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Effects of Gas Formers on Metal Transfer of the Self-Shielded Flux Cored Arc Welding
by
J. P, Jung* K. J. Kim*, S, H. Hwang*

Abstract

Wire melting characteristics were examined with variation of gas formers such as MgCQ,;, CaCO,
and Li,CO; by self-shielded flux cored arc welding. The flux cored wire of overlap type was welded
by DCRP.

The results obtained are as follows.

1) Drop type was observed with no gas former, repelled type with MgCO; added and short circuit
type with Li,CO; added. The variation of transfer mode was related to the blowing force of CO, gas
and the surface tension of the slag.

2) Droplet size increased with adding gas formers due to the effect of CO, gas cushion.

3) Core spikes were observed more frequently with increasing the amount of gas formers.
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Fig. 1. Cross section of flux cored wire (ove-
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Table 2. Welding conditions
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Fig. 2. Photographing method of the droplet
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(@) 0% gas former

(b 6% MgCOs () 6% CaCO;

() 17% MgCO, (8) 17%CaC0;,

(@ 6% Li,CO,
Fig. 5. Metal transfer mode depending on the various gas formers
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Fig. 10. Droplet sizes depending on the various
gas formers
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Fig. 11. Core spike vs. gas formers
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(a) Drop tyvpe (0% gas former)

(b) Repelled type (17% MgCOs)
Fig. 12. Transfer mode of droplet and core
spike
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