 5, 2017 ; Accepted December 13, 2017)

Abstract

Welding consumables for arc welding are widely used in various industrial fields. Amongst all processes, the
GMAW and FCAW can especially be seen as core processes as they cover approximately 80% in terms of usage.

In regards to the FCAW, countless studies are done focusing on the diffusible hydrogen, resulting in de-
velopments such as seamless FCW in order to reduce the diffusible hydrogen and the development of
welding torch devices that input hydrogen within the shielding gases. Furthermore, countless developments
are being made for consumables in the field of construction related fabrications due to the plethora of steel
types available and the trend of automation. Developments are also being made according to the automo-
tive industry for the welding of high strength steels and zinc-primered steels.
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Table 1 Factors related to welding wire on diffusible hydrogen in GMAW and FCAW?

Factors Solid wire Seamless flux cored wire Seamed flux cored wire
(a) Surface lubricant o (a)\ o o @ ‘(C)
(b) Initial moisture of flux o o =

(c) Absorbed moisture after
manufacturing

(b)

Table 2 Factors related to welding wire on diffusible hydrogen in GMAW and FCAW?

Sample N Seam Moisture content of flux Applicable Wire diameter

pie o cam type [ppm] standard [mm]

bl 350
Seamless JIS Z 3313

b2 1210 T49J0T1-1 -

b3 350 (AWS A5.20 ’
Seamed E71T-1C)

b4 1210
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