Development of Welding Consumable for Controlling the Cold Cracking
in Steel Deposited Metal
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Table 1 Results of y-groove weld cracking test'?
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Table 2 Effect of Y-SiFe and Te addition on diffusible

hydrogen content([H)) in weld*’

Y-SiFe addition.} 55 50 125 9250

(mg/cm)
(H), (ml/100g) | 7.26 433 454 417 417
Te addition. | o 45 10 15 20 25 3.0
(mg/cm)

(H], (ml/100g) }8.05 4.21 3.71 3.75 3.29 3.24 3.24
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