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ABSTRACT:

Introduction/purpose: During exploitation tests of gasoline storage tanks, cracks can form in an austenitic-ferrite welded joint,
which can compromise the entire tank.

Methods: In order to obtain a welded joint of satisfactory strength and durability, the paper analyzes the influence of heat input on
the tensile characteristics of welded joints. In the current literature and practice, additional materials for welding the tank elements
are selected according to the chemical compositions of the elements of basic materials, with the help of the Schaeffler diagram. In
this paper, the characteristics of welded joints of gasoline storage tanks are examined, when the largest part of the tank is made of
fine - grained microalloyed steel NIOMOL 490 K, while the roof part of the tank is made of austenitic steel. Slabs of these two
materials were welded by the MIG process with additional material MIG 18/8/6, at different amounts of heat input.
Conclusion: The analysis of the results obtained by tensile testing according to SRPS EN ISO 6892-1: 2020 standard concluded
that the behavior of the joint as a whole depends on the properties of each individual part of the welded joint and their mutual
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influence. It was also concluded that the mutual influence is better if welding is performed with a lower amount of heat input,
because then a lower degree of mixing of additional material with basic materials is achieved.

KEYWORDS: austenitic-ferritic welded joint, strength, plasticity.
Pe s310M e ;

BBCACHI/IC/HCABI BO BPCMH SKCHAyaTaI_H/IOHHbIX I/ICHLITaHI/Iﬁ PCSCPByaPOB AN XPaHCHI/IH 6€HBI/IHa B CBaPHOM ayCTCHI/ITHO—
GeppUTHOM COCAMHEHUM MOTYT 00PasoBaThCsI TPEIIMHBL, YTO MOXET HCIIOPTUTH BECh Pe3epByap.

MCTOAI)I: C IIEABIO AOCTHOKCHH A yAOBACTBOpHTCAbHOﬁ HPO‘IHOCTI/I U AOATOBCYHOCTHU CBaPHOFO COCAUMHCHHA B AaHHOI‘/JI CTaTbE
AHAAMBHPYETCSI BOSACHCTBHE ITIOABEACHHOTO TEIAA HA PACTSDKCHHE CBAPHBIX COCAMHEHHI. B cymecTBylomeit anteparype u
Ha HpaKTI/IKC AOIIOAHHUTCABHBIC MaTCPI/IaAbI AASL CBaPKI/I IAEMECHTOB PCSCPByaPa HOAGI/IPQIOTCSI B COOTBETCTBUU C XUMHUYECCKUM
COCTAaBOM JAEMECHTOB OCHOBHBIX MaTepHaAoB ¢ romorsio auarpammsl Hledaepa. B poanHOM cTaThe onmcaHp XapaKTePHCTUKU
CBAPHBIX COCAMHCHHUH PE3CPBYapOB AASL XPAaHCHHs OCH3MHA, GOABIIAS 9aCTh KOTOPBIX HMB3TOTOBACHA M3 MEAKO3CPHHCTOH
mukpoacruposantoit craan NIOMOL 490 K, a wacTs kpbliiku pesepByapa H3rOTOBACHA U3 AyCTCHUTHOH cTasn. CBapka IAHT,
HSTOTOBACHHHBIX U3 9THUX ABYX MAaTECPHAAOB, pousBoauTcs MeTropoM MIG ¢ poonmoanureabusiM Marepuasom MIG 18/8/6 mpu
PAa3HOM KOAHYECTBE IIOABEACHHOTO TEIIAQ.

BriBopsr: Ha ocHoBanMu pesyabTaToB, IIOAYYEHHBIX IPU HCIBITAHUH HA PACTSDKEHHE B COOTBETCTBHH cO cTanpaapToM SRPS EN
ISO 6892-1:2020, cacaaH BBIBOA, YTO IIOBEACHHE COCAMHCHHUS B LIEAOM 3aBHCUT OT CBOHCTB KQKAOH OTACABHOM YaCTH CBAPHOTO
COCAMHCHHUA U UX BSQHMOACﬁCTBHH. TaK)KC 6I)IA CAC€AQH BBIBOA, YTO BSaHMOAeﬁCTBHC 6YACT qume, €CAU CBaPKa BBIITOAHSCTCSA
C MCHBIIIMM KOAHNYECTBOM IIOABCACHHOI'O TCIIAQ, HOCKOAI)KY B TaKOM CAy‘IaC AOIIOAHUTCABHBIC MaTCpI/IaAI)I B MCHI)HICI';I CTCIICHU
CMEIIHMBAIOTCS C OCHOBHBIMH MATCPHAAAMH.

KnmodyeBBEe cJT OB a: cl)cppHTHo—ayCTCHHTHmI?I CBapHOI IIOB, TBEPAOCTb, TAACTUYHOCTb.

ABSTRACT:

VBoa/umm: TOKOM €KCIIAOATALIMCKUX MCIIMTHBABA PE3ePBOapa 32 CKAAAUILTEHE OCH3UHA, Y AyCTCHUTHO-QEPUTHOM 3aBapEHOM
CIOjy MOT'y HACTATH IIPCAHHE LITO MOXE KOMIPOMUTOBATH LI€O PE3EPBOAP.

Metoae: Paau nocrusama saBapeHor crioja sapoBosasajyhe uspcrohe u TpajHOCTH, Y pasy je aHAAM3HPAH YTHIIA] yHOCA TOIIAOTE Ha
3aTe3HE KAPAKTEPUCTHKE 3aBAPCHHX CIIOjeBa. Y AOCAAALIMOj IPAKCH AOAATHH MATCPHjAAH 32 3aBAPUBAIHC CACMCHATA PE3EPBOAPa
6upajy ce IpeMa XeMHjCKOM CACTaBy €AEMEHATa OCHOBHMX Marepujaa, a y3 momoh IlledaepoBor aujarpama. ¥V osom papy
HCIIMTHBAHE Cy KAPAKTCPUCTUKE 3aBAPCHHUX CII0jeBa pe3epBoapa sa ckaapuiuteme 6ensuna. Hajsehu aco pesepBoapa uspalyen je op
curHospHor Mukpoaerupasor yeanka NIOMOL 490 K, Aok je kpoBHH Ac0 pesepBoapa 1/13pabeH oa aycTeHUTHOT Yeauka. [ Taoue
0 OBa ABa MatepHjaaa 3aBapeHe ¢y MIG mocrynkom ca pooparHum Matepujasom MIG 18/8/6, npu passnduTiM KOANYHHAMA YHETE
TOIAOTE.

3akaydak: AHAAM30M pesyATaTa AOOHUjEHNX NCIIMTHBabEM Ha saTesatbe, npema cranaapay SRPS EN ISO 6892-1:2020, sakmyueHo
je Aa TIOHAIIAME CIIOja KAO LICAUHE 3aBUCU 0A OCOOHMHA CBAKOT IIOjEAUHAYHOT ACAQ 3aBAPEHOT CIIOja U OA BUXOBOT MehycobHor
yruiaja. Takobe, sakmyucHo je aa je MelycoGHU yTHIIaj eduKACHHH YKOAUKO CE 3aBAPUBAESE BPILM HIKOM KOAUYHHOM TOIAOTE,
jep ce Tapa OCTBapyje MakbH CTEICH MEIaba AOAATHOT MATEpHjaAd CA OCHOBHHM MaTEpHjaAHMA.

KEYWORDS: ay'CTel{I/ITHO-(l)CpI/ITHI/I 3aBapcHU cr[oj, ‘inCTOha, IMAACTHYHOCT.

INTRODUCTION

Lack of storage space and obsolescence of the existing tanks for storage of petroleum products call for a
rapid construction of new tanks. When designing new tanks, in addition to choosing adequate construction
materials, it is necessary to perform adequate welding of the structure, so that during operation there would
be no cracks that could lead to accidents with large financial losses and harmful effects on the environment
(Jovicié et al, 2006).

In this paper, the characteristics of welded joints are analyzed on the example of tanks whose mantle and
battom are made of microalloyed steel SSOONLI, under the commercial name NIOMOL 490K, 16 mm
thick. The roof covering is made of high-alloy austenitic steel X7CrNiNb18.10 according to EN 10088
(C.4574 according to JUS C.B0.600) standard, 12 mm thick (Bukvi¢, 2012).

During exploitation maintenance, cracks were discovered in the welded joint of the casing and the roof
covering. The X-ray reveals the cracks shown in Figure 1. Two cracks parallel to the fusion line and two cracks
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extending radially to the fusion line can be seen in the figure. Cracks parallel to the fusion line are found
in the base materials. In welded joints of microalloyed steels, cracks usually occur in the heat affected zone
(HAZ) due to structural changes caused by welding. In this case, cracks appeared in the base material, far
from the zone in which structural changes occurred during welding. Crack positions indicate that in the
combination of the three materials that make up the welded joint, the high-alloy austenitic steel material
X7CrNiNb18.10 is weakest when the highest heat input values are entered, and that in the case of the lowest
heat input, the base metal SSOONLI is the weakest link.

Crack parallel to the fusion line

|
_ et |
Radial crack = . -.\ /
N e VA
~ 4 ' |

Fusion line A “\ J

P

\\ gl “Basic materia )

r

FIGURE 1
X-ray of the cracked joint

The metal weld structure of heterogeneous compounds can be roughly predicted using the Schaeffler
diagram (Bukvi¢, 2012). Based on the calculated values of the Cr and Ni equivalents, the position points of
the base materials and weld metals are plotted in the Schaeffler diagram shown in Figure 2.
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FIGURE 2
Positions of the points of the basic and additional materials in the Schaeffler diagram

The chemical composition of the weld metal and its structure are chosen on the basis of the Schaeffler
diagram so that they are in an area where there is no tendency to defects (hot cracks, martensite formation,
brittleness due to grain growth and o-phase separation). However, the chemical composition of the weld
metal is not unique, but represents a series of chemical compositions created by melting the basic materials
and the additional material. This is especially pronounced with multi-pass seams.
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WELDING TECHNOLOGY

In order to determine the adequate welding technology which would avoid the appearance of cracks in the
welded joint, samples of two welded plates were used. These two experimental plates, marked with numbers
1 and 2, were obtained by welding the basic materials from which the tank was made (microalloyed and high
alloy steel). Table 1 shows the chemical compositions of the basic materials.

TABLE 1
Chemical composition of the basic materials

Steel c 5i [Mn |F 5 Cr NI [Cu Al Mo |Ti W gl
|microalloyed 0.10|0.28 |0.66 |0.014 0.02 |0.76 |0.10 |- - 0.23 |- 0.02 |-
high alloy 0,04 |0.35]1.73|0.021 0.004 179 (116 |0.18 |0.05] |2.16 |0.38 [0.073 [0.016

Both plates are welded by the MIG process with additional material MIG 18/8/6, but with different
amounts of heat input. The selected welding process and the additional material are identical to the
connection to which the roof cover and the tank casing are connected. The chemical composition and the
mechanical properties of the additional material are given in Tables 2 and 3.

TABLE 2
Chemical compositions of the additional material MIG 18/8/6

MIG

0o0s | <107 185 3
18/8/6

TABLE 3
Mechanical properties of the pure metal weld from the selected additional material

E_, E_,
I R L e )
Ijmm’] | DN jmm®)
MIG > 380 Se0do 35 > 40 (@t
18/8/6 6E0 200(:)

The additional material MIG 18/8/6 is recommended in (Jesenice Ironworks, 2005) in which a high-alloy
additional material was used for welding various steels. This choice of additional material is also indicated
by the data from the Schaeffler diagram, Figure 2. When choosing the additional material, it was taken
into account that it has different values of yield stress and tensile strength in relation to the basic materials.
A mixture of Ar gases and 2% O2 was used as a protective atmosphere during welding with the chemical
composition given in Table 4.
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TABLE 4
Chemical composition of the gas mixtures

Content of components in the mixture [wol%]
Oz AT
2.00 Rest

Welding is performed by the electric arc semi-automatic MIG / MAG process, bearing in mind that in

recent years the use of the semi-automatic MIG / MAG welding process is increasingly common compared
to other welding processes in steel structures.

60

| ®

16

|

———

2

e

FIGURE 3
Shape and dimensions of the "Y" groove

The MIG / MAG welding device KEMPACT 3000+ FastMig 400 was used for welding. The preheating
temperature of 60 .C and the intermediate temperature of 60 + 10 .C were adopted (Bukvi¢, 2012).

C—— B
|y sl 4 4 4 6 n
| —
L yyly '
| |
il 5 5 1l o I
‘| C=0 =] lf S ¢
|
|
|
| |
I ULJ |
| 9 7 |
-
—15 15|
) 500
FIGURE 4

Appearance of the welded plate scheme and the test tube cutting plan

The obtained welded experimental plates 1 and 2 have dimensions of 500 x 400 mm with the "Y" groove,
as shown in Figure 3. Test tubes were cut from the obtained plates and the scheme of cutting tubes from

the welded plates for testing the characteristics of strength, plasticity, as well as for microstructural tests and
hardness tests, is shown in Figure 4.
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The plates were preheated and the intermediate temperatures were maintained by heating with oxygen
and acetylene. Preheating temperatures and intermediate temperatures were controlled by a contact
thermometer. Figure 5 shows the layout of laying the additional material during the welding of experimental
plates 1 and 2.

b)

FIGURE 5
Welded joint layout diagram for plates 1 and 2:

a) scheme of laying the additional material for plate 1
b) scheme of laying the additional material for plate 2

Plate 1 was welded at an average value of the amount of heat input of 8.88 [kJ / cm], as indicated in the last
column of Table 5. The upper (maximum) limit value of the amount of heat input for the selected welding
process was used for welding this plate and the additional material.

Plate 2 was welded at an average heat input of 6.87 [kJ / cm] (see last column of Table 6). In plate 2,
welding was performed with the lower (minimum) limit value of the amount of heat input for the selected
welding procedure and the additional material.

Welding procedures are described in the literature (Bukvi¢, 2012) for both welded plates.

After welding, plates 1 and 2 were inspected and subjected to non-destructive testing. Radiographic
irradiation with y-rays did not reveal any defects in the joints, such as: cracks, porosity, non-penetration,
sticking, edge joints and the like.
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TABLE 5
Passages when welding plate 1 with the amounts of heat input

Marking . Armount of heat input
of Serial izl Strength [l] o]
welding | nuirber - | ¥oltage
plates of Time |Speed elecuricity [v] Real
. Fy =
sl welding | [min] | fcmymin] [&] Calculated g]] 0, | Average
WITES
1 oot 230 152 122 18.2 985 5.al
2t|:|M 212 2326 228 276 1.00 9.60
Pl_ate 1. 3tgH 232 |21E5 237 28.0 1852 11.11
EFSIS dom  |212 |236 240 283 |17.27 1036 |58
51;.3}1 212 225 225 Z28.3 15.06 10.54
= " 122 272 21 LR | L=l =] C AC
* root canal ground and re-welded (marked with 6 root)
TABLE 6
Passages when welding plate 2 with the amounts of heat input
Marking . Amount of heat input
of Serjal | Welding Strength k]jcmy
welding | number ) = Voltage
plates | of Time |Speed e[‘z]ctncuy [¥] O]
2196 welding | frin.] | formymin] Calculate [g]zo Average
wires ’
lmgf 355 14.1 135 18.8 10.80 2 48
21{31\.[ 1.73 28.9 218 272 12321 7.39
Dlate o 3 ka H 1.75 2586 230 276 13.22 799
wire | 4wanm |1.37 |365 230 276 | 10.44 6.26 g g7
18/8J6 |5y |1.88 |268 220 7.3 |1355 813
6 | 142 [35.2 210 27.1  |9.70 5.82
7".“".-.1 1 4= =E N 1B L) 10 M= =L

* root canal ground and re-welded (marked with 6 root)
TEST RESULTS

The tensile strength test of the welded joint was performed according to SRPS EN ISO 6892-1: 2020 on
smooth flat tubes with parallel sides. The test was performed on a SCHENCK — TREBEL RM 100 ripper.
As the plates of both base materials were of different thicknesses (12 and 16 mm), the tubes were machined
and reduced to the same thickness to a thinner plate (12mm) to obtain consistent results before the test.

For comparison, the tensile test tubes were cut from the plates of basic materials. Based on the obtained
results (Foo, Fin), the resistance properties were calculated: the yield stress Ry and the tensile strength R,
The deformation properties were also determined: the elongation A and the contraction Z. Table 7 lists the
mechanical properties of microalloyed and high alloy steel.
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TABLE 7
Mechanical properties of microalloyed and high alloy steel

HiEle apelis Elongation | Contraction
Test tube Stress strergth

R 0.2 [1Pa] Rm[MPa] A [%] 7 ]
Microalloyed | 497 SE2 21 63
High-alloy 308 573 37 s3

Figure 6 shows the o — ¢ diagrams for a) microalloyed and b) high-alloy steel.

For microalloyed steel, the o — ¢ diagram with a pronounced yield strength was obtained, and for high-
alloy steel, the obtained diagram was without a pronounced yield strength.

Two test tubes (Figure 4, test tube number 5) were cut from both plates in the part of the metal seam for

tensile characteristics tests. The results of testing the tensile properties of the metal seams for both plates are
shown in Table 8.
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FIGURE 6

o — ¢ diagrams for the base materials:

a) Microalloyed steel NIOMOL 490K,
b) High-alloy steel X7CrNiNb18.10

TABLE 8
Tensile characteristics of the metal welded tubes on the welded plates

[field stress B 5 Tensile strength )
Label orl 10 Elongation & [%]
MPa] Rm [rPal
Flate fhe test
tabe Roo.0 Average R, Average Average
walue walue ralue
a-21 473 = 43
' 54 lss 66 535 ea2 41 42
b=z 2 450 578 39
F a2z Jaze 443 707 693 33 59
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As it can be seen in Table 8, the obtained yield stresses Rp0.2 and the tensile strengths Rm of the metal
weld for plates 1 and 2 are similar. This is expected according to (Bukvi¢, 2012; Kassner, 2015), having in
mind that the same basic materials and the same additional material MIG 18/8/6 were used.

After that, three tubes with the marks: 1.1, 1.2 and 1.3 were cut from plate 1, from the part of the plate
where the welded joint is located (Figure 4, tubes under number 4). The test results of the joint specimens

for plate 1 are given in Table 9, while the o — ¢ diagram is shown in Figure 7.

600 4

a [MPa)
- N\
500 - o2

400 - /
3001 f
|
?004"
n

100 4

| | I

T T 1
0 5 10 15 20 25 30 ¢ [%) 35

FIGURE 7
Diagram o - ¢ for test tube 1.1
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FIGURE 8
Change in the contractions of the tube cross section 1.1

Figure 8 shows the change in the contraction of the cross section of test tube 1.1 along its measuring part,
and Figure 9 shows the appearance of test tube 1.1 after tearing. The fracture of the test tube is accompanied
by uneven deformation of the measured length.

o

/_

fracture place

welding joint
FIGURE 9
Test tube 1.1 after tearing

The tensile characteristics results for plate 1 for all three tested specimens are shown in Table 9. The points
A, B and C are the characteristic points of the o — ¢ diagram for specimen 1.1 (see Figure 7).

TABLE 9
Tensile characteristics of plate joint tubes 1

Yield stress at Stress at the Lzusille
tng; the point & [MPa] |point B [MPa] ;g;”tgéh@;;?e €k
nurrber R, average Ry average Re average average
value value value value
1.1 295 495 580 35
1.2 311 308 495 | 437 566 | 573 35 |34
1.2 318 S0 574 32
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The mean stress at the point A is 308 MPa, at the point B it is 497 MPa, and at the point C it is 573 MPa,
as shown in Table 9. The mean percentage elongation of the tubes is 34%. The fracture occurred in high-
alloy steel in all three tubes.

Table 10 compares the stresses at the characteristic points A, B and C of the o — ¢ diagram for tube 1.1,
according to Figure 7 and Table 9, and the mean stress values for the base materials and the value deviations.

TABLE 10
Stress at the characteristic points of the o — ¢ diagram for test tube 1.1

g;r;fasc?;;gf.c Characteristic stress
; L=t values for basic materials
points &4 BiC N i
Average Deviation [Dewiation|
Stress Marle. table | average AR DMPa] 2]
hark
walue. table |2 value stress
El
E._ . - stes]
R, |z08 HD°-2 224 16 4.9
E._ . . stes]
Fp |497 MDO-Z 431 s 1.6
E- |573 R steelH | ggg oz =4

Observing the changes in cross-sectional contractions along the measuring part of the test tube (Figure
8), it can be seen that the weld metal has a higher cross-sectional contraction than microalloyed steel and
the HAZ towards microalloyed steel. The smallest contraction (about 6%) occurs at the fusion line of the
metal weld and the microalloyed steel. Fracture occurs in high-alloy steel approximately half the measuring
length of the plate 1 tube. The narrowing towards the melting line from the middle of the measuring tube is
greater on the high-alloy steel side than the narrowing towards the melting line with the microalloyed steel.
The measurement showed a greater narrowing of the measuring part of the test tube on the high-alloy steel
side than the measuring part of the test tube on the micro-alloy steel side.

Three tubes with the marks: 2.1, 2.2 and 2.3 were cut from plate 2, from the part of the plate in which the
welded joint is located (Figure 4, tubes under number 4). The test results of the joint test tubes for plate 2
are given in Table 11, while the ¢ — € diagram is shown in Figure 10.
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Change of the contractions of the tube cross-section 2.1

Figure 11 shows the change in the contractions of the cross section of tube 2.1 along its measuring part,
and Figure 12 shows the appearance of tube 2.1 after tearing, The fracture of the test tube is accompanied

by uneven deformation of the measured length.
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FIGURE 12
Test tube 2.1 after tearing

The results of the tensile characteristics of the joint for plate 2 for all three tested specimens are given in

Table 11.

TABLE 11
Tensile characteristics of plate joint tubes 2

ield stress at Tensile
Test the point & ;giﬁSBaEI\EII;’Z] strength at the | E [P
tule [MPa] point C [MPa]
rnurmber Rj.\. average RB average RC average average
valug valug valug valug
2.1 318 512 558 37
2.2 215 | =09 499 | 501 5e6 | BEE 24 |36
23 2495 493 583 36

The average stress value at the point A is 309 MPa, at the point B is 501 MPa, and at the point C is 586
MPa, as shown in Table 11. The average value of the percentage elongation of the tubes is 36 %. Fracture
occurred in microalloyed steel in all three tubes.

Table 12 compares the stresses at the characteristic points of the ¢ — ¢ diagram for tube 2.1, according to
Figure 10 and Table 9, and the mean stress values for the base materials and the value deviations.

TABLE 12
Stresses at the characteristic points of the o — ¢ diagram for test tube 2.1

gg;fasc?;rtiggc points Characteristic stress
in Figure 10 values for basic materials E,iegatlon Deviation
Mark Atverage 1 Mark. Awverage [MPa] [l
ar SUEss value. Table 8 stress value
Table 3
R Stes]
R, |30 HD°-2 324 15 45
E Steg]
Rg 501 MP°-2 431 10 >0
R- 536 R, steelM | 533 3 0.5

The examination of the test tubes and the analysis of Figure 11 show that the smallest cross-sectional
contraction (about 10%) occurs at the fusion line of the metal weld and the microalloyed steel. The fracture
occurred in the microalloyed steel, approximately half of the measuring length of the tube on the side of the
microalloyed steel. The narrowing towards the fusion lines with base materials is greater on the high-alloy
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steel side than on the fusion line with the micro-alloy steel. The total narrowing of the cross section of the
measuring lengths of the base materials is greater on the side of the microalloyed steel.
Both experimental plates 1 and 2 were subjected to hardness tests of all characteristic structures located

on them. The results of the hardness measurements and the microstructure tests show the usual values for
the steels used (Bukvi¢, 2012).

FIGURE 13
Macroscopic image of the welded plates with impressions from the hardness measurements:

a) Macroscopic image of plate 1,
b) Macroscopic image of plate 2
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Graphic representations of the material hardness change in plates 1 and 2 by zones:
a) Change in hardness in plate 1
b) Change in hardness in plate 2

According to the macroscopic image of plate 1 (Figure 13 under a), the hardness of the HAZ towards
high-alloy steel (153-192 HV) does not differ significantly from the hardness of high-alloy steel (168-193
HYV). As it can be seen from Figure 14 under a, the HAZ hardness values for microalloyed steel (199-333
HYV) are higher than the hardness values of microalloyed steel (180-193 HV). The metal weld structure is
austenitic with about 30% 9 ferrite (Guo et al, 2015; Liu & Pons, 2017).

The test results of the joint from plate 2 according to the shown macroscopic image (Figure 13 under b),
show that, similarly to plate 1, the values of the HAZ hardness towards high-alloy steel (151-192 HV) do
not differ significantly from the hardness values of high-alloy steel (165-189 HV). The values of the HAZ
hardness towards microalloyed steel (224-333 HV) are higher than the hardness values of microalloyed steel
(187-196 HV) and beinite was observed, Figure 14 under b (Guo et al, 2015; Liu & Pons, 2018).
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ANALYSIS OF RESULTS

Plates 1 and 2 are welded with the maximum and minimum allowable amount of heat input. The values
of the amount of heat input used in this case represent the limit values for the selected welding process and
additional material. Tables 6 and 7 show that the input difference is about 30%. A lower amount of heat
input would be achieved by reducing the current or by increasing the welding speed. Decreasing the current
leads to the appearance of an unstable arc, and increasing the welding speed leads to poorer formation of
metal seams. In both cases, unacceptable errors in the formation of metal seams (eg porosity, gluing) occur
(Mileti¢ et al, 2020; Zhang et al, 2015; Durmusoglu et al, 2015). Higher heat input would be achieved by
increasing the current or reducing the welding speed. Increasing the welding current leads to the overheating
of the liquid metal and poorer weld formation, and reducing the welding speed leads to a large volume of
liquid metal that is difficult to control.

According to Schaeffler's diagram (Figure 2), in the welding of the used base materials (microalloyed
ferritic-perlite and high-alloy austenitic steel) it is possible to use additional material MIG 18/8/6, because
the result of this joint is in the safe area (Mileti¢ et al, 2020; Zhang et al, 2015; Durmusoglu et al, 2015).

After welding, visual and radiographic control of all welded plates was performed. No errors were observed
on either plate 1 or plate 2.

The results of hardness measurements on both experimental plates were obtained by the Vickers method
at 10 daN. It is noticed that in plates 1 and 2 the highest values of hardness are achieved in the HAZ from
microalloyed steel. In this coarse-grained zone, there was a large increase in grain, whereby the ferritic-perlite
structure of microalloyed steel changed to beinitic. Microalloyed steel has higher hardness values on both
welded plates than austenitic high alloy steel and its HAZ. The metal hardness values are higher than those
of both base materials in all cases. The lowest values of hardness were shown by the HAZ on the part of high-
alloy steel, except for plate 1, where the values are approximately the same as the values of high-alloy steel.
The decrease in hardness in the HAZ of high-alloy steel was due to the increase in grain in the HAZ (Mileti¢
etal, 2020; Sankar et al, 2021).

The obtained tensile diagrams of the metal weld tubes for plates 1 and 2 are typical for austenitic steels.
When compared, the values of the tensile strength and the yield stress for additional material MIG 18/8/6
differ somewhat from the values offered by the manufacturer. The obtained values of the tensile strength Rm
for additional material 18/8/6 are higher than the catalog values by 3.3 to 4.7%. The obtained percentage
elongations for additional material 18/8/6 are higher by 4 to 7%. These deviations are a consequence of
mixing the additional material with the basic material (Mileti¢ et al, 2020; Zhang et al, 2015; Durmusoglu
etal, 2015).

Comparing the values from Table 9 with the values of the yield stress and the tensile strength of the base
materials (Table 7) and the weld metal (Table 8) for plate 1, it can be established that the point A in Figure 7
corresponds to the yield strength of high alloy steel, the point B corresponds to the yield stress of microalloyed
steel and the point C corresponds to the tensile strength of high-alloy steel. This is expected according to
(Sankar et al, 2021), since high-alloy steel has the lowest yield stress and plastic deformation will start in it
first (point A). As the tensile force increases, the yield stress of the microalloyed steel (point B) is reached.
The fracture occurred in high-alloy steel at a stress corresponding to its tensile strength (point C). The weld
metal has a yield stress significantly higher than the yield stress of high-alloy, but a lower yield stress than
microalloyed steel (Zhangetal, 2015; Durmusoglu et al, 2015). Therefore, the weld metal will deform before
the point Bisreached. As the weld metal and high-alloy steel are of similar structure, they will behave similarly
when deformed, so there will be no discontinuity in the o — ¢ diagram. The results shown in Table 10 show
a good agreement between the voltages in the second and fourth columns, which confirms the assumptions
made.
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Comparing the values from Table 11 with the values of the yield stress and the tensile strength of the
base materials (Table 7) and the weld metal (Table 8) for plate 2, it can be established that the point A in
Figure 10 corresponds to the yield strength of high alloy steel and the point B corresponds to the yield stress
of microalloyed steel, but it is slightly pronounced in the figure, which distinguishes this diagram from the
diagram obtained for plate 1 (Figure 7). The point C corresponds to the tensile strength of microalloyed
steel. This sequence is possible, since high-alloy steel has the lowest yield stress and plastic deformation will
first begin in it (Mileti¢ et al, 2020; Zhang et al, 2015; Durmusoglu et al, 2015; Sankar et al, 2021) (point A).
With the increase of tensile force, the high-alloy steel is strengthened and the yield stress of the micro-alloy
steel is reached (point B). Fracture occurs in the microalloyed steel at a stress corresponding to its tensile
strength (point C). The weld metal has a yield stress significantly higher than the yield stress of the high-alloy
steel, but a slightly lower one than that of the microalloyed steel. According to the values from Tables 7 and
8, the tensile strength of the metal welds is higher than the tensile strengths of the basic materials. Therefore,
the weld metal will deform before the point B is reached, as seen in Figure 11. As the weld metal and the
high-alloy steel are of similar structure, they will behave similarly when deformed. Table 12 shows a good
voltage matching in the second and fourth columns, which confirms the assumptions made.

CONCLUSIONS

When welding, it is recommended to use a lower amount of heat input, as this results in a lower degree
of mixing the additional material with the base materials. Comparing the obtained results using austenitic
additional material MIG 18/8/6 and lower heat input, we obtained a welded joint with superior mechanical
characteristics, which ensures better work in all atmospheric conditions.

When cracks are found in the metal weld between the roof covering and the reservoir sheath, this joint is
not the weakest point in the welded joint, because plastic deformations of the metal weld start only at stresses
at which the basic materials break. The contraction of the weld metal increases with increasing the distance
from its axis. The contraction at the same distance to the left and right of the axis of the weld metal is not the
same and depends on the characteristics of the steel with which the weld metal is in contact.

The hardness measurements showed that, in all cases, the highest values were found in the HAZ towards
the microalloyed base material, and the lowest values were in the HAZ towards the high alloyed base material.
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