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Abstract

Overlay welding is carried out to improve the corrosion resistance, wear resistance and heat resistance
on the surface of the chemical plant and steelmaking plant structures. In overlay welding, control of the
bead size and the temperature distribution of weldment are particularly important because that is directly
connected to the improvement of quality and productivity. The aim of this study is to model the welding
heat source that is very useful to analyze the bead size and temperature distribution of weldment. To find
the welding heat source model, numerical analyses are performed by using FE software MSC-marc.
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Fig. 2 Macro section and weight factors of initial
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Table 1 Properties of base and weld metal
Material Remarks YP(MPa) TS(MPa) El(%)
EHA47 Steel 490 590 21
SF-36E consumables 570 610 29
Table 2 welding condition
Welding Heat input . AverageC Average Average Pass
Steel ocess (kJ/em) Consumables Shield gas urrent Voltage Speed No
P (A) (V) (CPM) ’
EH-47 FCAW 15~17 SF-36E 100%C0O2 255 32 30 13
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