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<Tablel> Chemical Composition and Mechanical Properties of Base Metal

. 3} 8HAT B ] (%) NARE AN/ mt) | F7
W A=A} : - ; Y B3
C Si Mn P S Cu | Ni Al Ti B ?_]_ZJ'Z)E 6(:1'-,7c}'5 (mm)
1 A |.08{.261 1.47 |.008{.002{.19{.17| .06 {.009].0013{ 570 462 70 | YAk
2 B [.07].17| 1.54 {.007}.001}|.01}.01{.038!.011] - 523 437 70 | YA
AFHA |.18].501.9-1.6{.035[.030(.35] .4 {.015] .02|] - |510-650 | MIN.390 | 50 | LRS
* Ay 7AY @5 FXE HUAE el (@, AlY AL HAAY)

SAYL = Fokoll A 7HF wol ALE-S & FCAW, SAW E Ao Al&5olx = EGWE A}&3tg ).
FCAWS] Agols SHAAER ANgatgony, zZhzte 238N AL4E L34z EXL o}
<Table2>¢} #t}.

<Table2> Chemical Composition and Mechanical Properties of welding consumables

AT E 5 3] (%) 71 A1 8 A3 A (N/ut, %)

ol

SAN | WS Spec. TS T TP TS N [ Vo | AT [gEgE aag] T
FCAW | ESITI-K2 |.04|.38|1.32|.012].010 | 1.43 | - 600 540 28 | 1.4m
SAW | F7AS-EH14 |.08|.10]1.49].015] .008 | =~ | = 550 470 31 | 4.8m
EGH | (EG70T-G) |.05|.25|1.60].009| .007 | 1.40 | .13| 615 500 25 | 1.6mn
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<Table3> Welding Conditions

| 38 [anw|agm|BERAFRAALT) Sjaqgy S IE
1G |240-390| 29-37 | 39.5 58 Single V,40°
3G |230-290| 25-29 | 39.3 53 Single V,40°
1G |230-390 25-37 33.7 59 Double Bevel,40°
FCAW | 2G [240-300| 26-32 9.8 16 Double Bevel ,40° W7he- A g
3G |230-290] 26-30 35.7 53 Double Bevel,40° | 1
2F |260-300( 27-30 12.8 16 g9 0S8 3
3F [240-250]| 25-27 32.3 35 g 45 /a5 43
SAW | 16 |630-830| 29-37 | 35.0 42 Veo ale o FCAW+SAN
B | 36 | 410 | 40 550 - Single v,200 | 2 | Root Gap:
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<Table4> Tensile Strength for Each Joint

239 | 8344 ARG E a9 A LI
AF A (LRS) MIN. 510 - -
)
ég 232 ;ig Single Vee
FCAW 1G 582 L=
2G 618 24 Double Bevel
3G 590 =
SAW 1G 554 / 561* / 491xx | R
EGW 3G 638* / 468+ -

*, %+ All Weld Metal 1% A@dA Y AAAE, FEHT
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<Table5> Impact Value for Each Joint

F4A0U)

£3 -20C —40C

Z+A) FACER-(®+ 1ST SIDE) ROOTH-(%== 2ND SIDE) FACES

WM | FL |FL1 |FL3 |FL5 | WM | FL |FL1 | FL3 | FL5 | WM | FL | FL2 | FL5

1G | 95 | 145|309 | 324 { 370 | 73 | 261 | 267 | 293 | 358 | 54 | 101 | 270 | 328

3G | 101 | 162 [ 234 | 302 | 357 | 69 | 249 | 260 | 293 | 318 | 80 | 120 | 187 | 328

FCAW 1G | 93 {152 | 317 | 255 1247 | 78 | 125 | 315 | 295 | 367 | 70 | 113 | 236 | 257

26 (103 59 [ 153 | 108 [ 232 | 84 | 60 [ 198 [ 212 {251 | 65 | 47 | 191 | 218

3G 91 | 127 | 258 | 308 | 360 | 78 | 170 | 277 | 311 | 394 | 63 | 142 | 216 | 364

SAW 1G | 144 | 230 | 270 | 392 | 252 | 145 | 97 | 209 | 284 | 273 | 163 | 121 | 213 | 242

EGW 3G 45 - 31 - - - 16 - - -

+ AR ETA ¢ AICAAEER), AIATER, FALTAA)

<Table6> Macro-photo for Each Joint

F A4 - EGW

Single V 7|4 ofél®7] AA(IG) - FCAW Single V /1A 4%

oot
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<Table7> Welding Condition and Hardness Value for Horizontal Fillet Joint

AE | £33 |AFQASW 4L (kI /) A% X (Hv10kgf)
1 300 30 13 FACEY- ROOTH-
2 FCAW 280 30 13 W/M 264/243/242 W/M 245/260/244
3 290 30 16 WHAZ| 2302/310/314 |W HAZ| 236/230/234
4 260 27 9 F HAZ| 284/290/294 |F HAZ| 265/253/206

of 2 2 AF A 4% < A A=A d9aA
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