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Main Points of Welding Process of 25Cr-35Ni—-Nb
Cracking Furnace Pipe
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Abstract: 25Cr-35Ni—Nb material for cracking furnace pipe is a high Ni-Cr thermal strength steel cast by centrifugal casting
and the chemical composition is complex. The weld metal has a large tendency of crystallization crack during welding, and the
requirements for welding environment and construction is strict. Through the weldability analysis and welding operation practice
of 25Cr-35Ni-Nb material, the main points of welding process, precautions and welding parameters of the material are
mastered. By optimizing the welding process parameters, the one-time welding qualification rate of cracking furnace pipe for an
olefin cracking project undertaken by the project has reached more than 99.9%.
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