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Fig. 1 Welding groove and bead
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Table 1 Welding parameters
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Fig. 2 Welding temperature field
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Table 3 Results of impact test
S CMT T2 Jikuh L
1 46.7 35.1
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Fig. 3 Weld hardness
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Table 2 Results of tensile test

T . YRR W e i % i %d
T 7 R,/MPa A(%) frE
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Fig. 4 Microstructure of weld bead
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