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Class IV Tumswil 2 wasddl 2 Jufaq AISI 4145 (& wanfliien CE fishnd 030 dndumdniidenldie lidesd
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Uszaumsal
M9 1 g»31@1 Carbon Equivalent: CE finununnanasdeiiamizas
American Welding Society: AWS
gnsna1 CE @nansasiianiuas AWS

CE = C + (Mn+Si) /6 +(Cr+Mo+V) /5+(Ni+Cu) /15 D1.1;Appx. XI
CE = C + Mn /6 +(Cr+Mo+V) /5+(Ni+Cu) /15 D1.5, D3.6 Eq.1 & IW
CE = C+Mn /6 +0.05 ﬂ%’tﬁaiﬁmm%C, Mn uelsigansaman % ﬁwﬁ]‘uvlﬁ') D3.6Eq.2
CE = C+Mn/6+Ni/20+Cr/10+Cu/40-Mo/50-V/10 D8.8
CE = C+0.31Si+0.33P+0.455-0.028Mn (l#fumanndawiniu) D11.2 Eq.1
CE = C+0.31Si+0.33P+0.455-0.028Mn+Mo+Cr-0.020.02Ni-0.01Cu D11.2 Eq.2
(Lfumdnwaawiniu)
CE = C+Mn/6 + Ni/20+Cr/10-Mo*/40-V/10 (iia Mo Alloy Steels, D14.3
Hannni 0.50% Feazthandalual CE s
CE = C+Mn/6 + Si/4 Structural Steels, D14.3
CE = C+Mn /6+Mo/4+Cr/5+Ni/15+V/5 D14.5

M3d 2 Mssesuunlavsauuaza CE gaga (ann AWS D14.5-80)

némm‘[ammuﬁa‘i’mﬁumn @ CE gadn

Class I, Carbon Steels:
AISI/SAE 1005, 1006, 1008, 1010, 1013, 1015, 1016, 1017, 1018, 1020, and 1021 0.38
Class II, Carbon manganese structural steels:
ASTM A36, A53Gr B, A106, A139, A381 Gr Y35, A500, A501, A516, A529, A570
Gr D and E, A573; 0.48
API 5-LGr B;
ABS Grs A,B,C,CS,D, E, and R.
Class 111, High Strength Low Alloy Steels:
ASTM A242 Weldable Grade, A441, A537 Grs A and B, A572 Grs 42,45, and 50,

A588, A618, ; 0.63
API 51 Gr B and 5XL Gr 42;
ABS GRs AH, DH, and EH

Class 1V, High Strength Low Alloy Columbium, Vanadium Steels: 0.54
ASTM AS572 Grs 55, 60, and 65. )

Class V, High Strength Quenched and Tempered Alloy Steels: 0.74

ASTM AS514 and A516

M3 3 wnnamsidanldszauaamgilunsauau (pre-heat) iwlskunua CE

@1 Carbon Equivalent: CE szauaMmni lumIguau
0.02 - 0.45% wisandan(au / laidu)
0.45-0.60 % 200°-400°F (94 — 205°C)
#9300 0.60% 400°-700°F (205 - 372°C)
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HVpay = H+ —2 3)
exp(bY)
e H = 167 x CEgy, 2.42 +137
K = 939 x C-167 * CEgy2.42 + 147
b = exp(-0.013 * H + 0.8)

Mn Si Ni Cr Cu Mo
CEgy = C+—+—+—+—+—+—
29 11 17 32 39 34

Y = Tgs(Cooling time from 800°C to 500°C in
seconds)

Tudla.@. 1981, K. Lorenz wuaz C. Duren l@dAnuuazass
aumsiivalilszdumenuudaluusnmg HAZ aail

HV, = 2019[(1-0.5logtys) x C + 0.3(CEg-C)]
+66(1-0.8 lOg ts/s) (4)

For 0 < % martensite < 100
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Lo
Mn Si Ni Cr Cu Mo V
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8§ 11 17 5 9 6 3
HVy = 802 * C + 305 for 100%martensite
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’ %
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CEi = C §+&+E+E+Q+E+AH
24 6 15 12 8 4
Si Mn Cu Ni Cr Mo V Cb
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24 5 10 18 5 25 5 3
Mn Cu Ni Cr Mo
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36 20 9 5 4
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AH = 0o B<1 ppm

AH = 0.03fy tiia B= 2 ppm
AH = 0.06fy tilo B=3 ppm
AH = 0.09fytiia B2 4 ppm

wae fy = (0.02-N)/ 0.02
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M5197 4 drueaumand (% lag 1wiu.) a9dunaday

Steel Grade
Element 18G2A 18G2AV 10GHMBA 14HNMB
Cu
C max. 0.20 max. 0.20 max. 0.10 0.11-0.18
Mn 1.00 — 1.20 - 1.65 0.60 —1.00 0.60 —1.00
1.50
Si 0.20 — 0.20-0.60 0.15-0.35 0.15-0.35
0.55
P (max) 0.035 0.035 0.015 0.030
S (max) 0.035 0.035 0.010 0.030
Cr max. 0.30 max. 0.30 1.00 — 1.40 0.40 — 0.65
Ni max. 0.30 max. 0.30 max. 0.25 0.70 — 1.00
Cu max. 0.30 max. 0.30 0.25-0.40 0.25-0.40
Mo - - 0.40 —0.60 0.40 —0.60
\ -—- 0.50-0.15 - 0.30-0.08
Al 0.02 — 0.02 -0.06 0.02-0.06 0.02 -0.06
0.06
B -—- - max. 0.004 max. 0.005
Cb -—- - 0.015-0.035 -—-
Ti - --- 0.01- 0.03 -

UALAATIEHFIUNFNMLAT
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WANIOU 6 FuNuasznge DU 6x12=72 Fu wgn
#an39egunwuUTUNY  Controlled Thermal Severity Test
(CTS test) mumwin 2 udrdendremalalasiaud Tog
170-190
Amp. wsaulwihdew 25-33 V. enududuwndew 0.17-

mugumNiwaslumadenasil  nssudlniden

0.28 cm/s(4-6.6 in./min) mwasnuanusaulumsdon Heat
input) 17.8-30.2 kJ/cm(45-77k]J/in.) qmwgﬁmaaummuﬁqﬁ

80°C & (-20)°C , daIMsiiue

M350 5 dnianiena, Sunshasiunadau

Steel Grade Yield Tensile Elongation
Strength Strength (%)
min. (MPa) (MPa)
18G2A 420 490 - 680 18
18G24V 460 550 - 720 17
10GHMBA 620 720 - 890 15
14HNMBCu 690 770 - 940 13

o [ @ < 1 a ]
289 Tygis N32AUAN T wazuunne Tgs Nagsznan 14-20
il eenuuigegaly HAZ lansaaiauaziuiin awudas
Tlumsei 7
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@344 6 @1 CE uawhm”mu,ﬁaqaqmiuu%nm%m«
Carbon Equivalent (%) HVmax
Steel Grade Melt Thickness CE,ps | CEgw; CEpw CEN Crack / no
No. (mm.) Crack
18G2A 414097 12 0.254 0.234 0.423 0.371 0.365 -/ 304
18G2A 424994 12 0.263 0.242 0.450 0.396 0.389 -- /315
18G2A 711176 25 0.275 0.252 0.482 0.425 0.416 334 / 344
18G2A 720946 25 0.261 0.240 0.443 0.388 0.382 305 / 330
18G2AV 414827 12 0.293 0.264 0.485 0.432 0.426 -~/ 330
18G2AV 302662 12 0.299 0.271 0.491 0.428 0.431 -~/ 332
18G2AV 302662 25 0.299 0.271 0.491 0.428 0.431 299/ 349
18G2AV 524628 25 0.335 0.301 0.550 0.500 0.501 357 /373
10GHMBA 114110 12 0.356 0.302 0.727 0.687 0.357 380 / 401
10GHMBA 116520 12 0.315 0.267 0.622 0.570 0.386 442 /397
14HNMBCu | 17649 12 0.360 0.320 0.618 0.560 0.548 459 / 466
14HNMBCu | 61692 12 0.397 0.355 0.665 0.620 0.626 464 / 473
175 4. 61 HV, 0y o o597 ervvazfluwunhiiiasliie
75 2 msuandnia 50%  easaziluunliniezlidomsuandn
949 90%
T O LT 5. lums@nwilan CE, pg Wuiildmenanuuisly HAZ
[ E loﬁ”ﬁﬁ'qm (Lﬁmmnﬁﬁhu‘jmmumﬂmimamﬁaﬂﬁqﬂ)
— Co) : 2 Q a aa v o ' ' <
— 1= 719199 7 HANNFDHUTAIANINTNNUS TTHINAINNINUDY
i - qaqﬂﬁLﬁmiuu%nmn‘sswu%'auﬁ'um CE luushanias
[TAQEEEEENNRAUERARATE(
J_(1\;P“'l'([f((((([[[ \
Carbon Regression Correlatio Standard
1 2 3 Equivalen Equation n Deviation
t Formula | Equation for 90% | Coefficie of CE
r_l- T-l Confidence of No nt
L Pk it | Crack
\- | i ; -~ CErne HV e = 0.954 0.04962
L\E:rl 1144*CEypg + 12
. HVmax =
207 2 Controlled Thermal Severity(CTS) 1144*CE  pg - 17
Test Specimen Pem HVax = 0.831 0.03658
1= 3-test welds 1352*Poin - 7
2 = anchor weld HViax =
t= Plate thickness 1352*P;p, - 55
CEgw HV . = 491%* 0.806 0.09775
CEgy; +102
5. HANISNATAU HV,, = 491%
A o A CEpw; +53
- mneiasvialannmsnadey  ldthininnzimaaia CErw AV, - 461% 0795 010254
tWamsdangy [Hungaq aail CE,;,, +143
1. dhemnuudegegadl HAZ #ilidamsuanin H\émﬁx :+3§1*
2. emadiaiiazfasesuaninmnadn(enlithiu 0.3 au.) CEN iV, = 472% 0.670 0.08447
3. AnaraemaMNUE(MTNT 7) U HV max ori CEN +163
o \ 1 J g Jser HV,.x = 472%
WNIUmMNE CE unndumsudsauns CEN 4112
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6. a3

1) nnemfeieaEnipessdumanudiahaananly
JUnesdh CE wé e CE inldasiinanshannlumstsziiu
mssansumsidenldasnemnad  deitmsgunuazigly
wmannaimssaniumaidenldinniy

2)  CE awdwuengamgiigumiuiiimsedls  wasda
marTa videwnmedu g Aliunngly Code/ Specification aghs
Fouds  weeldiflwedasiiailomavanidasmsuandmluuson
HAZ dhemsliean CE Wuedssiialumsmuguenasautlaudh-
sammadiudmdnihmsden

3) lumsdnun-neaasii @ CEpe dudilalums vnne
maamauansmnnlalaswuresnan HSLA ludwenamn 12-
25 wn. (Yield Strength 420-690 MPa)  Idlndifeniiqa (il
Wisuisuiugasmeanaudeu ) uansaii 7)

4) dhemsiisuisumeanuuieimliusnansmusou
(HAZ) tiamsuansnlumsai 7 16 mlissansonuay
ANNSBULN-BATINSLEUGINN 800 B 500 °C (tg/s) il
muguanuuie mlildnudesiiienuuiusgs Taslida
mauaninluvinansmudou  Fuflugeiiuaninldhenas
soedonwdn HSLA

@NEITAND;
[1] William F.Newell. Jr. Understanding and Using Carbon

Equivalent Formulas, Welding Journal, September 1995.
[2] Z.Zaczek and Cwiek, Prediction of HAZ Hardness in
Welds of Quenched and Tempered HSLA Steels,
Welding Journal, January 1993.
[3] ANSI/AWS D1.1-2000 Structural Welding Code-Steel.
American Welding Society, Miami, Fla.
[4] Lin, G.E., Welding Metallurgy, Vol. 2 , 4" ed,
The American Welding Society, Mimi Fla.
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