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Abstract

In order to establish titanium welding technology TIG arc weldability and MIG arc weldability were
surveyed. For TIG arc weldability influence of arc length and thickness to proper region of welding
condition became obvious. For MIG arc weldability a new method to defend wandering phenomenon

was developed.
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Qaf : After shielding gas
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Qb : Back shielding gas
L : Arc length
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Schematic diagram of TIG arc welding device of titanium
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Proper region of TIG arc welding condition (thickness 0.5mm, arc length 2mm)

E L7z EHICHITEDRAZBIEBFHEERO LR E Lz, 2hid
FKE— FIEDB L2 3mmiZHIN§ 5o R L EHAER ORI
ZIEOHMMD S 1, EHGREZ AT 5 &, EHHETEIER b &
BIRINC Y 7 b F %o VEEAEZ 6 mminz B R 5 & iR fREET
BT ENTERLARY, EIEFHMIEC 22,

22 T—URDFE

3 UWEOSmMmDF & Y WDTIGT — 7 VEHAZ BV B iEHE Mg
RN O ER SR R T, 7220, T— 27 KiE Imm
ELZOMDEMIK 2 & AR Uiz, S 2 MRS ED LR
BEMEEHES SERAICY 7 b5, 7277 LEEiEo LRI
7.5m/minT»H V), 2 LT A L1 5m/minlE EEEMENC S T b

250
Titanium plate (0.5mmt) X Qov
Joint welding
225 o:‘:j~'~‘4
Welding condition Qov22 2 0310
. VeZs X186~09
OA/ O com/1E/+40° La-W3.2mme 40° ,20/38/7.5 1: 0~
2001 24,13
Judgement standard B2243.3
o sk X Qov:Burn through
N @ :B>3.0mm Extensive Uranami bead
= O :1.0<B<3.0mm Proper Uranami bead
® 50} @ :B<1.0mm Intensive Uranami bead
5 X :B=Omm No Uranami bead
° A :Unstable bead
a0
= 1251
=
;
1001
151
501
25 0056 I | ! L L
100 200 300 400 500 600 700 750 800

Welding speed (cm/min)

BB Bk OB 8385

(2006)

3 FEUTIGT — U AEFMHEIEHERE (RE0.5mm, 7— 7 & 1 mm)
Proper region of TIG arc welding condition (thickness 0.5mm, arc length 1mm)
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Schematic diagram of plasma arc welding device of titanium
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Relation between center gas and bead width of plasma arc welding of
titanium
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Wandering bead of MIG arc welding of titanium
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Welding torch Welding direction
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Schematic diagram of high speed oscillation method of MIG arc weld-
ing of titanium
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Experimental apparatus of MIG arc welding with high speed oscilla-
tion method
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Wire feed speed fluctuation of conventional MIG arc welding
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Wire feed speed fluctuation of MIG arc welding with high speed oscil-
lation method
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