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Fig.1 Tensile strength and Elongation of SAW weld metals for ditferent
current type and polarity.
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Fig.2 Charpy-V transition curves of SAW deposited weld metals
for jj}ﬂ‘crent current type and polarity at heat input
cm.
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Fig.3 Charpy—V notch Impact test results of SAW weld metal
depending on heat input. (A:33KJ/em,B:43KJ/cm)
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Fig.4 Oxygen and Nitogen contents of SAW deposited weld metals
I)ér differant current type and polarity.
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