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Effect of Base Metal Chemistry on the Hot Cracking at SAW Welds
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ZtE SHFZ2EY Uy gdel, AFFAdAT BAE F4L st o
4 SH71EQ SAW AlFg& AEsta glvk. HIZoe 40 -~ 50 mm & FH 43
€ 1lrun 28 FR4Y £ Qle ddd 371l A= ddel L5 gtk
SAW 71¥o] 2 FHELHI Q= ¥t A 4, 9458 F+2H9 longitudinal
2 girth 3% 2 ¥ H-beam 9 fillet £F@Folth. oje} 2L SAW £3E= o
vtdo g 7143 Aol 481 bead ¥l FZ3t, € SHIH vlElo FF
LR m2FdFe] B FA B A AsE oprlsta QUoh

SN 1A EL F2 E£FFSY 3IHNE FL FnFFA LAEHH,
$3F4e] ARQE 53 BETE, ¥4 §1IBA (bead shape) ¥ &3
45 strain o A¥lE EA € (1] ol @} SAW §3F 49 1 7Ed
3 AYHE FFA717] 8t AR dAdAME SHARY AR E, AFIAANA
€t 4344 2 32 §& A ok 33U HE S HE SAW 8359
1 FEAEL FHdE dE ZAY AP A AFIHA Hed, ol HZ
AL SAW 718 AA7E e =L SHAF 2 AT UM AZHI dE
o 2AY 54ge] FuEo] §3F&S 3R] A WA PRl [2].

B d3d e SINGLE PASSE o]0z YAF SAW &340 127
Q 54l BRE B2A H%24 53, BT 9TL Wosr] sdskd, AR
Z= 50kg/mm’ F ©lBA ©AFFo] 008 I 016 wt.% & 7HAE F FAS o843t
Atk
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2. 43 9y

Ago] AHEE ZAE gut 724 AR KS SWS50A o+ BS 4360 Grade S50EE
olglom, o] 59 YEAY FHAHES ¥ 14 Jehidtt (& AR FAE Ao]
A 3 AL SR FALHE F4HEYE FAGFHoE WIAA ol g 1=
3l7] 1goldnt) |SHAEE B4l 012 wt.% ¢ AWS EH-14 & wire & A%
sten, ZPH flux = FTA8 grade oAtk £HL 600, 700, 800, 900Amp2] 4
7HA LHAFE AHESIY 1 pass 2 AAGELeH, £34FE 75 10mmIst #A
g 4 JES A¢H £35S 2AsYY. £HAAME SRR AAeluE. §3F
B4 127E A4 Brte AWEd Bnd A F5A AAsAT (2]

E 1 2A9 AL wt%

C Mn Si p S
(*165 mm t)
BS4360 50EE 0.08 153 0.25 0.012 0.004
(25 mm t)

* effective thickness = (13+20)/2

.47 ¢ 313

Fig.l & EH-14 9} F7A8 flux & °]43lo ®&4 gFol AJold F ZAAld &
AE SAW £3349 n2dd dAd vAe 8z 9L TAF Aot
gAagEFo] 016 wt.% U e §FAF&EAA= £HAFIE 700 amp. olAdA BF
aegge] AN Y, A gAE TR FA Ao AR £HARESNA
Ao a7 do] HAHZA gt dutzoz FUF SHASE AMLE AL, &
AF4&o 312 79 UL £33F49 YA =, penetration/width (P/W)<e] H|7}
45, §HR FLH= FE£LYol E4F Frldr. £AFT& FA4 =, (P/W)
o e & 43HF T3] §HAFI FUESFE FUHHALH, I AFA Y £I3F
g8 (P/W)S A fASIET. Y, §4%Fo] 016 wt.% Q) 7o &334
AqME P/W 9 u7} F7184F 32799 o] Frlslgeyt, A ga7Ae A
Folle n2ddy T QAT EF 2o FA GA AeiQl AR A
|3 FA FEHE FE£FYHo| AUz FIHJPRA Y FIELAL gJtk o=
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SAW $2349 1e7Y P44 $H2A A Q=HA @1, $3249 3
Sg4gRel A SEHE SATS HAzHL 2AY H4Ho o5 WAHALE
BLERASES

- BFFL&e] 12 FE AFAE AR SHAA Hige) Qo] AF 4
g o]g=+= AHo] BS 5135 oA A Q& UCS factor ( = 230C + 190S + 75P
+ 45Nb -12.3Si - 54Mn - 1) o|t}. o|& o]&3loq & &&AF49] UCS factor & F
stglen, ol EHARE ¥E dtd Fig2 o AT B4l 016 wt.%
Q el ¢23F<49] UCS factor £ 600 amp. oA 21.7 elRemd, 2 2o AFoA
T 2399 24 ol W nmeFdoe] HAHA gUd A §A7HC=0.08 wt.%) ¢
o] BFAFLAAME 85 - 106 BE w9 W2 UCS factor #E Holx 3ot W
AL3 Ay st dojA ez HE &F £FF49 UCS factor &
AASH oF 15-18 Bxolu2, 4 L£3AF4H9 AHFAPEL 344 95ty Az ¥
H 499 C, Mn 2 Si 9 93¢ 34 T3 ULe & $ Aok olE i3} HESF
UCS factor 4}&A] 2309 A& 7HA= C §F o] 7HF F835 0. & 2Ale FA4
o] 55=70% AE & HYd SAW 71¥el o §&AF49 1 7Y F+A (USC
factor) & EA 3G E 53] ©he ol 3A dE51 ke Rolth

4. 4 &

HUdd SAW §FF49 12749 AL £32ARTgE §3349 3%
ZA A EHY, LIFFL ZAL 2AY N4 o3td FYHE 2A
o] MR 53] C, Si € Mn 9 F3o A oEFh ol 33 HEF UCS
factor 4H&Al 7} & AFE 7HAE C ¥Fol 718 Fasid.
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Fig.l Effect of welding conditions on the hot cracking at the SAW welds

35
| O BM(0.16 m.%)
A BM (0.08 wt. %)
0 @ Cracked
25 -
§ i o o ®
a 20 ©
&
v
Q
2 i5F
! A
ok A
A
5 =
L
0 A L 1 i i i A 1 A .
500 600 700 800 900 1000

Welding Current, Amp.

Fig.2 Effect of base metal chemistry on the UCS factor of the SAW welds
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