Study of Solidification Cracking under FCB Welding of Butt Welding.
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*Prediction of occurrence of hot crack in analysis Evaluation of strain on weld metal
« Consider hot crack prevention measures on analysis during BTR by FEM analysis.
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@]alo IS [e]a B In this research, a new crack generation evaluation method based on mechanics and metallurgy has been proposed. From the metallurgical
viewpoint, the solidification growth direction is predicted by using the BTR temperature gradient vector. And the hot cracking resistance Is evaluated from
columnar association angle. From the mechanical side, strain generated in the molten and solidified part Is evaluated using the BTR plastic strain increment.
Then, the proposed method was applied to 4-electrode One-side submerged arc welding. The following results were obtained:

* |t was confirmed that the penetration shape and crystal association angle changes with the welding speed.
* [n the small welding speed condition, BTR plastic strain increment become small and the crystal association angle become large.
* This Indicates that changing the welding speed may be effective to prevent solidification cracking.




