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Effect of Welding Variables for EBW Process in AISI 4130 by
Taguchi Method
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In the present work, Taguchi method for electron beam welding (EBW) process in AISI 4130
steel plate has been adopted for investigating the contribution of effect of welding variables.

A L3(2) orthogonal array is adopted to obtain the effect of adjustment parameters. The
adjustment parameters consist of accelerating voltage, beam current, travel speed and focus
current. And the quality features selected for the EBW process are bead width of weldment,
reinforcement, penetration depth, undercut and area of weld metal. Variance analysis is
performed in order to check the effect of adjustment parameters on EBW. The mechanical
properties of electron beam welded joints for each heat treatment conditions are investigated in

comparison with those of base metal, especially from the view point of tensile and impact
properties,

=2 wol AT YUtk olH G Fobo A1
1. M = HE g2 E 24 JRES 7 §H A8} AHEH

I 3o, o] AREL 12, &5 %L 12 AHY

22F AjA diA ol Fo B2A, =, FFA L F3 A Fo ] Fell A 9} 44 ve& o
& kg £7] Fo B 7lg Boke v $ wWE £ 07171 Wi A FAHL F2 EEAH 2 =

% 1997d 59 28Y A%
A, SUAgATL

552 Journal of KWS, Vol 15, No. 6, December, 1997



R WS o] £ AISI 4130 A B4 EBWZA o) 83 W4 98

T AF AHeA Az FAol WY1 YUY,
1ol wtet &3 T4 BotlM= 7|& ALE5 1 9l
T 4% A7) ola £ FTAHozE Hio B
olg o} AZEAe). weld, o nELY &4
& 4Vl 8 2 AU £HE A 6y
24 (electron beam welding, ©]3 EBW) ZA o]
AgEe] AbEHa glen, FH 1o HE ¥t
WolAx Qe FHE Holm g,

EBW #3& u% AFE&AA YAE
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& EAd FEAA o Ld AL | A4S
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2 dFodAME 5 §FE& 72 okl n2
HWHEAA Aa2 vuzy dal AleEH 1 gl AN
4130 A 8ol thslA EBW 4L H L3l 2o
A7 AgYes de 2olm Y oA U
(Taguchi method) & o] 8-ttt FAo H4w
An FEAE £33 23 A5 A, =257
291 A9 o] &HE L2 3o, 44 =
A Hgo] IS Hrisly] A £4 0= 8
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€ AISI 4130 AR E 5 35 BEofd A4= oo
€ A= 9 FA 6 E 57 A17171 YA gisfel
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&l o}z 87 (gas tungsten arc welding) FA o2
T3l gtou, S F B E=E 2 (FE
79, 713 2 83 A8y A4 5o nxAY
HF Mol 2 TEYY] BESN B EBW FHE
AE EH HEIASHALH, oz &4 =
A 4R Y FAH dape) Ade da) B 30t
3= A,
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2.1 M2 A 8F |

2 A% Agd" AFEE Cr-Mo A 5749
AISI 4130 ©J™, 57 5mm, & 200mm, 7Zo|
1830mme] WA E ARt SHA AgrE Z
d X dei=A, £HFE obd Wk 3
Q Blo] YXBEE #1] 3tF T}, Table 12 &
Agel AHe-d BA F49) 318 AR S Yl
Atk HAA A5 AR AHEE ARE @2
#Fo] 0.3%9 A §E7olny, £4849 x5
B 3L 0.62%E £HA dYE @ Fol
ST7HE ARt E £4 d53FdxE= Fr g
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st 71AA AFE FYAA ALEE A8
ot}

EBW 33 A &% &35 HdAE Aund A4
AFe YoM F Ao L5F 2AHE £43}
EE 5o 9r] e, FE A Q3 = M
Zo] gl He2 dAse 9ok oela Al
A ol FAIE M= 2 ZEdo]E (bead-on-
plate) £ AAZ 3] A\ Az P go) 3
=

AbS-® EBW AulE 150kV-200mA €77
(Messer Griesheim, ) & A}&31t}.

Table 1. Chemical compositions of the AISI 4130 base metal

Compssition

C Mn 3 S St Ni Cr Mo Cea®
Type
Base metal 0.31 0.48 0. 003 0. 001 0.29 0.88 0.19 0.62
. _ M, N ¢ C M,
Note CN—C+ 5 +T§+T+—E—+T(M%)
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Fig 1. Welding flow chart

Table 2. 1, (2)

4%

BE &3 ANHE £ Ad ey EHE
Aolgt F ol EL R A&t EHY e EE
B2 aA3] AAsIAT. AHE AHL 479
AXF Fox A BHE ofHELZ NAHES
t}, G2 AlEE 20002 e g2 AA
AFe Ao -8 F AW Alo]e] o3
Hol g WA 7] 3l 7t Fo B §43E& 4
Attt 22y AlHe] ol g g el
7IAQlel B 8438 AN B 848 ¢98
3 GEdlE 200CE FE8 AAEY Y &%
£ HA3 Yt g ARE 447 2RH
AAGI < L YA B3 HALE A S
3 FFE By =, £145%4 MY 3F
8L AAE7 A ZTF 9 AA EA
(stress relief annealing, SRA) & A Al&H o, 0t
Aoz AA FxEAA 2FHE 7AH 43
£ 7] A8 HF GAEE AA BT o)A
43 2 dX F4 HAE Fig. 14 AA .

2.3 of7d Uy sl 88 =

AF L TA A AEE A8 oA U
S AF FA AL A HrHd ez H2
B B4 diide] Ha g F HAF 49

TE B3 ¥FEY %YL 1FY 7 U=
AY ol

£ d7os H4d A ZFE AT Table 20 A
Alg wpe} o] 84 = W N, FEFVL

Orthogonal array

A B AB C e BC D
Expt. No.
1 2 3 4 5 6 7
1 1 1 1 1 1 1 1
2 1 1 1 2 2 9 2
3 1 2 2 1 1 2 2
4 1 2 2 2 2 1 1
5 2 1 2 1 2 1 2
6 2 1 2 2 1 2 1
7 2 2 1 1 2 2 1
8 2 2 1 P 1 1 5
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Table 3. Factors and their levels

Levels
Factors ] . 5
(Low level) (High level)

Accelerating voltage (kV) 108 120 132

Beam current (mA) 40.5 45 49.5

Travel speed (mm/s) 22.5 25 27.5

Surface focus current (mA) 1673 1770 1865
5 ( 1653 ) ( 1885 )
-20mA at -108kV, +20mA at +132kV,

Weld focus current (mA) T35 1800 TR
(-20mA at -132kV) (+20mA at +108kV)

20 Aol HHE LY E AE39. 449
2 g g JgEE 1) A E 1639
Aol S7HA T B AY o eA 839 4
et FEstoay 7k W g g
& 9lth. Table 200 A 3lite] 42 dhve Af =
g Zed. F, e 4 e 2 (F a3
EE w3 g HFadgs?, 84 24 dE
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(A, ¥ HAF5®B), 8 ol% =20 2 28 4
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Z+-§ AB, BCol g AR E dV] A d¥o] 5
g A

Table 32 Z&+ 818 F+=F& AA 3t Ut o
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(Table 3914 0) & 7|02 ¢ +10% W3l A1A
} FHE e EB £H =1L %317 99
2834, F49He, S 2 AN £33 HA), 2
2]1l SRA T4 & A3 d-gdl &3 W59 939
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2 Eol, 8¢ del, ddAR 2 44 F& 9d 3
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Fig 2. Weld configuration of EBW

(Ushikata, Y&) & AM8-31o] 33 B33} 2 J#
#e FAY. SAHY £3FY 4 2 ¥y
of thg £ 3 &8 Fig. 200 AAlstgoh

SHF AA =& 227 oh&o HAL 71
2} (Carl Zeiss, 5Y) 2, ®A 23L& 23} Hu)3
(Nikon, Y&)& AL&#A A2 &gl

242 84R 1A 42 234

75 B o) =29 A2 B AT
T3 43 218 9439 Fig. 19 AAE &3
T3 2 EXHE AT T 4 dAY TR @A
42 71AH AR #& 2EA F%9 233 A
el 9% AP (HE © ASTM-E 8M “sheet-
type specimen”) @ %27 A]g (Charpy-V) & o}z 9]
33 SAd a2t TRl A A

O £499 4

@ SRA®! e (B &3 +600TA 12412 &R
F400T7HA =W F FY)

® HF dA2id e (E &34 + SRA+870T
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SRA A2 Fo| AE dxa dAE AR &x
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Fig 3. Final heat treatment
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Fig 4. Charpy V impact specimen

2 A ztel} i@ AL Fig. 39 AA Q. E3)
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ﬁqﬁ).
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3.1 7N Yioll2st 83 HSo IYH

Table 4= 2t A% Wsol G2} $PRY 29
2719 44 34 WAL SR o] AN HolT,

A4

AlY M3 1,2,4,69 A$E £857 948 44
o] dojupA] g2 HE £ FEE Holu glo
o, AY N3 79 AL 8EFI AR F £H ¢
4 ((heat input : 7}4 AgxuYd AF/E4 ol
&x)ol AHog AY 9 oldute} YR Hj=
Z3 £4 34 d40] AY ZA JdeEbgd, 53,
Table 494 &7 AF9) AV|7 AY 22 AP W
54, 6 89 S £3F v= FAL 2o et
W Slth o]z Table 394 =3 W4 A, B,
Col o3 83 949 =Zv|= v z2oa sdx
£33 v= 342 4 2A W5 g} AolE v
RS glom, & 23 AR dFME H=E §
e GEge Uvag ¥ ¥ U, =3 EBW
TN SR 4L W AF4 g8 dAHE
273 AF9 27 ¢ 44X 2 g} ¢ ug
SN, B AYIM 24 FFE s A &
o] HAE £ e 2Ho= FYHI . Table
48] 4¥ A0 g J|ges oA W s
ANOVA Z2 Y2 g o) g3lef Bit RAEE &
ATF 2 AHE Table 591 JeEMA . Table
5914 S& ®¥%E, Dfe AF%, VE ¥4 F= 4
A, S ECE%, p(%) 71988 Uehd,

¥, Table 58} 24t E4 X9 3 FAgo2RE
Zt 23 o g 719 A3 E Fig. 59 A8
At 2z vidig £4 P FA9 B4 nAE=
WrEe 438 g Ay o g,

Table 4. Average dimensions of weldment

Unit : mm
Expt. Bead width of Reinforcement Penetration Undercut weﬁ:ieamgal Heat
weldment depth (mm2) input

v (F:ce) (Cegter) (Rgot) (F;ice) (Rgot) f g Av J/mm)
1 4.67 2.02 0 0.24 0 4.11 0.07 9.6 196. 8
2 4.46 1.49 0 0.18 0 3.33 0.10 9.1 161.0
3 4.68 2.25 0.74 0.25 0.35 5. 60 0.02 12.4 196.8
4 4.60 1.92 0 0.29 0 4.39 0.13 10.3 240.0
5 4.76 2.41 0.76 0.34 0.04 5.38 0.01 13.3 196. 8
6 4.70 2.10 0 0.29 0 4.32 0.16 11.3 240.5
7 4.55 2.80 1.92 0.24 0.22 5.46 0 15.6 293.3
8 4.36 2.78 1.34 0.26 0.25 5.51 0.08 14.0 240.0
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Table 59 (a) & &3 %9 W vls Zd &
A BAEE JeEld Eeoln, WEo] AU He
2% 28 BC ¥4 E 239 = (pool) 3t =,
Fig. 59 (@)= 23 W49 #@4d Hgo g i
o] 4L 1P AAsz g W 9=
Zof| oigt 24 W59 9% £M=AB)YC)H B
>D)...%o2 YEIYY. &, 714 Askst 9 A
7o w3 FEo o A (AB) 7 AU E I}
HE Bgon, ¥ AR 84 £x9 2% Fg
BOH 71 AdA) 9 JggL A A=
A Vel F, ¥4 A B C/ AE Be &
3 AR o agE JeEdd F, £4H AY
Zd FWelA 2 dge] gro] Sl wEk ¥
A e 22 A4ge ¢ 5 U

Table 59] ()& £ oW YR vj= X
of it 4t EHFEE Yeld Holnf, ¥iFe] A
d AL D WSE a3k F3HT. =, Fig. 59
b)e =4 ¥ Al Pio UiF A5 95
g8 a¢gez AxEa . EHE g 4
2ol v Zo g 2A W5 4 SAE
A>BYCYBC) ... 5202 Jelyt}, £
B = X9 A 7b& H4A) 9 9L A
FAE A2 QFHo] gl visiA, 845
9 FYRg uE FL s Ao AU E o
FHE Hole WFE Yegygd, 234 AF D)=
I F¥EE FAY A9 A8 B FAU.
7t AT ¥ AFE 3 gl F71ge ulel v
E Zo] F/E & # AY =, &4 £57)

71

ZF7Heol whet vlE Zo] Age ¢ 5 AU
OlAL A FF ¥yt &4 dddl FHY3A o
g F7) gFojl

Table 59] ()& EWHolM e Bat Eold gig
A BARE JEld Holn, ¥Eo] AY FHe
B¥FE 2o E3t4th X, Fig. 59 & &
A Aol Fiol g Hre g gHS oy
o2 ANl Uty BFHY W Fold W %
A W J3H FME=ABYADBCYC) ...
TOo2 bl 7hE Aoty ¥ AR w3 3
£ (AB) 9 93 a7 AY E JEgEL Hol:=
Ha2 Yeigen, 84 £ 09 24 A%
DT 1 49%HE FAY A= A8 B F
Ak, 714 ko] Frhgol] whel FH o) g =
o|7t £7t8-& & # AUsdTh

Table 59 (d)& &< dold g ¥4 BMg®
€ YEd Holy, WEo] AY & BC WS
210 E3 AT E, Fig. 59 (& =& ¥
iy He] g ffe] gL agez AA
3t gl 8¢ Zojol g =34 Ao gy
FMEBYAYCYD) ... 522 vehg) H|¢
AFB)7F Ad & 9FHE Hol: WFE g
wom, uF Z-Lo 9% AB, BCY ®¥FE 1
FYYE FAY Az AHRE o FQ} Q)
AFe} 7ME ML 1 gre] F7hsd wel 84
o7t TS & # ¢les, U. Ditheys 9
A7 Ae} FEES 4 & 5 Yuey, = &
A old &£x9] FUtdl wal £4 HolY HAE

Table 5. Analysis of variance sheet

(a) Face bead width of variance sheet

Source Pool Di S 1% F S (%)
A N 1 0. 00020 0. 00020 7.04x10° 0. 00020 0.16
B N 1 0. 02000 0. 02000 7.04x 10" 0. 02000 80
AB N 1 0. 06125 0.06125 2.16x10% 0. 06125 48. 40
C N 1 0. 03645 0. 03645 1.28x 10¢ 0. 03645 28.80
e N 1 0. 060020 0. 0002 7.04x10° 0. 060020 0.16
BC Y 1 2.84x107 2.84x10°M - - -
D N 1 0. 00845 0. 00845 2.97x 10" 0. 00845 6. 68
Total 7 0. 12655 100

KEBEEEEIE F15% F6IR, 19974 128
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(b) Center bead width of weldment

Source Pool Df S Y% F S (%)
A N 1 0. 72601 0. 72601 717. 045 0. 72500 53. 14
B N 1 0.37411 0.37411 369. 492 0.37310 27.35
AB N 1 0.02101 0. 02101 20. 753 0. 02000 1.47
C N 1 0.17701 0.17701 174. 826 0. 17600 12.90
e N 1 0.03511 0.03511 34.679 0. 03410 2.50
BC N 1 0. 03001 0. 03001 29. 642 0. 02900 2.13
D Y 1 0. 00101 0. 00101 - - -

Total 7 1. 36429 100

(c) Face reinforcement

Source Pool Df S v F S (%)
A N 1 0. 00361 0. 00361 288.999 0. 00360 23.24

B Y 1 0. 00001 0. 00001 - - -
AB N 1 0. 00781 0. 00781 624. 997 0. 00780 50. 36
C N 1 0. 00031 0. 00031 25, 000 0. 00030 1.94

e N 1 0. 00001 0. 00001 1. 000 0. 00000 0
BC 0 1 0. 00361 0. 00361 288.999 0. 00360 23.24
D N 1 0. 00011 0.00011 9. 000 0. 00010 0.65
Total 7 0. 01549 100

(d) Penetration depth

Source Pool Df S A F S (%)
A N 1 1. 31220 1. 31220 22.70241 1. 25440 25.39
B N 1 1. 82405 1. 82405 31.55793 1. 76625 35.75
AB N 1 0. 20480 0. 20480 3.54325 0. 14700 2.98
C N 1 0. 12500 0. 12500 19. 46365 1. 06720 21.60
e N 1 0. 12005 0. 12005 2.07699 0. 06225 1.26
BC Y 1 0. 05780 0. 05780 - - -
D N 1 0. 29645 0. 29645 5. 12889 0. 23865 4.83

Total 7 4. 94035
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(e) Undercut

Source Pool Df S v F S p(%)
A N 1 0. 00061 0. 00061 49. 00004 0. 00061 2.53
B N 1 0. 00151 0. 00151 121. 00011 0. 00150 6.33
AB N 1 0. 00061 0. 00061 49. 00003 0. 00060 2.53
C N 1 0.01711 0.01711 1369. 00102 0.01710 72.19
e N 1 0. 00101 0. 00101 81. 00006 0. 00100 4,22
BC Y 1 0. 00001 0. 00001 - -
D N 1 0. 00281 0. 00281 225. 00016 0. 00280 11. 82
Total 7 0. 02369 100
) Area of weld metal
Source Pool Df S % F S p(%)
A N 1 20. 48000 20. 48000 163. 83969 20. 35500 56. 01
B N 1 10. 12500 10. 12500 80. 99983 10. 00000 27.52
AB N 1 0. 12500 0. 12500 1. 00000 0. 00000 0
C N 1 4. 80500 4. 80500 38. 43992 4, 68000 12. 88
e Y 1 0. 12500 0. 12500 - - -
BC N 1 0. 18000 0. 18000 1. 44000 0. 05500 0.15
D N 1 0. 50000 0. 50000 3.99999 0. 37500 1.03
Total 7 36. 34000 100

A. Sanderson 579 A Zuel AXNFL H<
g 4 gl

Table 59 (e) & A A A EXFE
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Fig 5. Change in average values of quality features
due to adjustment parameters changes

44

r'H

£ (AB)
L£HY dd FIEY vE F kS A (A)
W g4 zo] : 7bS HetT Y HHe us
22 (AB)
|9 e}t Y] AFB)
AYA : £33 £= (0
|4 34 993 kS At Q)

il

3.2 EBW 3HolM F3g oist 8F
ZHAEHESH E

£ A7 EBW FAH 22 57 Smm< AlSI
4130 AEE 7 i) o AY AYEE =
A3t £HF 4 4 vgy HAE B3 =&
AT 9 27 AL Table 69 A)A3IY
A4E 100)/mmoil A 74§ 3o 60]/mmE 4 2
9] JE8g FYPFch olojM B LH & JMS A}
£ 120kV, ¥ AFE 5mAZ ZAHFE o] =79 7}
ZF & 2iEeE 23 AFQ 1780mAR =H 319
on, £4 £5 & 5mm/s2 st4th E 2 &3

Table 6. Welding parameters of EBW process

Voltage Beam Travel Focus No. of Heat
Classification current speed current input Remarks
(kV) (ma) (mm/s) (ma) pass 0/ mm)
Tack welding 120 15 18 1783 1 100.0 Working
Pre-heating 120 15 30 2000 4 60.0 distance
: 719mm
Main welding 120 45 25 1780 1 216.0 Vacuum
Post-heating 120 15 30 2000 4 60.0 1 0.13 Pa
Table 7. Average dimensions of production weldment at the working conditions
. Area of
S Bead width of Penetration weld
pec. Reinforcement Undercut !
Process weldment depth meta
No. (mm®)
a b c d e f g A,
11 3.65 1.1 1.22 0.05 0.64 5.69 0.08 7.8
12 3.30 0.97 1.25 0.01 0.45 5.46 0.08 7.7
EBW
13 3.27 1.04 1.2 0 0.7 5.70 0.13 7.5
Avg. 3.40 1.04 1.22 0.02 0.60 5.62 0.10 7.67
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Fig 6. Microstructures of weld metals
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Table 8. Tensile and Charpy V impact test results

of welded joint
Test temperature @ 20C

249 F

Tensile test -V
Heat-treatment Charpy-\
TProcess N Elongation (%)Y.S. T.S. impact
conditions % (kg/mm?) (kg/mm) kg - m)
As welded 17.3 36 55.3 11.4
EBW After SRA 20.3 36 55 10.7
After Q/T 7.1 123.5 133.5 3.4
Annealed cond. 34.2 36.8 50.2 -
Base After SRA 32.4 39 19.1 -
plate
After Q/T 8.9 118.3 130.0 -

(a) Tensile test

(b) Impact test

Fig 7. Results of test specimens
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