FH36 A 8% 33X AT 439 F37 AA8H

Study of open defects on bend test of the weld with FH36 base metal
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Base metal(FH36)
Chemical composition(95)

C Si Mn P S Cu Ni Cr Mo Nb \%
X100 X1000 X100 X1000
9 26 148 3 2 1 1 3 0 0 5

Mechanical properties
Y. P.:447TMPa, T.S.:.521MPa, Impact(-607):326]Joules

Chemical composition of flux cored arc weld (%)

C Si Mn P S Cu Ni Cr Mo Nb v
X100 X1000 X100 X1000
4.2 50 156 7 7 1 1 4 2 1.8 17

Chemical composition of submerged arc weld (%)

C Si Mn P S Cu Ni Cr Mo Nb \Y
X100 X1000 X100 X1000
7.8 24 141 8 2 3 2 4 19 0 3
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