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Effect of Mo on the single/multiple pass SAW weld metal of

low temperature material
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ABSTRACT To investigate mechanical property on the low temperature plate weld metal, the
two different plates of the same steel grade were welded and evaluated on the multiple pass
welds and both side one run welds with different Mo contents welding consumables. The results
are summarized as follows;
1) Welds made by no Mo containing wire showed very low impact values for type of material
company.
2) Welds made by 0.25%Mo containing wire showed good impact value regardless of both side
one run welds and multiple pass welds.
3) Welds made by 05%Mo containing wire showed good impact value for both side one run
welds ,while it was not acceptable value for multiple pass welds.
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Table 2 Mechanical properties for base plate.

Base Strength(MPa) Impact(Joule),
Metal| Yield | Tensile | EL(%) | @(-60TC)
A 392 454 33 351
B 404 482 31 260
22 348
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Table 4 Welding condition for both side one
Run SAW.
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Table 6 Impact properties on the two base

Current | Volt | Speed Heat Input :
Bead (A) V) |(em/min) (k]/cm) metals and two welding consumables.
1 328 gg 75 486 Welding Impact value(Joule), @-55C
Consumable | Base Metal A | Base Metal B
2 00 34 110 30.2
650 38 ) A(0%Mo) 74 37
B(0.25%Mo) 250 134
3. dd 21} C(0.5%Mo) 133 111
31 MEE AlY

&3 Ag Aie Table 59 eI
s

Tableld Bel FXo 9% 2 33 Fei
Mo @3l WA Frse d4e mgon,
Mo #3ol 05% ol4el Aedle 87@E B
A4 282 #A% + Ak

%7 A4e At Mo #ao] Bl ko
W FAA40 20 AEe qAY 5 AUtk
aEt Mo §E A 22T 0.25%Mod)
24 0z SAAE =Y BEY 371 @Y
e BHA FP EW, A4 A9 7
3 AR Fe wel F3 Yok

Table 5 All weld metal mechanical test.

Impact
YS | TS EL
Weld Metal| (vipy) | (viPa) | (%) | Veluel),

A(0%Mo) | 514 622 | 30.6 94
B(0.25%Mo)| 628 647 | 21.8 116
C(0.5%Mo) | 629 702 | 27.0 57

* T.S requirement: 490 ~660MPa
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