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Abstract

Cold cracking of weldment is one of the most serious welding problems. A sufficient quantity of
diffusible hydrogen, a residual stress, and a sensitive microstructure are the causes of cold cracking. Removal
of any one of these factors can be used to prevent cold cracking. Application of flux cored arc welding
process is increasing due to high productivity and easiness of welding. In addition, to prevent cold cracking
in the HAZ or weldment, preheat temperature and interpass temperature have to be controlled. In this
study, the effect of preheat temperature on the levels of diffusible hydrogen in the weld metal deposited
using flux cored wire was examined. The levels of preheat temperature of base metal specimen were
ambient temperature, 50, 100 and 150 C respectively. The result showed that the increase of preheat
temperature was a linear relationship with reduction of diffusible hydrogen content in weldment.
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Table 2 The atmospheric conditions during experi- a
ments with various exposure time 0% 10 20 30 10 50 50

Ambient e Temperature of
Humidity .
temperature (%) specimen
() ()
First 18.3 55 19.5
experiment
Second 17.6 60 19.7
experiment
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Fig. 3 The diffusible hydrogen content according
to air exposure time of weldment

Table 3 The atmospheric conditions during experi-
ments with various preheat temperatures

preheat Ambient Humidity | Temperature of
temperature(C) | temperature(C) (%) specimen (C)
50 23.1 70 50 ~ 56
100 23.7 87 105 ~ 110
150 24.2 73 154 ~ 160
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