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ABSTRACT

In order to evaluate disbonding properties caused by hydrogen on the Electro Slag Strip

Welding for 1.25Cr-05Mo steel, two kinds of welding consumables were selected and tested
under the disbonding condition of 97.2kgf/cm® at 425°C. Chemical composition of the welds
showed that they have similar chemical compositions. The microsturucture investigation, however,

indicated that "A” weld has high ratio of coarse grain area, while B weld has low. Disbonding

results showed that high ratio coarse grain welds showed unacceptable, while low ratio coarse

grain welds showed acceptable.
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Table 2. Welding condition for Electro Slag Strip

Cladding.

_ Heat
Welding | Current | Voltage | Speed
consumable | (A) (V) | (cm/min) (1?}/%;;)

A
(width Bmm)| 130 | ® | 18 113

B
(width 9omm)| 140 | B 16 e
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Table 3. Chemical composition of electro slag
strip cladding weldments.

Welding Chemical composition
consumable C Cr Ni Nb
A 003 | 1812 | 11.03 | 0350
B 003 | 1802 | 1038 | 046
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Fig. 1 Microstructure on the ESW welds.

Table 4. Disbonding test result for welds.

Welding | Temp. | Pressure C%';hélg Result
consumable | (C) | (kgf/cm?) (C/hr)
A i i
(width 75mm) 45 e | Disonding
B
(width ) 425 972 150 | Acceptable
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