New Developments with C-Mn-Ni in
High- Strength Steel Weld Metals — Part B,
Mechanical Properties

Mechanical properties of shielded metal arc welds, with varying compositions of
carbon, manganese, and nickel were explained in terms of the relative amounts
of different microstructural constituents

BY E. KEEHAN, L. KARLSSON, H.-O. ANDREN, AND L.-E. SVENSSON

ABSTRACT. Microstructure and proper-
ties have been studied for high-strength
steel weld metals with variations in carbon,
manganese, and nickel. Based on neural
network modeling, experimental welds
were made using shielded metal arc welding
with manganese at 0.5 or 2.0 wt-% and
nickel at 7 or 9 wt-%. Additional welds were
made where carbon was varied between
0.03 and 0.11 wt-%. Generally there was
very good agreement between the recorded
mechanical properties and the neural net-
work predictions. A combination of high
nickel and manganese was positive for
strength but very negative for impact tough-
ness, while manganese reductions lead to
large impact toughness increases. Carbon
additions up to 0.11 wt-% were found to in-
crease yield strength to over 900 MPa while
still maintaining toughness at over 60 J at
—100°C. Mechanical properties of the weld
metals could be rationalized in terms of
their relative amounts of the different mi-
crostructural constituents. Martensite pro-
vided the highest strength and reasonable
toughness. Upper and lower bainite con-
tributed to very good toughness and high
strength. The least beneficial properties
were found in the high-manganese vari-
ants due to a combination of primarily
coarse-grained coalesced bainite and
martensite. This combination of mi-
crostructural constituents resulted in poor
toughness, relatively high yield strength,
and the highest tensile strength. Further-
more, increasing contents of manganese
and nickel resulted in a significant lower-
ing of Acy, thereby contributing to poorer
impact toughness as a consequence of less
tempering in reheated regions. The opti-
mal combination of strength and impact
toughness were found at 0.5 manganese

E. KEEHAN and L. KARLSSON are with ESAB
AB, Gothenburg, Sweden. H.-O. ANDREN and
L.-E. SVENSSON are with Department of Ap-
plied Physics, Chalmers University of Technology,
Gothenburg, Sweden.

@ OCTOBER 2006

and 7 nickel with intermediate carbon lev-
els, resulting in an easily tempered, fine
scale mixture of upper and lower bainite
together with some martensite.

Introduction

There has been ongoing development
in high-strength steel weld metals with the
aim of increasing strength while maintain-
ing acceptable toughness since the 1960s.
Studies have mainly focused on welding
processes that offer flexibility such as
shielded metal arc welding (SMAW). Re-
search has been carried out based on fun-
damental understanding of the effects of
alloying on phase transformations and mi-
crostructure to develop new improved
compositions. Ultimately the aim has
been to achieve weld metal properties that
surpass established commercial weld met-
als and show less sensitivity to welding
parameters (Ref. 1).

In the majority of high-strength steel
weld metals investigated previously, the typ-
ical compositions have been C less than 0.2
wt-%, Ni less than 4 wt-%, and Mn less than
4 wt-% (Refs. 2-19). These compositions
have been used with a variety of welding
processes and generated yield strengths
ranging from below 500 MPa to above 1000
MPa with good impact toughness mostly
achieved at lower yield strengths. Focusing
on positive results with SMAW, Lord (Ref.
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12) found that nickel additions from 3 to 4
wt-% at decreasing Mn levels between 1.1
and 0.8 wt-% were good for toughness with
minor losses of strength. It was found that
toughness increased from 63 to 74 J at
—60°C while yield strength decreased from
837 to 809 MPa (Ref. 12).

This paper is the second of a two-part
report on an investigation of high-strength
steel weld metals with variations in nickel,
manganese, and carbon. In Part A, with
Lord’s results as a starting point (Ref. 12),
neural network modeling (Refs. 20-22)
was employed to allow the effect of a wide
variety of parameters to be investigated
quickly (Ref. 23). Based on simulations,
experimental weld metals were produced
with nickel at 7 or 9 wt-%, manganese at
0.5 or 2 wt-%, and carbon was varied be-
tween 0.03 and 0.11 wt-%. The exact com-
positions and welding parameters are pre-
sented in Table 1. The weld metals were
named according to their alloying content
and interpass temperature. The nickel
content is 7 or 9 wt-%, and 0.5 or 2 wt-%
is the manganese content, L, M, H are the
carbon contents of 0.03, 0.06, or 0.11 wt-%
respectively, and 200° or 250°C is the in-
terpass temperature. Using high-resolu-
tion microstructural characterization tech-
niques, it was found that at 7 and 9 wt-% Ni
along with 2 wt-% Mn the microstructure
was a mixture of upper and coalesced bai-
nite at dendrite core regions while marten-
site was found at interdendritic regions. Re-
ducing Mn content to 0.5 wt-% promoted
more upper and lower bainite, while in-
creasing C from 0.03 to 0.11 wt-%, pro-
moted martensite (Refs. 23-26).

This article (Part B) focuses on the me-
chanical properties, and comparisons are
made to the neural network predictions.
In addition, the recorded mechanical
properties are explained in terms of the
microstructures previously characterized
in Part A (Ref. 23) and elsewhere
(Refs. 24-26).
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Fig. 1 — Charpy impact toughness plots showing the effect of increasing Ni from
7 to 9 wt-% and the effect of reducing Mn from 2 to 0.5 wt-%.

Fig 2— Impact toughness plots illustrating the effect of increasing Vi from
7to 9wrt-% with Mn level at 0.5 wt-%. Also shown is the effect of increasing
interpass temperature for the 7-Ni weld metals.

Table 1 — Welding Parameters and Chemical Composition

Weld Metal 7-21.250 9-21.250 7-0.5L.250 7-0.51.200 9-0.5L.200 7-0.5M200 7-0.5H200
E/kJ mm-1 1.2 1.2 1.0 1.3 0.7 1.4 1.3
IPT/°C 250 250 250 200 200 200 200

t 8/5/s 12 11 10 10 5 11 10
C* 0.032 0.031 0.024 0.030 0.026 0.061 0.110
Mn 2.02 2.11 0.64 0.61 0.37 0.56 0.53
Ni 7.23 9.23 6.60 6.11 8.67 6.84 7.04
Cr 047 0.48 0.21 0.16 0.20 0.15 0.14
Si 0.25 0.27 0.35 0.40 0.34 0.34 0.38
S* 0.008 0.008 0.008 0.009 0.008 0.006 0.007
P 0.011 0.011 0.012 0.010 0.007 0.011 0.008
Mo 0.63 0.64 0.40 0.38 0.41 0.35 0.40
Vv n/a n/a n/a 0.02 n/a 0.01 0.02
Cu 0.03 0.03 0.03 0.02 0.01 0.01 n/a
O/ppm* 380 340 400 340 367 350 260
N/ppm* 250 260 197 150 130 160 100

Welding parameters presented are energy input (E), interpass temperature (IPT), and the estimated cooling time between 800 and 500°C (tgs) calculated from WeldCalc (Ref.
31). Composition is in wt-% unless otherwise stated. **’ indicates elements analyzed using Leco Combustion equipment and “n.a.” are elements not analyzed.

Table 2 — Tensile Properties of the Different Weld Metals

7-21.250 9-21.250 7-0.5L250 7-0.5L200 9-0.5L200 7-0.5M200 7-0.5H200
YS/MPa 795 848 721 777 827 858 912
UTS/MPa 1006 1051 823 831 895 895 971
A5/% 14.80 13.10 21.30 22.00 18.30 18.00 18.00

Experimental Procedures

The welded joints were made accord-
ing to ISO 2560 using 20-mm plates with a
backing strip. The joints were buttered
prior to the deposition of the experimen-
tal weld metals that took place in 33-cm
runs with two or three runs per layer.

Charpy impact testing and tensile test-
ing were performed in compliance with
standard EN 10045-1. For Charpy testing,
transverse specimens were machined hav-

ing dimensions 55 x 10 x 10 mm. These
were then notched perpendicular to the
welding direction in the weld metal center
and two or three specimens were tested at
each temperature. Tensile specimens were
machined longitudinally from the center
of the weld deposits with a specimen di-
ameter of 10 mm and a gauge length of 70
mm. Hardness measurements were car-
ried out in cross sections of the joint per-
pendicular to the welding direction using
Vickers method with a 10-kg load (HV10),

starting in the last bead and then proceed-
ing into the joint center, with 1 mm in dis-
tance between the indentations.

Results
Strength and Impact Toughness

The results of Charpy impact tough-
ness tests are plotted in Figs. 1-3. Typi-

cally, the scatter was less than =3 J and in
no case larger than +5 J. Figure 1 shows
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Fig. 3 — Impact toughness plots that show the effect of increasing carbon
Jrom 0.03 to 0.11 wt-% at 7 wt-% Ni and 0.5 we-% Mn.

we-% at 7 wt-% NI

Fig. 4 — A comparison of hardness measurements that show the effect of in-
creasing Ni from 7 to 9 wt-% and the effect of reducing Mn fiom 2 to 0.
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Fig. 5 — Hardness plots showing the effect of increasing Ni from 7 to 9 wt-%
with Mn levels 0.5 wt-%. Also shown is the effect of reducing interpass tem-

perature at a Mn content of 0.5 wt-%.

Fig. 6 — The effect on hardness of increasing C from 0.03 to 0.11 wt-% at 7
wt-% Ni and 0.5 wt-% Mn.

the results from the first three alloys
welded with an interpass temperature of
250°C. Comparing 7-2L.250 and 9-21.250,
a lowering of impact toughness by in-
creasing Ni from 7to 9 wt-% at a Mn level
of 2.0 wt-% is observed. However, com-
paring 7-0.5L250 with 7-21.250, a large in-
crease in impact toughness was measured
at all test temperatures as a result of re-
ducing Mn content. An average increase
of over 80 J was recorded at each test tem-
perature down to —60°C. The tensile prop-
erties for these weld metals are presented
in Table 2. It is seen that 7-2L.250 and 9-
21.250, which had poor impact toughness,
recorded relatively high yield strength
(YS) of 795 and 848 MPa, respectively,
and ultimate tensile strength (UTS) more
than 1000 MPa. Weld metal 7-0.51.250,
which showed the higher impact tough-
ness, recorded a relatively low strength
with UTS at 823 MPa and YS at 721 MPa.
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Weld metal 7-0.51.250 also recorded good
elongation with a value of 21%.

With a view to increasing strength, it
was decided to lower interpass tempera-
ture to 200°C in order to promote faster
cooling. Comparing 7-0.5L250 with 7-
0.5L.200, which have similar compositions,
yield strength increased from 721 to 777
MPa. However, this trend was limited with
the UTS, which only increased from 823 to
831 MPa. The impact toughness plotted in
Fig. 2 was maintained very well with more
than 100 J recorded at —40°C. Increasing
nickel from 7 to 9 wt-% in combination
with low manganese and a 200°C inter-
pass, increased YS by 50 MPa and UTS by
64 MPa, where 895 MPa was recorded for
UTS (Table 2). These changes were ac-
companied by a decrease in impact tough-
ness, but only to 75 J at -40°C — Fig. 2. A
common feature of the low-Mn weld
metal was maintaining good impact tough-

ness down to at least —100°C.

Given the results of the modeling and
the recorded mechanical properties with
the first six alloys, it was decided to set Mn
at 0.5 wt-%, Ni at 7.0 wt-%, and use an in-
terpass temperature of 200°C. The effects
of carbon additions on mechanical prop-
erties were then examined with the depo-
sition of 7-0.5M200 and 7-0.5H200. From
Table 2, it is seen that carbon additions
were positive to YS and UTS. 7-0.5H200
recorded the best YS of all alloys studied
with 912 MPa achieved at a carbon level of
0.11 wt-%. Given the strength, high im-
pact toughness was also recorded with
over 60 J at -100°C — Fig. 3. Surprising
was that although the higher-carbon weld
metals showed lower impact toughness
than 7-0.5L200 at room temperature, they
maintained impact toughness to lower
temperatures and both actually surpassed
7-0.5L.200 at —100°C.
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els are high and fairly constant throughout
the welded joint. In contrast, 7-0.5L.250,
which was the softer of the three alloys, lost
hardness very much in the center of the
welded joint. This latter weld alloy also had
the best impact toughness of the three. The
effect on hardness of decreasing interpass
temperature can be studied by comparing 7-
0.5L250 and 7-0.5L.200, as shown in Fig. 5.
It is found that decreasing interpass tem-
perature gives an increase in hardness.
Comparing 9-0.5L.200 with 7-0.5L.200, it is
seen that nickel additions at 0.5 wt-% Mn
produce a marginally harder weld metal. In
Fig. 6, as carbon increases from 0.03 to 0.11
wt-%, hardness levels increase as expected.
7-0.5H200 had the highest hardness levels
in the last bead but it also lost the most hard-
ness of all alloys as the central regions of the
welded joint were encountered.

Discussion
Modeling

A comparison between the recorded
mechanical properties, the neural net-
work predictions, and the characterized
microstructural constituents are pre-
sented in Figs. 7 and 8. Generally, good
agreement was found between the experi-

Ni combined with 0.5
wt-% Mn. For weld
metal 9-0.51.200, there
was a slight overesti-
mation between pre-
dicted and recorded
toughness but this is to
be expected since the

Fig 8 — A comparison between (a) the recorded impact toughness at
—60°C along with (b) yield strength vs. the neural network predictions as a
Sunction of carbon content for 7 wt-% Ni combined with 0.5 wt-% Mn.
Also shown are the microstructural changes in relation to the increasing
carbon content as was observed with microstructural investigations. By is
upper bainite, By is lower bainite and M is martensite.

predictions are for an

interpass temperature of 250°C. Yield
strength as a function of carbon content
was found to be slightly overestimated but
recorded results where mostly within the
error limits. Impact toughness as a func-
tion of carbon content was found to be
marginally underestimated. Overall, it can
be concluded that the models were reli-
able in predicting the mechanical proper-
ties for the studied weld metal composi-
tions, and as expected, most accurate
within compositional regions where input
data were available.

Strength vs. Impact Toughness

In Fig. 9, yield strength and ultimate
tensile strength are plotted vs. impact
toughness at room temperature. Nor-
mally, it is found that there is a good cor-
relation between tensile strength and im-
pact toughness in that an increased tensile

strength results in decreased impact
toughness. This behavior was indeed ob-
served for the presently studied weld met-
als, showing a nearly linear relationship
between impact toughness and tensile
strength — Fig. 9. However, comparing
weld metals 9-21.250, 7-21.250, 9-0.51.200
and 7-0.5M200, it can be seen that there is
a large variation in toughness at similar
yield strengths. It can be noted that the
high-Mn weld metals, having a wide gap
between yield strength and tensile
strength (Table 2), are those having the
lowest impact toughness at a given yield
strength level. The variation may be at-
tributed to differences in the microstruc-
ture (Ref. 23), as is discussed in more de-
tail in the following section.

Constitutional Diagram

Figure 10 presents a constitutional di-
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Fig. 9— Impact toughness as a function of the following: A — Yield strength ; B— ultimate tensile strength.

Table 3 — A Summary of the Main Microstructural Constituents Reported in Part A

Weld Metal Dendrite Core Regions Interdendritic Regions

7-21.250 Upper bainite and coalesced bainite Martensite

9-21.250 Upper bainite and coalesced bainite Martensite

7-0.5L.250 Upper and lower bainite Upper and lower bainite with
small amounts of martensite

7-0.5L.200 Upper and lower bainite Upper and lower bainite with
martensite

7-0.5H200 Mainly martensite with some bainite Mainly Martensite

agram (microstructure as a function of
nickel and manganese content) that was
introduced in Part A (Ref. 23). This was
based on microstructural observations,
dilatometry experiments, martensite start
temperature (M) and bainite start tem-
perature (B,) predictions, and literature.
The martensite composition start line is
plotted with values taken from literature
(Ref. 27). Also shown is the line where B
and M; are equal as predicted from em-
pirical equations (Refs. 28, 29). With al-
loying contents around this line coalesced
bainite was observed with 7 and 9 wt-% Ni
in combination with 2 wt-% Mn. For com-
positions above the line martensite be-
comes the dominant constituent, whereas
upper and lower bainite becomes the main
constituents below the line (Ref. 23).

Correlating Properties to Microstructure

From the studies carried out, it is clear
that the amount of C, Mn, and Ni affects the
microstructure that, in turn, determines the
mechanical properties. A short summary of
the results are made (Table 3) and it is then
shown that strength, elongation, and impact
toughness can be rationalized in terms of
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the microstructural constituents.

A combination of 7 wt-% Ni and 2
wt-% Mn gave poor toughness but good
strength. Nickel additions with this Mn
content were found to increase strength
slightly but decrease toughness even fur-
ther. From microstructural examinations,
a combination of upper bainite and coa-
lesced bainite with a large grain size
formed in dendrite core regions with
martensite present at interdendritic re-
gions. Large amounts of coalesced bainite
were only observed in these weld metals.
Overall there was no major difference in
the microstructure between 7-2L250 and
9-21.250. For these weld metals, hardness
was maintained at similar levels through-
out the welded joint with only a slight de-
crease in reheated regions — Fig. 4.

As has previously been observed at 3.5
wt-% Ni (without Cr or Mo additions)
(Ref. 18), impact toughness was very sensi-
tive to Mn content with a dramatic increase
obtained when Mn was reduced from 2 to
0.5 wt-% — Fig. 7. It was found that weld
metal 7-0.5L.250 had the highest impact
toughness but the lowest yield strength
(721 MPa) and tensile strength (824 MPa)
of the weld metals tested. There was also a

large decrease in hardness compared to the
high-Mn weld metals, and a significant de-
crease in reheated regions — Fig. 4. Mi-
crostructural studies revealed that reduc-
ing Mn content was found to promote
austenite transformation at higher temper-
atures with more upper and lower bainite
forming. Decreasing the interpass temper-
ature to 200°C was found to increase hard-
ness and reduce toughness marginally,
which was attributed to faster cooling and
greater amounts of martensite.

Increasing C to 0.11 wt-% caused yield
and tensile strength to increase while im-
pact toughness was maintained — Fig. 8.
Austenite was stabilized to lower trans-
formation temperatures with an increas-
ingly finer microstructure forming and
martensite becoming the dominating con-
stituent. As expected, hardness increased
with the greater amounts of martensite.
The decrease in hardness on reheating
became more pronounced with increasing
C levels, which is typical of a martensitic
microstructure.

The amount of tempering, which is
largely controlled by Ac; and Ac, also has
an important effect on the mechanical
properties in reheated regions of these
weld metals. It was observed that signifi-
cant softening takes place in reheated
beads with weld metal 7-0.5H200 (which is
mainly martensitic) and with 7-0.5L.250
(which is primarily a mixture of upper and
lower bainite). Both of these weld metals
had relatively high Ac; and Ac; values
(Ref. 23). However, with weld metals 7-
21250 and 9-2L.250 with lower Ac; and
Ac; temperatures (Ref. 23) hardness was
maintained into reheated regions. This
can be attributed to less tempering in re-
gions reheated to below Ac; due to slower
kinetics at lower temperatures and most
likely to the formation of more fresh un-



tempered microstructural constituents.
Furthermore, it is likely that the observed
precipitation in the tempered coalesced
bainite (Ref. 23) contributes to the higher
hardness of these weld metals.

Summarizing the above results, the ef-
fects of microstructure on the mechanical
properties can be rationalized as follows:

A fine, mainly martensitic microstruc-
ture (e.g. 7-0.5H200) gave high yield
strength and tensile strength with little dif-
ference between the two. In addition, ac-
ceptable impact toughness was recorded.

A mixture of mainly upper and lower
bainite (e.g. 7-0.5L.200) gave lower yield and
tensile strengths with a small difference be-
tween the two values. For this combination
of microstructural constituents, very good
impact toughness was recorded.

Coalesced bainite combined with
upper bainite and significant amounts of
martensite (7-2L250 and 9-21.250) gave
relatively high yield strength and a very
high tensile strength but poor elongation.
Most significantly, very poor impact
toughness was recorded. This latter mix-
ture of coalesced bainite combined with
upper bainite and martensite is obviously
unfavorable. It can be assumed that yield
strength is determined by the relatively
weaker coarse-grained coalesced bainite
and tensile strength by martensite. The
poor impact toughness can most likely be
attributed to the combined effect of eas-
ily cleaved coalesced bainite and temper-
ing characteristics.

In conclusion, designing high-strength
steel weld metals that have a combination
of both high yield strength and good im-
pact toughness is a complex task. In terms
of microstructural constituents, it is clear
from this study and literature that inter-
esting properties can be obtained with dif-
ferent proportions of upper and lower
bainite and martensite. However, compo-
sitional regions where the bainite and
martensite start temperatures are close,
promoting coarse-grained, relatively weak
and brittle, coalesced bainite should be
avoided. It remains to be clarified whether
the microstructural inhomogeneity (a
banded microstructure) introduced by the
higher alloying contents and austenitic so-
lidification can be used to optimize prop-
erties. It is clear though from a parallel
study on the 7Ni, 0.5Mn weld metal (Ref.
30) that the high alloying content resulted
in a robust weld metal in the sense that
large variations in welding parameters had
little effect on strength and impact tough-
ness. The identification of coalesced bai-
nite and its effects on mechanical proper-
ties helped to clarify the relation between
properties and microstructure. Neverthe-
less, further work exploring effects of
other alloying elements is clearly needed
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to make understanding
more complete and fa- i

cilitate development of
further-improved high-
strength steel weld
metal compositions.

Conclusions

Based on neural net-
work modeling, experi-
mental welds were pro-
duced using SMAW with 2
Mn at 0.5 or 2.0 wt-%
and Ni at 7 or 9 wt-%. 0

Michel | wt. %

Additional welds were o] 0.E
made where carbon was
varied between 0.03 and

1 15 z 25 a
Mangansas | wi, %

0.11 wt-% with Mn set at
0.5wt-% and Ni at 7 wt-
%. Generally, there was
very good agreement be-
tween the recorded me-
chanical properties and
the neural network pre-
dictions for these weld
metal compositions.

A combination of
high nickel and man-
ganese was positive for

perature in °C.
strength but very nega-

Fig. 10— Constitutional diagram showing the weld metal microstructure as
a function of Mn and Ni for a base composition of 0.034 C, 0.25 Si, 0.5 C;
and 0.62 Mo. The martensite start composition line from literature is pre-
sented (Ref’ 27) along with the line where B, and M, are equal according to
standard empirical equations (Refs. 28, 29). Around these compositions co-
alesced bainite (B() is expected. Above martensite (M) becomes the main
constituent, whereas the volume fraction of upper (By)) and lower (B, ) bai-
nite increases below this line as shown in Part A (Ref’ 23). In 7-2L.250 and
7-0.5L250 7 is the nickel content in wt-%, 0.5 or 2 wt-% Is the manganese
content, L is the carbon contents of 0.03 wt-%, and 250 is the interpass tem-

tive for toughness. Poor

toughness was attrib-

uted to the presence of

coalesced bainite and

relatively low Ac; and Ac; temperatures,
which give less tempering within the
welded joint.

Manganese reductions lead to large in-
creases in toughness with a content of 7-9
wt-% Ni. Impact toughness of 113 J at
—40°C, and yield strength of 721 MPa was
recorded for 0.6 wt-% Mn and 6.6 wt-%
Ni. Impact toughness gain was explained
by the replacement of coalesced bainite
with upper and lower bainite along with
greater amounts of tempering due to
higher Ac; and Ac; temperatures.

Carbon additions up to 0.11 wt-% in-
creased yield strength to 912 MPa while still
maintaining over 60 J toughness at —100°C.
Carbon additions promoted a fine marten-
sitic microstructure, increasing strength
with limited loss of toughness.

Mechanical properties of the weld met-
als were explainable in terms of their rela-
tive amounts of the different microstruc-
tural constituents. Martensite was found to
provide high strength and reasonable
toughness, whereas upper and lower bainite
contributed to very good toughness and
somewhat lower strength. The coarse-
grained coalesced bainite found for compo-
sitions with M and B; close to each other
was concluded to give relatively low
strength and poor impact toughness.

Acknowledgments

M. Murugananth of the University of
Cambridge is thanked for carrying out
neural network modeling. H. K. D. H.
Bhadeshia, also at the University of Cam-
bridge, is thanked for fruitful discussions.
ESAB AB is thanked for the production of
experimental weld metals, permission to
publish results, and financial support.
Knowledge Foundation of Sweden is
thanked for additional financial support.

References

1. Widgery, D. J., Karlsson, L., Murugananth,
M., and Keehan, E. 2002. Approaches to the de-
velopment of high-strength weld metals. Zo-
ceedings 2nd Int. Symposium on High Strength
Steel. Stiklestad, Verdal, Norway: European Coal
and Steel Community (ECSC), B-1049 Brussels,
Belgium

2. Abson, D. J., and Pargeter, R. J. 1986.
Factors influencing as-deposited strength, mi-
crostructure, and toughness of manual metal
arc welds suitable for C-Mn steel fabrications.
International Metals Reviews 31(4): 141-194.

3. Fairchild, D. P, Macia, M. L., Bangaru, N.
V., and Koo, J. Y. 2003. Girth welding develop-
ment for X120 linepipe. ZSOPE-2003: Thirteenth
International Offshore and Polar Engineering Con-
Jerence. Honolulu, Hi, International Society of
Offshore and Polar Engineers, Cupertino, Calif.,

WELDING JOURNAL m




editor@isope.org, htip://www.isope.org

4. Farrar, R. A., and Harrison, P. L. 1987. Aci-
cular ferrite in carbon-manganese weld metals:
an overview. J. Mater: Sci. 22(11): 3812-3820.

5. Fleming, D. A, Bracarense, A. Q., Liu, S.,
and Olson, D. L. 1996. Towards developing a
SMA welding electrode for HSLA 100 grade
steel. Welding Journal715(6): 171-s to 183-s.

6. Grong, O., and Matlock, D. K. 1986. Mi-
crostructural development in mild and low-alloy
steel weld metals. /722 Mer. Rev: 31(1): 27-48.

7. Harrison, P. L., and Farrar, R. A. 1981. In-
fluence of oxygen-rich inclusions on the gamma
arrow right alpha phase transformation in high-
strength low-alloy (HSLA) steel weld metals.
Journal of Materials Science 16(8): 2218-2226.

8. Kang, B. Y., Kim, H. J., and Hwang, S. K.
2000. Effect of Mn and Ni on the variation of the
microstructure and mechanical properties of
low-carbon weld metals. ZSZ/ Znternational
(Japan) 40(12): 1237-1245.

9. Lau, T. W,, Sadowsky, M. M., North, T. H.,
and Weatherly, G. C. 1987. Effect of nitrogen on
the toughness of HSLA weld deposits. Helding
Metallurgy of Structural Steels, International
TMS/EWI Symposium. Denver, Colo.: Warren-
dale, Pa., Metallurgical Society of AIME (TMS).

10. Liao, J., Kametani, H., Okada, H., and
Ikeuchi, K. 2001. Toughness of weld metals of
950 MPa high-strength steel. 77z /nt. Sympo-
stum, Today and Tomorrow in Science and Téch-
nology of Welding and Joining. Kobe, Japan,
Japan Welding Society.

11. Lord, M. 1999. Design and modelling of
ultra high strength steel weld deposits. Mazeri-
als Science and Metallurgy. University of Cam-
bridge: Cambridge, UK.

12. Lord, M., and Jennings, G. 1999. Effect

NG M \a

of interpass temperature on properties of high-
strength weld metals. Svezsaren (Sweden) 54(1-
2): 53-58.

13. McRobie, D. E., and Knott, J. F. 1985.
Effects of strain and strain aging on fracture
toughness of C-Mn [steel] weld metal. Mazerials
Science and Technology 1(5): 357-365.

14. Svensson, L. E. 1999. Consumables for
welding high strength steels. Svezsaren 54(1-2):
29-33.

15. Svensson, L. E., and Gretoft, B. 1990.
Microstructure and impact toughness of C-Mn
steel weld metals. Welding Journal 69(12):
454-s to 461-s.

16. Taylor, D. S., and Evans, G. M. 1983. De-
velopment of MMA electrodes for offshore fab-
rication. Mer. Consr: 15(8): 438-443.

17. Wang, W,, and Liu, S. 2002. Alloying and
microstructural management in developing
SMAW electrodes for HSLA-100 steel. Helding
Journal 81(7): 132-s to 145-s.

18. Evans, G. 1990. The effect of nickel on
the microstructure and properties of C-Mn all-
weld metal deposits. Oerlikon Schweissmit-
teilungen. 48(122): 18-35.

19. Evans, G. M., and Bailey, N. 1997. Mer-
allurgy of Basic Weld Metal. Abington Publish-
ing.

20. Bhadeshia, H. K. D. H. 1999. Neural net-
works in material science. ZSZ/ /nternational
39(10): 966-979.

21. Mackay, D. J. C. 1992. Neural Computa-
tion. p. 415.

22. Mackay, D.J. C. 1992. Neural Computa-
tion. p. 448.

23.Keehan, E., Andrén, H. O., Karlsson, L.,
and Svensson, L.-E. 2006. New developments
with C-Mn-Ni high-strength steel weld metals,

Part A. microstructure. Welding Journal 85(9):
200-s to 210-s.

24. Keehan, E., Karlsson, L., and Andrén,
H.-O. 2006. Influence of C, Mn and Ni on
strong steel weld metals: Part 1, effect of nickel
content. Sczence and Technology of Welding and
Jorning 11: 1-8.

25.Keehan, E., Karlsson, L., Andrén, H.-O.,
and Bhadeshia, H. K. D. H. 2006. Influence of
C, Mn, and Ni on strong steel weld metals: Part
2, impact toughness gain from manganese re-
ductions. Sczence and Technology of Welding and
Joining 11: 9-18.

26.Keehan, E., Karlsson, L., Andrén, H.-O.,
and Bhadeshia, H. K. D. H. 2006. Influence of
C, Mn and Ni on strong steel weld metals: Part
3, increased strength from carbon additions.
Scrence and Technology of Welding and Joining,
11: 18-24.

27. Zhang, Z., and Farrar, R. A. 1997. In-
fluence of Mn and Ni on the microstructure and
toughness of C-Mn-Ni weld metals. Welding
Journal 76(5): 183-s to 196-s.

28. Honeycombe, R. W. K., and Bhadeshia,
H. K. D. H. 1995. Stee/ Microstructure and Prop-
erties. 2nd ed, Edward Arnold, London, UK. p.
133.

29. Honeycombe, R. W. K., and Bhadeshia,
H. K. D. H.1995. Szeel Microstructure and Prop-
erties. 2nd ed, Edward Arnold, London, UK. p.
103.

30. Karlsson, L., Keehan, E., Andrén, H.-O.,
and Bhadeshia, H. K. D. H. 2004. Development
of high-strength steel weld metals — potential
of novel high-Ni compositions. Zurgjoin 5. Vi-
enna, Austria.

31. SSAB, HeldCalc. 1998-99. Oxelosund,
Sweden.

FENSE Cedex, FRANCE.

CALL FOR PAPERS

Papers are being requested for the European Symposium on Pressure Equipment, to be
held Oct. 9—11, 2007, in Paris, at the Palias des Congres. The overall theme of the confer-
ence is “Equipment during fabrication and service: safety, competitiveness, innovation,”and
session themes are 1) Design/Materials; 2) Fabrication, Welding, Inspection; and 3) Equip-
ment in Service. The deadline for submitting a one-page abstract in English or French
is October 31, 2006. More information is available on the following Web site:
www.afiap.org. Abstracts should be sent to AFIAP- ESOPE 2007, F-92038 PARIS-LA DE-




