ek 2R/

Welding & Cutting

S

45k X, B8 F S46 03 /31 REf:

BEE, £, PR
T, ZNETNEKBIRAST [ HET 524072
2. ITRIMKRZE RN 510006

WE. A THRE LR AN REE L, USI0M AT RN L, ZABEREN T EXEEER W
DOMLf K H#AT T EN, BT EEANARELE, FAMERAFERBMNG R K ARG M
YRR EREY.: S0 EHAMANEABITHEN M, BEELXEARRGZEEE, APHWKE
ARARE BN, T DK R AR BN R B M R A IR N R B AR E R,
KEBIA: SA609; FERMAN: BEMEN, ESANARKTHE; {¥WK

Research on welding performance of S460 steel for
offshore wind power
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Abstract: In order to study the welding joint performance of steel for offshore wind power, this work takes S460
steel as the research object, and uses welding thermal simulation method to simulate the coarse grain zone in its
welding heat affected zone. Continuous Cooling Transformation Diagram are established, and the microstructure
and performance characteristics of the heat affected zone with different line energies in the coarse grain zone are
studied. The research results indicate that S460 steel has good adaptability to welding wire energy, welding joints
have excellent comprehensive performance, and the heat affected zone has low hardenability, which can meet the
technical requirements of high-performance thick plate large wire energy welding for large capacity wind power.
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