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Abstract: The welding fume of E5015-N1 covered electrode for pressure equipment was collected by precipitation and fil-
ter paper collection method. The phase and microstructure of the fume were analyzed by XRD and SEM. The results show
that too small or too large welding current will lead to the increase of welding fume. During the slag wall transition, a large
amount of fume will be generated on the droplet surface, and the spatter is one of the source of fume. The main phase of
E5015-N1 covered electrode fume is fluoride and oxide. The magnetic fume particles form a chain driven by the force of
magnetic pole couple, and single or multiple primary fume particles will gather to form secondary particles with "shell-

core" shape.
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Fig.1 Welding smoke and dust quantitative testing device and

placement of conductive tape
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Table 1 Chemical composition of E5015-N1 welding rod deposited

metal(wt. %)

C Mn Si S P Mo Ni \%
0.063 1.12 0.53 0.007 0.015 0.010 0.55 0.005

&2 E5015-N1EEBEHEE 1R

Table 2 Mechanical properties of E5015-N1 welding rod deposited

metal
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Fig.2 Effect of welding current on smoke and dust content
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Fig. 5 XRD analysis results of welding smoke and dust
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