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Effect of Welding Process on Fatigue Property of FH420 Steel

Liu Guanyou', Ge Liang', Li Liang’, Han Yongdian®
(1 Jiangyin Xingcheng Special Steel Works Co., Ltd., Jiangyin 214429, China;
2 School of Materials Science and Engineering, Tianjin University, Tianjin 300350, China)

Abstract: The 80 mm-thick FH420 steel used in test was welded by carbon dioxide gas shielded welding ( heat input : 7
kJ/ em ), single ( heat input : 24 kJ / cm ) and double submerged arc welding ( heat input : 38 kJ / em ) to form three
kinds of welded joints. The microstructure morphology observation and hardness test of the base metal, heat affected zone
and weld seam at 1/ 4 thickness were carried out, and the high cycle fatigue test under different stress levels was carried
out. The results show that with the increase of heat input, the size of pearlite and ferrite in the fine-grained heat-affected
zone increases, the content of granular bainite in the coarse-grained heat-affected zone decreases and the content of ferrite
increases, the content of acicular ferrite in the weld zone decreases and the content of proeutectoid ferrite increases. The fa-
tigue results and fracture analysis show that the fatigue properties of the three steels are not significantly correlated with the
microstructure evolution caused by welding heat input. Since the failure position is mostly located in the base metal, the fa-
tigue S-N curves of the three joints are close. The incomplete fusion defect of carbon dioxide gas shielded welding under
lower stress may become the fatigue crack initiation point, resulting in a decrease in the fatigue performance of the joints.
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Table 1 Chemical composition of FH420 steel %

C Si Mn P S Cu Ni Cr Ti Nb
0.063 0.096 1.47 0.013 0.0014 0.21 0.32 0.036 0.016 0.018
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Fig. 1 Fatigue specimens of FH420 steel : (a) Sampling location, (b) Specimen dimensions
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Table 2 Welding parameters of FH420 steel in three processes

BT L FLI/A ZENEAY JEE U/ (mm - min™) THRAAR B/ °C P A/ (k] em™)
AR R 210~220 23~24 230~240 130+5 6~8
P22 SR 570~630 30~34 400~450 195 ~ 205 22~26
[FIE4 640~670 29~31
XL 22 IR 640~650 160~210 36~40
Ja ¢ 580~620 32~35
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Fig. 2 Microstructure morphology of FH420 steel base metal : (a) OM, (b) SEM
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Fig. 3 Microstructure morphology of fine grain heat affected zone of three kinds of welded joints of FH420 steel : (a) carbon dioxide

gas shielded welding, (b) single wire submerged arc welding, (c¢) twin—wire submerged arc welding
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Fig. 4 Microstructure morphology of coarse grain heat affected zone of three kinds of welded joints of FH420 steel : (a) carbon diox-

ide gas shielded welding, (b) single wire submerged arc welding, (¢) twin—wire submerged arc welding
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Fig. 5 Microstructure of three kinds of welded joints of FH420 steel : (a) carbon dioxide gas shielded welding, (b) single wire sub-

merged arc welding, (c¢) twin—wire submerged arc welding
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Fig. 6 The hardness distribution of the three welded joints of FH420 steel : (a) carbon dioxide gas shielded welding, (b) single wire

submerged arc welding, (c¢) twin—wire submerged arc welding
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Table 3 Fatigue test results of three kinds of welded joints of FH420 steel

ARSIk B 27 TR AR Sk XL 22 IS AR 4k
N JIKEIMPa 95 AR WiBAIE W IKEMPa S5 AR WMV E N JI/KSFE/MPa W 55 IR [T A=

420 0.182x10° BM 410 0.437x10° BM 410 0.999x10° BM
420 0.156x10° BM 410 0.572x10° BM 410 0.342x10° BM
420 0.247x10° BM 410 0.588x10° BM 410 0.454x10° BM
410 0.480x10° BM 405 0.365x10° BM 405 0.535x10° BM
410 0.453%10° BM 405 0.555%10° BM 405 0.513x10° BM
410 0.660x10° BM 405 0.689x10° BM 405 Run out -

400 1.135%10° BM 400 0.195%10° BM 400 0.426x10° BM
400 0.396x10° BM 400 0.781x10° BM 400 0.704x10° BM
400 0.131x10° BM 400 0.811x10° BM 400 1.997x10° BM
390 0.633x10° BM 390 0.931x10° BM 390 0.990x10° BM
390 1.153x10° BM 390 1.561x10° BM 390 1.352x10° BM
390 0.751x10° BM 390 0.637x10° BM 390 Run out -

380 1.811x10° BM 380 1.120%10° BM 380 1.352x10° BM
380 0.996x10° WM 380 Run out - 380 Run out -

380 Run out - 380 Run out - 380 Run out -
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Fig. 8 Macroscopic fracture morphology of FH420 steel gas shielded welding joint under different stress levels :

410 MPa, (c¢) 400 MPa, (d) 390 MPa, (e) 380 MPa
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Fig. 9  When the stress level is 380 MPa, the fracture morphology of FH420 steel gas shielded welding joint : (a) crack source area,

(b) fracture zone
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Fig. 10 Fracture surface morphology of three types of FH420 steel welded joints at a stress level of 400 MPa (a,—a,). fatigue source

area, crack propagation zone, and fracture zone in CO» gas shielded arc welded joint; (b,~b,) fatigue source area, crack propagation

zone, and fracture zone in single-wire submerged arc welded joint; (c,—c,) fatigue source area, crack propagation zone, and fracture

zone in dual-wire submerged arc welded joint.
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