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Development of Welding Database System(report4)
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Table1 Chemical compositions of materials used (wt%)

Material C Si | Mn P S Ni Cu Cr | Fe | Nb+Tal Co | Ti
SS400 0.13 | 0.13( 0.59]| 0.013 | 0.007
Base Metal SCM440 | 0.42 | 0.26| 0.80{ 0.014 | 0.002 0.99
SUS304 | 0.05 | 0.55] 0.96| 0.028| 0.006| 8.09 18.15

Welding wire | YNICr-3 | 0.030| 0.22] 2.94| 0.003| 0.001| 71.971 0.01]19.92| 2.00| 2.38 | 0.02| 0.43
Filler wire YNiCr-3 | 0.030| 0.20{ 2.99| 0.003| 0.001| 73.65| 0.01|18.58| 1.39| 2.70 | 0.02| 0.29
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Welding speed 30cm/min, Filler wire feeding rate 250cm/min
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