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Characteristics of Submerged Arc Welding and Its
Application to T -Fillet Joint

By Shoji Maki, Takeo Kurokawa and Takashi Yoko’o
Kameari Works, Hitachi, Ltd.

Abstract

The writers conducted the experiment with plain bead on mild steel plate intend-
ing to provide a foundation for bringing the submerged arc welding into practical use,
and investigated the change in penetration of beed nugget, melting speed of rod and

As a
result, the penetration was found to get larger depth at rapid rate as the welding

consumption of composition, responsive to the change in the welding condition.

current increases, while little affected by the change in arc voltage and welding speed.
[Likewise, the rod melting speed was interpreted as a function of nothing but the current.
Also, the composition consumption showed a linear growth with the rise of arc voltage,
maintaining on the other hand a complicated relation with the current and welding
speed.

The experiment in the leg size, penetration and strength of T-fillet weld revealed
the fact that the penetration adds depth linealy as the current increases, the joint
gaining larger strength.

It follows that in case a T-fillet joint must be welding with a certain strength, leg
of fillet can be managed with shorter size when it is treated with the larger current.
In addition, the melting speed of the rod being higher, the efficiency of welding opera-
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tion can be boosted conspicuously with the use of the larger current.
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