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Electro-slag Welding Characteristics and

Improvements

The electro-slag welding method Is frequently used for welding structuralization R E;T Kiyoshi Watanabe
of large-scale heavy electro-machines, nuclear power nstruments and the like, B FHIZEX*  lisuhiko Sezima
because of its high efficiency and high welding quality. However, because this Al e Suroshi Kok
method needs a much larger heat input than other welding methods, special care is e " ia T RN oy R

- 03] jta enzi (IR

necessary to prevent weld cracking and brittleness. This report discusses the

prevention of hot cracking in mild steel welding and brittleness of Cr-Mo steel weld,

and suggests improvements by using a narrow gap of root face.
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Fig. | Micro-stracture of Hot Cracks in Weld Metal
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Fig. 3 Testing Method of Hot Cracking in Weld Metal
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