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ABSTRACT: Marine high-strength steel welding technology is one of the important technologies in the current shipbuilding
industry. Efficient and high-quality ship welding technology has become a key factor in the long-term strategy of the shipbuild-
ing industry. This paper introduced the current research status of marine high-strength steel welding technology from the tradi-
tional high-strength steel welding technology, high-efficiency arc welding technology and new-efficiency welding technology.
The study focused on the current status of the subdivided areas of marine high-strength steel welding technology, and then the
future trends were also discussed. The results showed that the thickness of the marine steel plate developed towards the direction
of thick and ultra-thick plates, and the strength of the marine steel plate developed towards the direction of high strength and ul-
tra-high strength. The domestic and foreign marine high-strength steel welding technology is not much different.
High-efficiency hybrid welding technology and new-efficiency welding technology are the research hotspots of marine
high-strength steel welding technology in the future.
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Fig.2 Mechanical properties of joints with different heat inputs
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