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Table 1 Chemical composition of test steel
C Si Mn S P Ni Cr Mo A%
< 0.11 0.17~0.37 0.40~0.70 < 0.010 < 0.015 4.4~4.8 0.40~0.70 0.30~0.55 0.03~0.09
F2 HAWANNFMERE
Table 2 Mechanical properties of experimental steel
JEIRGRER, /MPa PUBRER,/MPa  JEIRILR WIS RA(%) WTTFT WAL R Z( %) =50 C bR UL RERE Ayy/]
835 935 0.893 21.0 72 230
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Table 3 Chemical compositions of V840 and JS80 deposited metal

upe B C Si Mn S P Ni Cr Mo Ti
SEE 0.047 0.27 1.35 0.0054 0.008 4 2.52 0.73 0.39 -
V84045 5%
FHARZR < 0.085 <0.45 0.9~1.5 <0.012 <0.015 2.1~2.8 0.5~1.0 0.3~0.6 -
SEE 0.070 0.40 1.75 0.0068 0.0042 2.51 0.65 0.59 0.020
JS80JE 22
HARZR 0.03~0.07 0.30~0.50 1.50~1.90 <0.010 <0.010 2.40~2.60 0.50~0.70 0.50~0.70 0.02~0.05
x4 RBEIEZESH
Table 4 Test process conditions
BB RBRET/C HIHEEES(%) HFEET/C  RERRIA  EEREUNV  REEE(emmin ) S AE(KT-em )
V840454 27.4 34 100 28 15.5~16.8 20
IS80JE 22 27.4 34 100 25 25 15
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Metallographic photo of welded joint. (a) manual
welding; (b) gas shielded welding
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Microstructure of V840 manual weldingjoint. (a) we-
Id; (b) fusion zone; (c) coarse-grained heat
affected zone; (d) fine-grained heat affected zone
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3 JS80 R4S RIPIRELMMARAR
Fig. 3 Microstructure of JS80 gas shielded welding
joint. (a) weld; (b) fusion zone; (c) coarse-grained
heat affected zone; (d) fine-grained heat affected
zone
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Fig. 4 Joint hardness distribution
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Table 5 Tensile test of welded joint
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Table 6 Impact test data of welded joints
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Fig. 5 Morphology of weld impact fracture.(a) SMAW
pars fibrosa; (b) SMAW radiation area; (c) GM-
AW pars fibrosa; (d) GMAW radiation area
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