1
o
ok
H
I

B BHRSHO| BE AP

Study on the weldability of Steel water pipes
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Tablet. Chemical composition of
material used(Wt.%)

Base C Si Mn P S
STPW | 0.042 | 0.011 | 0.259 | 0.018 | 0.006

(b) Bond line
STPW:2000x200x12t
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Table2 . Welding conditions
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.Base | welding cur.| Weldi speed Electrode

(c) Heat Affected Zone

Metal (Amp) ( ‘min)
KSD 3508
STPW | AC®0-100) 110~120 K(S:B”’;ls Photo.1 Macrostructure of STPW

welded metal
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(c) Lower zone

Photo.2 Macro-photograph of Butt- Photo.3 Scanning electron microscope of
joint welded metal tensile test specimen
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Distance form the center line of cross—sectional bead(mm)
Fig.1 Hardness distribution of welded
metal
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Table3 . Results of tensile test for

welded metal
Tensile
Elongation| Fracture
strength .
2 (%) Location
(kgf/mm®)
Butt Joint Weld
29.7 43
(dry electrode) Metal
60 °-Groove
405 103 HAZ
(dry electrode) (Heat Affected Zone)
60 °-Groove Weld
371 6.0
(water electrode) Metal
4.3
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