LNG Tank& 9%NiZH GIFIHCl E2REN
Welding Characteristics of Continuous Casting
9%Ni steel for LNG Tank
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Table 1 Chemical compositions and mechanical properties of material used

Chemical composition{wt.%) Tensile Properties

Material = - V(E“)“
(thick.) - - - v : J
C Si Mn P S Ni Sol-At (WPa) | (MPa) (%)
9% Ni
steel 0.06 | 0.27 | 0.68 | <0.002 | 0.004 | 9.45 | 0.041 680 761 31.8 213
(25mmt )
Table 2 Mechanical properties of 9% Ni steel welded joint
Weldi Tensile Test
Material ;foc'e"sgs VPP Fomer Welding Material
ickn - X
(Thickness) (Heat Input) | Strength |Strength Elon(g;:\)non iroacttu.roend (Wire/Flux)
(MPa) | (MPa) catl
SMAW
(17kJ/cn) 601 724 13.1 W.M NIC-70S
9¥Ni Steel SAW NITTETSU Fillert9s/
(25mnt) | (23kJlcm) 500 730 16.2 WM NITTETSU Flux 10
Auto GTAW
(24Kd/ cm) 554 714 11.0 W.M TGS-709S
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Fig.1 Maximum hardness testing results of 9%Ni steel, Fig.2 Impact energy variation with notch location
No-preheated in GTA welded joint
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