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Strength Characteristics in Electron Beam Welding of Spheroidal Graphite Cast Iron and Carbon Steel

OWspig !, 73072, 4l ’
*Daiki Yamanaka', Bunpei Kaneko® and Fumio Shibata’

Abstract: Electron beam welding was applied to I-type butt welding of FCD400 spheroidal graphite cast iron and S35C carbon steel
without preheating, using Pure Ni as insert metal. The results obtained in this experimental investigation are summarized as
follows.(1)The tensile strengths of the welded joints were 404~426MPa.(2)The average joint efficiencies of the spheroidal graphite
cast iron to its base metal (441 MPa) were 92%~97%.(3)The Impact values of the welded joints were 2.33~8.18J/cm’.
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Fig.2 Schematic illustration of electron beam
welding machine.
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Fig.3 Microstructure of pure Ni insert-type welds.
Note: Insert metal thickness;1.0mm
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Fig.4 Vickers hardness distribution of welds.
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Fig.5 Tensile strength and joint efficiency of base
metals and welded joints.
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Fig.6 Impact value of base metals and welded joints.

Note: Testing temperature; 298K
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