


1

solid wire tailored to1postweld8 rpair work part1
vanized steel shee94 (mile1)Tj-0.00023 c 0.23903 w 1040570 0Td
ed steel andhlig tensilet1







4

KOBELCO WELDING TODAYTechnical Highlight 

increases the diffusible hydrogen in the weld metal
as related to the water vapor pressure of the weld-
ing atmosphere. For instan
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As a rule of thumb, Table 2 shows Kobe Steel’s
recommendations for preheat and interpass tem-
peratures for individual welding consumables,
although exact temperatures should be determined
by taking into account the various factors dis-
cussed above. Interpass temperature must be equal
to or higher than the minimum preheat temperature
but lower than the specified maximum tempera-
ture. With excessively high interpass temperatures,
the tensile strength and impact strength of the weld
metal can be reduced due to coarse crystal grains
caused by excessively slow cooling rates.

Table 3 shows how the minimum preheat and
interpass temperature depend on plate thickness
and heat input in the use of DW-55LSR for
instance. This is because the cooling rate of the
weld increases — thus becoming more susceptible
to cold cracking — as the plate thickness of the
base metal increases; conversely, the cooling ratethe ten -1.17 T2 Tw 9.erminral uively 
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