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A study on the microstructure on welded zone of
Hybrid Welding and Submerged Arc Welding
in API X70 steel.
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Fig. 1 The device of Hybrid welding
used in this study.

Table 1. Conditions of Hybrid welding.

Laser Power 2kW
Welding speed 0.3m/min
Focusing optics Lens
Focal length 200mm

Gap 0~0.8mm
Laser-Arc distance |6.5~8mm
Arc volt, current |20V, 150A
Weld wire SM70, @1.2mm
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Fig. 2 Shape of groove.
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Fig. 3 Microstructure of base metal
in API X70 steel.
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Fig. 4 Microstructures of weld metal
in weld zone.
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Fig. 5 Microstructure of weld metal
by SAW.
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Fig. 6 Comparison of Hardness at each
welding conditions.
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Fig. 7 Hardness for weld zone by SAW
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¢ Development of an API
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