83— A 57
15 4AEY T -7 — 2 BEROXBERNE~OER

Jisr s exen HEHFHRA OLABH EE B #HHEARE
a3 30 NN EEZEX

il

1. &

UOEXNA 7TOMBTERCBYIRANT > — 2 BETR , ZOBERBEIEEGHCEHERKF >0 TV
2129, @R 2~3BEBAEEY T~ -~ 7~V BEEVRABINT V2D, BELIRC T 2 UHEE ]
RMBEHLIDLED , EBECREROBEIA L 2F I TANT 22 Lo0T05, LLAad6 , IE
HRN/ 4 ZoREHSHEMTIAEMCHI HRERCLBEL CTHBEEBOHMEME I N TV 5, Bk F
TOHRKTREEE» LI HICR, +OUBRAABEIYHETI VLB LIBAYOBREER LS
DEBHZH, 1BRYbOBRCIEBPAID , ZhUELOBRTRIBHEFLE - K285 &80T
LWE) ERMD D,

UHTRIRKKIBEY T ~—> 7 — VBEAECIDUOE S TOBERToT LY, BEEE
OREEPEMELTIN24BBLL, 1MUY OBEER L2 AMICEALI LR P— 2 LERZ2HEP
TICERIDARBELARBCLZ, ABE TR ZORALBCHONTHRNS.

2. ERICK->»TOoOKTIEAR Table]  Welding condition and wire arrangement used.
— Elect.| Current | Voltage |Extention|Wire Incli| Spacing
THMBEETR7 - 70RE, L CRERE 7 — 20N [ No | (A) (v) | mm) | (deg) | (mm)

1st [ 1150 38 25 0 13

HEPREE - FERCK IS HET I EDBRIALSNT [0 1050 o2 25 TS
wamlco7—7®ﬁ@u§ﬁ%mb;07—x§ﬁm; 3rd | 900 42 30 30 2
ZEBHCEELTZOT, BEBERCTY v 4 — v bH e 22 = = =
< , BEROBRF L - FEBIYRIBRROREE T3
BRAEMER(EBRTR) 2BECTIL8EVD 5,
EABRHFCHOTHIRRBEBTHL2FE4EBE — 7 icEBL ,
ZLWERATA2EE SIFxe % Table 1 T RTHEEFRHTE L
THRPCHEBL , Fx« BEBBHCELT 5 L 5 Fig. 1 &

RULI2 2 RBIRSOWT Vi —E@EELTO, zoRHE| ’ kTi Jq‘jén

2
3

<l ™ wlo
]'
~
Fl_
~
© \I—'o‘u
» »~

w
.‘;I
» Ve
-
N »
»~
2
- |~
~
I’
~N d
-
\\Nc-
B
~ -
-
~
*»

-
W

N

EHgErHE N, 7 —2R3BERF— MMtk oz, 12 ‘1; ‘20 - zzz
AL CH o TERRBORBRERFERD IS 4B, A
BEECHY 3 RMEBO ¥ — FEBMECOVTRELL, | J | . A AV
3. RIABBER LUV EBER Figl Phasing sequences used for the experiments
31 MBS Fx4 OFHE
AMBAECESOT , SEBEHL & U\‘?’—X‘Eﬁﬁfc;b:’ﬁ'ﬂﬂgn y //
%4§ﬁ7—7Kﬁﬁ¢5E§E@®EmDQNgZKiT )_*
=7 LAV, BN Y O® £Madify LR L bR, v
COBHBBIMRT 4 ¢ OERKRERBHCEH S THA , 7 '.n ,ff‘“‘
2ERBMER LS 7 -2 F R ERNCKNS T & %, Base plate

FHT7—VBR—ETCHAHILEPREL T3,

Figz Schematic model used for calculation of
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.5  Contribution of each electrode arc

to penetration depth and bead width
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Main functions of each electrode in three- and
four-electrode submerged arc welding.
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Fig.8 Schematic illustration for determining

optimum welding current in the third
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Fig.10 V-notch Charpy energy of 3 and
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