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Tablel Welding condition
Plate thickness Gap Electrodes Welding current Arc voltage Heat input Shielding
(mm) (mm) No. Wire type A %) (kJ/cm) gas
35 Ist Flux cored wire 370 37
8 166
(EH36) 2nd Flux cored wire 360 38
. Ist Flux cored wire 400 38 635 100% CO,
80 2nd Flux cored wire 420 46 401/min.
(EH40) Ist Flux cored wire 410 41
9 667
2nd Flux cored wire 420 50
*) Ist electrode: DC-EP, 2nd electrode: DC-EN
Table2 Mechanical properties of weld metal
Plate thickness Heat input PS TS El E-40C() E-20C(
vE- vE-
(mm) (kJ/cm) (N/mm? (N/mm? ®
35 166 522 633 23 100 (124,89,87) 124 (128,126,120
% 535 503 644 24 85 (89,81) 108 (102,115)
667 474 622 24 52 (52,63,42) 88 (95,95,74)
*) notch position: 2mm from face side
Table3 Chemical composition of weld metal
Plate thickness Heat input
C Si Mn P S Ni Others
(mm) (kJ/cm)
35 166 0.06 0.30 1.50 0.013 0.006 1.14
- 535 0.06 0.20 1.59 0.010 0.007 1.28 Mo,Ti,B
667 0.06 0.19 1.52 0.010 0.006 1.19
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Fig.1 Schematic diagram of tandem electro-gas

arc welding process

Fig.3 Macrostructure of weld metal

(RNmmt Fara cida AR7LT/rm)

Heat input (k]/cm)

Fig.2 Influence of heat input on absorbed energy at -20°C
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Fig.4 Microstructure of weld metal
(80mmt, Face side, 667k]/cm)
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