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Table 1 Chemical composition of base material and rod

g C Mn Si S P Cr Fe

1.09 0.22 0.003 0.018 0.022 R=
1.40  0.33 0.020 0.012 0.023 #xh

X52  0.16
Q345 0.18
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Table 2 Welding parameters

SR Wim D) TOHBED) TBE] SEMRERER

n/(r-min”") F/kN F,/kN tls S/mm
7000 30 35 8 14
7000 35 40 8 14
7000 40 45 8 14
7000 45 50 8 14
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Fig. 3 Macro observation of welded joints
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Fig. 7 Hardness distribution of welded joints
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Fig. 8 Impact absorbed energy of welded joints
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Fig. 10 Microstructure of impact fracture of weld joint
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