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Effect of Welding Heat Input en Diffusible Hydrogen Content

Jae-Hak Kim, Jun Seok Seo, Hee Jin Kim and Hoi-Soo Ryoo
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Table 1 Heat inputs and welding conditions

Heat Welding Condition
Input Current | Voltage Speed CTWD
(kd/em) | (4) V) | (cm/min) |  (mm)

7 200 23 40 20
14 250 25 28 20
17 270 28 28 20
20 300 30 28 20
25 340 34 28 20
25 340 34 28 20

Table 2 Result of diffusible hydrogen tests

Heat Diffusible Hydrogen Content Moisture
Input (ml/100g) Content
(kJ/cm) Individual data Average| (8 m’)
7 3.8, 3.47, 4.00, (8.70) 3.75 20.15
14 4.54, 4,13, 3.58, 3.68 3.98 17.14
17 4.16, 3.59, 3.67, 4.44 3.96 17.14
20 4.46, 5.53, 5.10, 5.18 5.07 17.14
25 7.10, 7.56, 7.55, 8.14 7.59 20.15
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Fig. 1 Effect of heat input on diffusible hydrogen
content
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Fig. 2 Example of diffusible hydrogen envelope
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