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A study on Cold Cracking Susceptibility of 600MPa grade Welding Consumables
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Table 1. Major chemical compositions of 600MPa grade welding consumables(wt.%)

C Mn | Ni | Mo | Ti | B(ppm)
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Fig. 1 Cracking ratio as a function of Fig. 2 Cracking ratic as a function of
preheating temperature carbon equivalent
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Fig.3 Microstructures of weld metals
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