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Study on Prevention of Weld Transverse Crack for Thick Plate
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Fig. 1 Modified 3 point bending type crack
testing jig
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Fig. 2 Cantilever-type crack testing apparatus
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2.3 Controlled Thermal Severity A3
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Fig. 3 CTS testing method(Position of
anchor weld, bithermal, and trithermal
welding)
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Table 1. Diffusible hydrogen of several wires
tested by JIS glycerin method
wire Hpm (mi/100g)

3.375

3.342

6.482

5.276

6.167

42
5.114

"welding condition : welding current(230 A)
welding voltage(29 V)
welding speed(25 cm/min)
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Table 2. Chemical composition and mechanical properties of base and weld metal

element C!Si{Mn| P S Ni [Cr | Mo| V |TS|Y.S| ElL
base metal [0.09] 0.38 | 1.35 | 0.015 | 0.005 | 0.03 | 0.03 | 0.02 { 0.002 | 52.8 [42.0{ 31.0
weld A j0.04| 0.29 | 1.03 | 0.013}0.016 | 0.31 | 0.03 | 0.02 | 0.018 | 66.3 [61.4] 23.4
metal| B [0.04;0.29 | 1.05 | 0.012 0.017| 1.32 | 0.03 | 0.02 | 0.017 | 69.4 {63.7| 22.8
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