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Development of FCW for Type 310S Stainless Steel
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Table 1 Chemical compositions of undiluted
weld metal (wWt%).

Type G Si Mn Cr Ni
A 0.18 0.63 1.8 25.7 211
B 0.03 0.63 1.8 25.8 20.9
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Table 2 Welding condition of bead on plate.

Heat Input Current(A) | Voltage(V) | Speed(cpm)
Low 150 25 25
Middle 190 28 30
High 220 3l 35
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Fig.1 Bad sape on heat input for BOP test.
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Fig.2 Bead shape of fillet welded joint.

Table 32 JEZe & 1&d4E LAYE&ES
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Table 3 Crack ratio of fillet welding.

(a) A—type

(b) B—type
Fig.3 Cross section of fillet welded joint.
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Table 4 Mechanical properties of 310S FCW.

Crack Ratio (%) Mechanical Properties A—type | AWS Spec.
Current | =(crack length/welding length)x100 at RTTC 37~45 -
Absorbed
(A) A—type B-type Energy () at-50TC | 36~42 -
Ad ol | Ad | oA at —196C | 30~31 -
200 34 | 416 | 91 | 727 ¥5(Mpa) il _
Elongation (%) 34.3 Min 30
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(a) A—type

(b) B—type
Fig.4 Specimen for mechanical properties.
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Fig. 5 Welding window of 310S FCW.
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