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Fig.1 Effect of the aspect ratio of weld metal and the heat input on hot cracks.
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Fig.2 Cross section macroscopic photogragh(t=17mm).

Table 1 Result of Ultrasonic Testing and mechanical test.

X * Hardness test .
i Ultrasonic| Tensile test(MPa) 2 Impact value ave.(J) max.(Hv10) /.Xngul.ar Ratlo. of
Welding method Lo - - - - 3 distortion | welding
testing Yield | Tensile | Portion of specimens Mesurement ave.(rad) | efficienc
stress strength i ii iii iv A B C ) y
Conventional MAG No deffect| 557/566 | 605/602 | 183 | 154 | 188 | 139 | 334"| 282" | 274"| 0.067 1
High current pulsed MAG| No deffect| 558/562 | 599/598 | 181 | 149 | 258 | 150 |331°|363"|274"| 0.047 2.3

*1: L/2-disregard level

*2: Result of two test pieces
*3:1 and iii: taking at HAZ of 6mm from the surface ii and iv:taking at center of weld metal of 6mm from the surface
*4: Refer to Fig.3
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Fig.3 Hardness measurement line. Fig.4 Cross section macroscopic photograph
4. 5 (U-shaped rib thickness; 6mm).
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1) Tsuneo MITA, “Welding Guide Book V” Japan Welding Society (2004), [-13~I-27.
2) B2 AR, FLEE(2003), 315
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