Japan Wl ding Society

408 X80 iR MAG BTk FHAEICEHTIERMERS
BERAA(K) OFMB #e HFE BEA #H Fi

Study on Weld Joint Performance by MAG Welding for X80 Steel Plate
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Table 1 Chemical compositions of base metal X80 (wt%) Table 2 Mechanical properties of X80

C Si  Mn P S Ni Mo Nb C, P, YS®*  TS* EI*  Y/T* vE,
[MPa _/MPa [% VAl
0.06 0.25 1.85 0.008 0.002 0.20 0.20 0.05 0.42 0.18 594 693 36 0.86 269
Table 3 Welding conditions * Longitudinal direction
No. Steel Welding wire leimeter of Wel'dfng G‘roove. Heat input
wire (mm) position configuration (kJ/mm)
1| 1.2 20° V 0.94
2 A 0.9 40° Vv 1.21
3 ) bl ' Elat 60° V 1.55
4 | e 1.2 a 20° V 0.97
5 B 0.9 40° Vv 1.22
6 ) 60° V 1.57
1F Flat 0.99
1V A Vertical 1.01
10 . Overhead 0 0.98
2F | Dire 1.2 Flat 200V 0.96
2V B Vertical 0.98
20 Overhead 0.97
Table 4 Chemical compositions of welding wires (wt%)
Welding wire C Si Mn P S Cu Ni Mo
A (JIS Z3312 YGW24) 0.10 0.66 1.90 0.012 0.006 0.16 - -
B (AWS AS5.28 ER100S-G) 0.05 0.51 1.52 0.008 0.002 0.19 2.01 0.50
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Fig.1 Results of all deposited metal tensile tests Fig.2 The effect of heat input on yield
strength of all deposited metal
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Fig.3 Microstructures of all deposited metal fracture area of all deposited metal at 0°C
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