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A Study on EGW Process of Thicker-Plate TMCP Steel
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ABSTRACT High capacity container carrier has been considered for many decades to transport
the more containers at the same time. Therefore, it is required for high capacity container ship to
be applied thicker plate to accomodate a mumber of containers compared to that of general
container ship. To increase productivity of welding, new welding process should be considered. A
representive process for increase of weld productivity is EGW(Electrode Gas Welding) process.
Both sides EGW process was evaluated for thicker-plate TMCP Steel. From the test result, it is
considered that this process can be applied, showing satisfaction of mechanical properties such as

tensile strength and impact property.
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Table 1 Chemical composition of base metal

Element(wt. %)

G Si | Mn P S Ni Cr | Mo | Cu Ti

007 | 023 | 149 | 0.014 | 0.002 | 0.19 | 0.02 | 0.01 | 0.23 | 0.017

Table 2 Chemical composition of weld metal

Element(wt. %)

C | si (M| P | S | Ni |C [Mo| Cu |Bppm)

0.05 | 0.20 | 1.60 | 0.015 | 0.014 | 2.06 |0.04 | 0.12 | 0.09 61
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Gap | No. |Ampere| Volt | Speed | INPUt | o m=x71e AL 2 4 g
fz] A) | W) |(cpm) |K/cm)
Ad 400 41 45 219 Table 5 Impact properties
6mm [—
3| 400 42 4.7 214 Root|  Impact value (Ave. J] @20C) |[ ..
Gap :
Lomm oo | 40 | 42 | 31 | 8B | || WM | BL |FL#1|FL#3|FLss |tion
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Fig. 1 Macro structure
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Table 4 Tensile strength

Root gap Tensile strength(MPa)
(mm) | Face(Ist) | Root | Face(2nd)
6 575 555 576
10 542 520 546

Spec. : 510~690MPa

Spec. : Min. 41] @-20TC
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Fig. 2 Microstructure of weld metal
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