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Table 1 Nominal welding conditions applied to produce the welds investigated.

Number
of Welding| Heat Groove Configurations (mm)
Code Electrodes Electrode | Current Volt.| Speed | Input
(spacing in mm) Number (A) | (V)| (cm/min)j (kJ/cm Length
Parts Width | in Welding Others
Direction
Skinplate 300 500 Thickness: 80
wcl | - 380 | 52 1.35 878 Diaphragm 300 500 Thickness: 50
Backing Plate| 35 500 Thickness: 80
- Groove Gap: 25
Skinplate | 500 500 Thickness: 80~85
we2 2 ! 340 | 46 | |66~ |1066~| Diaphragm | 500 500 Thickness: 80~85
(50~55) 2 340 | 46 1.76 1131 | Backing Plate| 35 500 Thickness: 80~85
- Groove Gap: 25

Table 2 Composition ranges of major alloy elements in the weld metal investigated (wt.%)

C Si Mn P S Ni Mo
0.06~0.11 } 0.17~036 | 1.32~1.75 | 0.006~0.009 | 0.002~0.005| 0.01~1.08] 0.18~0.52
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Table 3 Examples of Charpy absorbed energy achieved in the weld metal.
Diaphragm Charpy Absorbed Energy at0 C (J), () : Average
Welding Plate Thickness Diaphragm 1/2¢ Diaphragm 1/41 6mm under Diaphragm
Condition t(mm) (i.e.. Weld Metal Centre) Plate Surface
we2 85 166,204, 194 (188) 197, 125,178 (167) 199. 147,218 (121)
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