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(131) EHBHERABEEEHOY IT—CT7—VBRICEITS
BEEROIESHEE
— W E R —
(131) Fatigue Fracture Surface in Weld Metal of ASTM A533B Steel
by Submerged-Arc Welding

— Fatigue crack growth test —

# # (Material)
£ (Base metal) : JE /12 Mn—Mo—Ni &4 ASTM A533B. Cl.1 (#%/F 40mm) .

BB EE (Welding material) @ 7'~ — U7 — 7 BE B AWS F96-EG-G 124
(U4 Y% 4.8mm).
bRk (FE 5 %) (Chemical composition) (wt.%)

C Si Mn P S Ni Mo
# 0.19 0.27 1.27 0. 006 0. 008 0.63 0.52
HEM A MEE (Mechanical property)
5l E X WetR 5.0, 2% 77) 1 [6)
(kgf/mm?) (kgf/mm?) (%)
# 69. 2 55. 1 25. 1
w oA & R’ 62.9 57.7 71.7

B ¥ (Welding)
B2 51E (Welding method) : V7' ~—U 7 — 27 54% (Submerged-arc welding)

WEELet: (Welding condition)

Lo | PREE | T WE | BBEER | BEEE | o
W R (C) V) (W) (m/min) | U TE
X & 152 27 630 300 14 /N

i BR (Test)
SRERF1E (Test method) : JE597 X Uz T ER
AER AR (Specimen configuration) : =237 NERBR A (CT&BRF)
FABRS (Test condition) : fuf B HIMEIEAER, JE %L 10Hz
AERAEF (Test result) : da/dN=6.52 X 10""1(AK)*15

EDEEER (Fracture Surface Analysis)
B OWRBE OO XV EESERT %2 EHMRIELT 5 £ ) ICEHEeRIZUIR & &4+
J7-JE S 12.5mm, #8 51mm O = o8y RABRA ZAERIL, IR0 RInITRBR AT -
7z. ZOBEARLNTZAEIZ OV T TEM IR DBIEEITR ook R, & RBIXHEN

1 X10°mm/cycle~5X 10" mm/cycle O#FH TIiL, Figl1~3 IR T LB HITANTA

T —3 = (Striation) LI N TER Y, OMHEEIZIZE A RO b7,
I E A 5X 10 mm/cycle L ETIXEA RHE/R A h T4 =—2 gV EETOT 4
7 (Dimple) DBIERINABEREN->T-. 0B, AT x—> 3 kR Sm &

I TTERFFEE AK & DBAFRIZOW TR DR, RO XL HIcER RIS,

Sm=1.22 X 10 %(AK)?>%¢
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=0.05

i

mm/cycle,
R

2.14X10™
3/2

113.5kgf/mm

Fig2 da/dN
AK

=0.05

>

Smm/cycle,
R

3/

6.47X10
2

74.9kgf/mm

da/dN
AK=

Fig.1

mm/cycle,

=9.64x10"
/

Figd4 da/dN

=4.55X10"*mm/cycle,
Y

Fig.3 da/dN

0.05

R=

2
>

3

189.8kgf/mm

AK=

0.05

R=

>

3/2

148.2kgf/mm

AK=
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(132) HT80 SHDBE T —V iAHEMEF NI RMEM DIRFHE
G it —

(132) Fatigue Fracture Surface of Welded Joint Containing Weld Defect
of HT80 Steel by Shielded Metal-Arc Welding

— Pulsating Tension Fatigue Test —

# # (Material)
¥ (Base metal) : VAR EIESHES HT80 (B 30mm) .
BHEREE (Welding material) : = 9R S8 9 7 — 7 TaHEFE D8016  (£8 4mm) .

b2k (E& %) (Chemical composition) (wt.%)

C Si Mn P S Cu Ni Cr Mo B
# | 0.16 | 0.29 | 0.86 | 0.014 | 0.008 | 0.30 | 0.80 | 0.65 | 0.50 | 0.005
WHEALRE | 0.07 | 0.55 | 1.48 | 0.0n | 0.009 | 0.07 | 1.70 — 0.51 —

HEM RIS (Mechanical property)

5 B M X IR AL (0. 2% M 77) TR (6. L. =50mm)
(kgf/mm?*) (kgf/mm*) (%)
#F 82.7 75.0 24.3
w A5 & B 82.0 73.1

B3 ¥ (Welding)
a2 715 (Welding method) : #5787 — 7 ¥4 (Shielded metal-arc welding)

B4 (Welding condition)

B 2 T TR OIS | TR B T — 7 &EE V& ¥ 4 A B E
d (©) BE (°C) V) (A) (mm/min)
I i 100~150 120~180 24 170 150

i BR (Test)
AR S5 (Test method) @ /SN 7' 1 7 o 7 RUEE G SARE 77 55
FRER AR (Specimen configuration) : JBATHCIRERER 7, #E 2mm
ABRSE (Test condition) : BBRIEE =, K&, JEHEE 100Hz )51 0
~35.8kgf/mm?
ABRRE AR (Test result) : MR LAk 2X10°

EDAEEER (Fracture Surface Analysis)

Fig.1 1397 CO X HDORAENEZ R~ . FAENME TSR & B & O5ER
HTHD. 2D 7 afifif% Fig2~Figd (23T WTILh AT VRIALIZ LD KRIET,
Fig.2 & Fig.3 [3AHXI T 2 MKH CTRIF I A 7 7 D3 KT 72585y, H%EIA T 7 BIFET D
HLDOTHY, AT 7 LMiE OEEFEN BT ERHNLEIEL TODERF D DND.
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(133) HT8O0 SAMDKESR >V - = U R—ILERDIEFHE
- WE!%L L%ﬁgﬁ -
(133) Fatigue Fracture Surface of Pressurized Water Tank of HT80 Steel

— Cyclic Internal Pressure Test —

# # (Material)
¥ (Base metal) : ¥EHE4#EE FHEAESAS HT80 (A 50mm) .
EEEREE (Welding material) @ iR SIS F#E 7 — 7 TaHEH2 D8016  (££ 4, 5mm) .
b2k (E& %) (Chemical composition) (wt.%)
C Si Mn P S Cu Cr Ni Mo Vv B

# | 0.16 | 0.28 | 0.92 | 0.015 | 0.021 | 0.31 | 0.52 | 0.74 | 0.38 | 0.048 | 0.004
AAE4)E | 0.07 | 0.62 | 1.35 | 0.019 | 0.008 | 0.10 | 0.03 | 0.56 — — —

HEM RIS (Mechanical property)

5l 8RR X AR A (0. 2%t /7) NG, L. =50mm)
(kgf/mm?) (kgf/mm?) (%)
b 82.6 87.3 29.0
w A5 & B 84.0 73.5 24. 2

B ¥ (Welding)
W71 (Welding method) : #%7& 7 — 7 ¥5#% (Shielded metal-arc welding)

RS} (Welding condition)

o g p | REE-TIo7Z TR ERRE | 7 — 7 B W % E W
g OREREM (CC) ®) V) (A)
vVoE 100~150 120~180 22~25 120~170

i BR (Test)
kR J7ik (Test method) : PFEMER L AR
B2 IR (Specimen configuration) : # > 27 (JKAD)
ABRZE (Test condition) @ BERNREE : IR, NAESOE G WIS (6.) & LTTRIRIST)
19~20.5kgf/mm?, _FEFRJ&JT 21kef/mm?
FRBRAER  (Test result) : EHDIAEIZLDKDY — 7 F TOMuR LE 1.5X100[H]

EDEEER (Fracture Surface Analysis)

Fig1 I3 &AM D~ R —/L 3K T, Set On D~ AR —/T, itk =a—
K0P EHPHAEL, KIS LB TRIEL, AAmEICEL TKREEE L72b DT,
IO A= EZEI L, WAEREEICHEA URET 2Bl L. Fig2 13~ n
RBIERER T, 7 A - a—F 8 LOVEEEICH 2 5| W o i S oo ik & 20,

Fetett A < SEHZRERHZ R LTV D, ZOMEIL, ZAv s a—F—nbRAE LT SRR
Do VERLIZEZATHAH. ZDE ié‘ﬁ”f‘ﬁiﬁ"%@ﬁﬁjﬂﬁﬁ%iﬁmxjﬁk&D EES
DIREEENCRIH R L, 7 AVREITEL, KPEELIZLDOTHS .
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(134) HT80 SADH T —S7— 2 RIEEI B+
% BRI TORYRE
PR E U R —

(134) Fatigue Fracture Surface in HT 80 Multipass Weldment
by Submerged-Arc Welding

— Four Point Bending Fatigue Crack Propagation Test —

# $ (Material)
#4 (Base metal) : VAR EESES HTS0 (BJE 30mm).

BEEBE (Welding material) 1 7 ~—7 — 78 U A ¥ US-80B (£% 4.8mm) .
75 v 7 A MF38.

b2k (E& %) (Chemical composition) (wt.%)

C Si Mn P S Cr Cu Mo Al \Y% B
¥ | 0.13 0.24 0.91 0.01 | 0.003 0.7 0.18 0.35 | 0.043 | 0.039 |0.0025
MR AOTEE (Mechanical property)
5 B M@ X REAR 250, 2%t F7) fH [6)
(kgf/mm?) (kgf/mm?) (%)
7 75. 2 84.8 32.3
B3 ¥ (Welding)
B2 51E (Welding method) : V7' ~—U 7 — 27 54% (Submerged-arc welding)
R4 (Welding condition)
Lo | 7Ty A | PR B | T2 BT | W R | W B E v
MET R | pmman | wE () W) () (/min) | P T
., o 150 N
Vv iz 250°C X 2hrs 100—150 33 700 500 8J& 13 /XA

B ER (Test)

FRBR 71 (Test method) : VU s BT 557 & 25 1 L5 BR

FRER AR (Specimen configuration) : 350mm & X 18mm 1§ X 200mm J&
MR Ut S Ei

RS (Test condition) :

No.1
No.2
ABRRE R (Test result) : 55 & AR TR 3B dh L 7=,

STz,
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%

HE D fEER (Fracture Surface Analysis)

Fig.1 (Z3ABR Ik &2 759, Fig.2 75 Fig.6 1 Zpush s 12 K& < L=k (No.1)

DFERT, Fig.7 726 Fig 12 134G 2/ &< L2l (No.2) OfERTH S, Fig2
IR R COBIERE OB 2R LIz b DT, HAZ HOIEESEIZ T TRIER
FEARE B L TW5. Figd X Fig.2 1 A ST OB NS, ARIE H Sl {438 o
BrarLEb07T, OFmaiffEL v -2y F LEbDOTHD. ki EICEmH
BT > TEL O ZREIN D HEEE LT\ D, Figd [ ZYIWE o657, v a0 O i 2 7=
LD THD. HAZ #H4 Tl Fig L 970 %L DA NTF A x=—3 3 (Striation)
IERBABE & 720 Figh DXL 972 %< OF 4 7L (Dimple) 2338 S 5. Fig.7 13RA4F
%@Wﬁngac%@#ﬁﬁﬁéﬁﬁ IS LA BRWNE AL, RO~ LT v
YA b TR T LD R AR G5, Figd 1d Fig.2 1 A fUZH Y 3 2 FREi )
TOREFE7R LIZH DT, HAZ I CIE Fig.7 LREER~AT ¥ A b« TR -T2 &
BONDHmEMA R O, K& 7o “REINZ TS A Tl B IR m ORI X 7
> TW%. Fig10 |X Fig.9 DIEHGRBMOILRGETT 4 7L e & b2, RFTIC

oA =g RO LD, Figd & HETIUL, IS LM< 7e D & HAZ
ZIEHMRRA R T A == a VR LN 20, WHREBNTIET 4 T A
<Y, RPN A N IAZ—2a URRO LD L DI 5. Fig 1 ITEESBRNE
TOMHE T, Fig 12 Z3ZDIEKEGEETHD. 2 OFT 4 TN b L HICEMRBRRIET
1) & FEE A 2B RPTEICEE O v s . (Fig.3~Fig.12 O BRHNIEMR &
noBIEFMERT.)
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Fig.7 HT80 R T I 7 v ik Fig8 Fig.7 DI AE YLK L2 7 vl
(No.2, AK=63.0kgf/mm"?)

),

flicTd metal v

Fig9 REAMMHIO I 27 ok Fig.10 Fig.9 OH iRz Lk Lz X 2 v figifi
(No.2, AK=102.0kgf/mm"?)

Fig11 B®ESERTOI 7 affim (BIRE5 10.5mm Fig12 Fig.11 OFRELEILR L2 I 7 i
B0 18, AK=136.0kgf/mm*2)
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(135) ZA—RFTF+ 4 FRATULRAHD TIG BEIZE TS
B EOE ST T
- ﬁﬁ%ﬁu{l\‘ niﬁ%ﬁ -

(135) Fatigue Fracture Surface in Heat-Affected Zone of Austenitic
Stainless Steel by TIG Arc Welding

— Fatigue Crack Growth Test —

¥ % (Material)

# (Base metal) : A — AT F A F R AT L Al SUS304 (A/E 20mm) .
WAL (Welding material) : A — AT+ A MR AT 2 L A Y308

b2k (E& %) (Chemical composition) (wt.%)

C Si Mn P S Ni Cr
7 0.05 0. 59 0.95 0.030 0. 005 8.93 18. 21
MM A MEE (Mechanical property)
5 Bk M X AR (0. 2% M 77) fif [6)
(kgf/mm?) (kgf/mm?) (%)
7 62.8 27.4 66
w % & B 61.3 49. 4 44

B ¥ (Welding)
W2 E (Welding method) @ TIG 82 (TIG arc welding)

Wi m T J @&EE | B OB OE W | B B & E |38 K OBE OE
(V) (A) (mm/min) (‘C)
DCRP 12 250 150 =150

B OBR (Test)
R T71E (Test method) : 57 & ZUnITTAER
ABR AR (Specimen conﬁguratlon) cau Xy NEBRAE O (CTRER)
ABRSM (Test condition) : faf B2 il iEIFER, 4L 10Hz
RBRAEE (Test result) : da/dN=6.09 X 10 3(AK)*%

FREDfZER (Fracture Surface Analysis)

SUS304 % TIG I8 21T 72 o 712, G BR (HAZ) Z 2R MRIET DX DI LR
S 18mm, M 51mm D = /X7 NaRBR A ZEHR DU L, B SIS & 2957 &
TR TE T
ZiEiET 5 b ciEel, JE%HODWFEPH%“C BB A, R CIXIERG R & miE

TR AT~ 1o, ZOBEREERE X B E L2720,

THREL 2o TV, =7 B fFEE 20 MmO LW Z 2L Tz, Lt

ﬁﬁﬁﬁ@ﬁifﬁlﬂﬂ%@%ﬂ%ﬁ% IZOWT TEM & W T EBIZE 21T/ - 72658, Figl~
T EICWT N A NT A =— 3 (Striation) NI I, MO EFREX
Fai EERO LN hoT. B, ARNTA=— 3 VREIREOHE Sm & AK & OBR

IR TERTE L A L.
Sm=1.08 X 107'}(AK)?*"*
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Fig1 da/dN=7.63X10"mm/cycle, Fig.2 da/dN=1.23X10"mm/cycle,
AK=88.5kgf/mm*?, R=0.05 AK=114.2kgf/mm*?, R=0.05

Fig.3 da/dN=6.15X 10 *mm/cycle, Fig4 da/dN=1.05X10"°mm/cycle,
AK=188.1kgf/mm*?, R=0.05 AK=231.4kgf/mm*?, R=0.05
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(136) A—RTF+ 4 FRATULRHED TIG BEZIZE TS
BEEROIESHEE
— P SRR —
(136) Fatigue Fracture Surface in Weld Metal of Austenitic
Stainless Steel by TIG Arc Welding

— Fatigue Crack Growth Test —

# # (Material)
£ (Base metal) : A—ATF A FRAT L AFK SUS304 (FJE 20mm)
WA B (Welding material) : A — 2T A FR AT > L A Y308

{2l (E&E%) (Chemical composition) (wt.%)

C Si Mn P S Ni Cr
# 0.05 0.59 0.95 0. 030 0. 005 8.93 18.21
MR AITEE (Mechanical property)
51 W AR A2 (0. 2% it 77) 1 [6)
(kgf/mm?*) (kgf/mm*) (%)
M 62.8 27.4 66
w & & B 61.3 49. 4 44

B ¥ (Welding)
W% )71 (Welding method) : TIG #&4#% (TIG arc welding)

W5 (Welding condition)

i m T -7 @&EE | B OB OE W | B B & E |8 K OB OE
- (V) (A) (mm/min) (‘C)
DCRP 12 250 150 =150

A BR (Test)
B ST 1E (Test method) @ %57 & ZRURILFER
HKER T IIR (Specimen configuration) : =237 NERBRF (CT &BRF)
AERSE (Test condition) : faf BT AERRER, &% 10Hz
HERAE R (Test result) : da/dN=1.43 X 10 '2(AK)*

FREDfZER (Fracture Surface Analysis)

X BJEIN T 21772 572 SUS304 $ll % TIG a2 LT-1%, e RP 2 S /AMRIET D &

INTEIR E LTIz a "y MR 2R 80 L, WG & 2957 =
FURITABR 2 FE L7z, RRE S o ikma TEM I K D BIZ L7, Figl~4 1355

TERITEE OB DN OB I 7 aiimZ /R L2 OT, WTOMEIZE W,
THEGWEDOEM TH DA M T A =—3 9 (Striation) 2358 B, WHEEEE X
B L7- & 9 IR SR, 2B, ZTRODOFEENSH LR L I, AMTA
T—3g /@ﬁeﬁﬁm XX ZURITHE 7213 AK & HTINT 2 AN RSN DT, %
AKIRETA N T A =—2 3 VHEEZRIE LIZAER, A b T4 =—2 9 UREIREOFAE Sm
& AK & DITIZIRD X 9 72 BERA AL L TNz,

Sm=8.90 X 10 2(AK)***

—420—



Fig1 da/dN=3.25X10"mm/cycle, Fig.2 da/dN=2.13X10"mm/cycle,
AK=81.6kgf/mm*?, R=0.05 AK=108.6kgf/mm*?, R=0.05

Fig.3 da/dN=5.15X10"*mm/cycle, Fig4 da/dN=2.33X10mm/cycle,
AK=148.3kgf/mm*?, R=0.05 AK=215.2kgf/mm*?, R=0.05
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(137) ZHRAT U LRAMOD TIG FEICHE T 5 FEEROEFEE
— =7 PRI —
(137) Fatigue Surface of Duplex Stainless Steel Weld Metal by TIG Arc Welding
— Schenck Type Fatigue Test —

¥ % (Material)
# (Base metal) : —FH AT > L A§i# NAR-DP3 (#%J& 4mm) .
WM B (Welding material) : —FH AT L 247 A4 ¥ NAR-DP3 (% 2mm).

bR (EEE %) (Chemical composition) (wt.%)

C Si Mn Cr Ni Mo Cu
iz 0. 022 0. 42 0.93 25.35 7.35 3.15 0.49
W B 0. 026 0.51 0. 84 24. 95 6. 74 3.10 0.27

B3 ¥ (Welding)
W42 )71 (Welding method) : TIG ¥#&#2 (TIG arc welding)
R4 (Welding condition)

PRt K wo E 7 — 7 &IE G
\% i 120A, DCSP 14V 150mm/min

i BR (Test)
R 715 (Test method) : AR Y 3= 7 577k
BRI (Specimen configuration) : #iJE 3mm O SF-Ai (HJEL DR 25 T 30R D i) .
ERZ: (Test condition) : 50Hz
ARERFE R (Test result) : (s S1(6)=50kgf/mm? : ik LE(Ny : 11X 10°),
(& /3(0) = 38kef/mm* : i LE(Ny : 19X 10°)

BE D fEER (Fracture Surface Analysis)
Figd 13 o=>50kef/mm?, K LEC : 1.1X10° OREE THEIKT L 7= 38R A DRk iE 0 —H %
RLTEbDOTHLD. DiX@D~ 7 affmHOPRIEZILRKLIZHDT, AT Z—
3 (Striation) KEHERRD HND. (0), DIFEME S HITHERL7ZH DT, —HIZIX
HAY¥ + 7> (Tire tracks) SRR DR OB ((d).
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(a) JEITMeEE LI o~ 2 mfikin (b) @OFREEZILR L7 7 i

(© O)OFRA LV EZILR LT 7 vhiif (d) WOFRAE LY EFZILR LI 7 i

Fig1 JEo7fldE U 72308 ok
(6=50kgf/mm?, N/=1.1X10°)
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Fig.2 121 o=238kef/mm?, iR L3 =1.9 X 10° DIRHE CTHEWT L 73R8 o 2= L
7. @iF~7emCTohs. MISHPMENTZ®, RmElE Fig.l LV FEETHDH. L
LER%Z LT 5 L, BEZEOME (y+a) OREEZZIT L Bbn D ERMHENRD 5
o (b), @). OO—HEIERLTBET LA N TA = — 3 L b BN
RBHHI, “ENBREAELTND.
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(a) EITMEE LI O~ 2 mikifi

~ T _21\“ J

() MZEILR LTI 7 o ffgimE (d ©@ZEILRLIZI 7 afifm

Fig2 JEo7fliE L 7= 38R ok
(0=238kgf/mm?, N;=1.9Xx105)
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(138) A—RTFF 4 FRAT VL REBHOE REISDOEFHEE

(138) Fatigue Fracture Surface of Austenitic Stainless Steel Tube Weld Metal by
Shielded Metal-Arc Welding

— Schenck Type Fatigue Test —

# # (Material)

25mm) .
AR B (Welding material) : 27 > L A7 — 7 V8% NCF-30A (4% 4mm) .

{b2pflae (&%) (Chemical composition) (wt.%)

# (Base metal) : — A7 F A FRAT L AFFHH SCS23 (CC &) (WE

C Si Mn P S Cr Ni Mo Cu
£ | 0.030 0. 86 1. 40 0.022 0.009 20. 59 28.25 2.18 3.44
w %F & B 0.026 0. 50 2.32 0.020 0.010 20. 23 28.24 2.52 3.23
MR AOTEE (Mechanical property)
518k A & AR (0. 2% /7) 1 [6)
(kgf/mm?) (kgf/mm*) (%)
vl 48. 4 21.0 53
B3 ¥ (Welding)
W42 )71 (Welding method) : #%7& 7 — 7 ¥5#% (Shielded metal-arc welding)
RS} (Welding condition)
Mo | o | TR BB W OR B R e gy
= N 200°C X 2hrs <100 130~140 6 ) 8 /<A

A BR (Test)
FRER1E (Test method) @ FIRY v = o 7 ik
AR A TR (Specimen configuration) : ARJE 3mm Ok (HILE OB 25 T 30R Dl =R)
BRSA (Test condition) : 50Hz
FRERAE R (Test result) : (s )] o=25kgf/mm?: #iK LEx N;=4.2 X 10%), (6=11kgf/mm?:
Ni=3.9Xx107)

FREDfZER (Fracture Surface Analysis)
Fig.1 1% o=25kgf/mm*, Ni=4.2X10° OIREE THEMWT L 7Bt Ok A R L2 b D TH
5. @IF~ 7 v fifH Th 5. B E AT O ST <12 Y 28— /3% — 2 (River pattern)
WHEEEDRBD B (0), (), ILRLTHET DL, U S— - NF— KRR OR] (A
) [ZIXZA BT A= —3 3 (Striation) &EDOINDEEEN R 5115 ().
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(d) (DOHREBAEYER LT 7 v ki (&) (DDHRIAYER LT 7 niikim

Fig1 JE5ME U728 oikim
(o=25kgf/mm?, Ny=4.2X10°)
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Fig2 1% o=11kgf/mm? N;y=3.9X 10" OIRAE THEW L 7=sbEHkm O S5 2R Lz b
DOTHD. (@ix~7 afm, b)BIOCWMITEDO LR, ©BLZDEIE, &2b)F X
NADO—EIERGFETH D, B/VRBEIRE DO TR0 FHc, ERPMET LR
MRZD.
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(139) A—RFTF+ 4 FRATUVLAFIOERNEABEID
NILe—F4205 - AMLR - YU—TH@A
— RXe—F 4T ARV R 7 —THE —

(139) Pulsating Stress Creep Rupture Surface of Internal Welded Pipe
of Austenitic Stainless Steel

— Pulsating Stress Creep Rupture Test —

¥ % (Material)
# (Base metal) : A— AT F A PR AT L A& SUS 321 (BJE 3.2mm) .

bR (EEE %) (Chemical composition) (wt.%)

C Si Mn P S Ni Cr Ti
M 0. 046 0.40 2.01 0.030 0.016 11.31 17.02 0.53
HEM A MEE (Mechanical property)
5] B R S AR (0. 2%iMi 77) i O s =
(kgf/mm?) (kgf /mm?) (%) "
7 61.0 31.0 52.0 ZANOEFE

B ¥ (Welding)
W2 )71 (Welding method) : TIG ¥#&82 (A4 72 L) (TIG arc welding)
W4 (Welding condition)

Ly | W OB B OV | W B O o |
W w R w (/i) el s

I iz 15~20 132 181,32 BHEOEFE

i BR (Test)
ER 1L (Test method) : 7\t —FT 47 « ARV A« 7 J—T73 Bk
FER 2R (Specimen configuration) : A% 15.9mm, #RJ/E 3.2mm @ M FERREER A
BRI (Test condition) : g KGNS ST one=3kgl/mm?, JEIIRIE 00, 00/ 0mae=0.9,
JEA IR USRS 90Hz, FRPHAIREE 550°C

FREDfZER (Fracture Surface Analysis)
1 Bk
AL, B ONHE A TIG 7o ez Lo MR A 4, IR B E LI,
550 CORXIFIR FIZRWT, iFmslRmEL 7y 90 A 7 VE#HSEL7 U —
TR A FM L2 b D THD. Figl BELOFigh 1, ME M ZRTHOTHD. i
ki & b, AEEZ T MINROE S &, oKy OS2 &5 5 BEADERSHFED 5
nb.
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Figl /SLt—7 47 « 7 U —Th Fig2 Fig.1 D EEAES ORSMNAFD I 7 v figia
MBRT (Ad) (RO E %)

Figd Fig.l O HEHSOHRIO 2 7 v ki Fig Figl DRGHDORAREL O S 7 =i
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7%

%

2 Tk

Fig2 1%, Fig.1 ® A% 3 MIRE S O FSNEE O 2~ 7. B aslREn o a2
o, IR A RT A NI A = — 9 « 2XHZ— 2 (Striation pattern) 2338 HIL7=.
ARTA =gy - N Z—COERRNNG, KRB (A1) ([ZBWTE, SMVE»D
FINDNER L TT-o72 2 EA MR IS, Figd 13 A @A AR E O 1EIE PR 4430,
Figd 1ZMINONEASEHELE O ThH Y, FL2 AN TA == a RO LND.
zb?4i~yay%%iﬁm2fm0@mf@3f@4?ﬁommf@5zumﬁ

P FBHOFENEL, FHESERCTHY, FEOFEFORBA IR LZ{ADL
NH5LOTHS.

Fig.5 1Z, R ULKBEEOETORBAICBWT, EHEANNEM SEE L Tir-
72 A8 B ORI CTH D, Figb 1Z, A8 i o & MHIR R4y O & N Ol i ¢
BV, RIFARE TR B 5. Figd, Fig8 134 4 HAMIUIRERSy O Hhi#his L O E
WA OWHE TH D, WHANTA =— 3 UL, Fig.7 T 0.7um, Fig.8 THJ 3um
Thsd. A ABICHBWTIE, FEHEXITIHAZ LVRELTND.

BWHEOFFMFONE—T 47 - 7V —7 SN KT, BMOZUIIZIFEILN
LOTHD.
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Figh ULt —T 47 « 7 U —T7Hk; Fig6 Fig.5 O E@ES ORNEMES O I 7 v ik
REph (A8) (BHEOEF)

10 zm

Fig.7 Fig.b ® A OTRED I 7 v fifim Fig8 Fig.b O HEH Iy DRAMEME Sy O < 7 vl
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%

(140) A—RTFH 4 FRARATUVLATOBET —VBEIZEITS
BESREOBIESEE
— BERER —

(140) Fracture Surface of Thermal Fatigue in Austenitic Stainless Steel
Weld Metal by Shielded Metal-Arc Welding

— Thermal Fatigue Test —

¥ % (Material)
# (Base metal) : A7 > L Zg§5EH SCS1 (AJE 40mm) .

A B (Welding material) @ 27 > L A FE 7 — 7 1865 D309Mo (4% 4.0mm) .

bR (EEE %) (Chemical composition) (wt.%)

C Si Mn P S Cu Ni Cr Mo
M 0.14 0. 45 0.48 | 0.032 | 0.008 — 0.22 | 12.21 —
w & & R 0.05 | 0.48 1.47 | 0.021 | 0.009 | 0.03 | 12.79 | 21.87 | 2.01
MM A MEE (Mechanical property)
5| 9RHR I AR 5 (0. 2% i 1) il O | V¥ E—RIN T R —
(kgf/mm*) (kgf/mm?) (%) (kgf+m)
# 67.8 48.1
w A & R’ 63.3 51.0 40 8.4 at 0C
B ¥ (Welding)

#5715 (Welding method) : #2787 — 7 ¥#&4% (Shielded metal-arc welding)

W5 (Welding condition)

L | B | TR | 7/ WIE | | s
WEFRR | m s | wE (O V) (W) (m/min) | PUE T
I i 150°C X 1hr 20, 200 24 150 13 9]

 OER (Test)
AR 71E (Test method) @ 77 47—« 77 v 7 illRiEE
B AR (Specimen configuration) : 50mm £ X 18mm 28 (B#f, &R OE|IE -
1% 1)
FRBRZME (Test condition) : 20°C—800°CAZAR DHK L
AR R (Test result) @ #R L3 200 [A] T USRI AN I8 R
B EDfEER (Fracture Surface Analysis)
13Cr SR B8l ~ D309Mo % PIEIAE: L, Wik i O R F 51 b 25 R & LT 28mm
BEX50mm RORBAZIMMILL T, Figl lZRT 77 47—+ 277 v 7 ilRIEE TEYE TS
AR AT o T,
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EE XIFE ek
rs1/3))

BIRS AEX /

P EIK |
gl e
Figl 77 4Y— 77y 7RABRER Fig.3 Elolm~ 7 v 55

bmwa»k$031

Fig.2 Hlh 7= o/ 8

Figd ‘EHho 7 afim
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7%

%

FRBRSEE & LT 800°CE THY 30 B TINEA L, DIREEICRER KA L TR 20CI272
DEAA 7 NG 2T BINORAITEY A 7 L 50 BIEICHRERZ S L, WIRMRAT
R LTz, TORER, BP A 71 200 [B] H OMA CHEESRESUCEN AR S, W)
BRIZ 250 [E1E THRefT L TR T L7z,

Fig2 |TB#ZOAEIEETH 5. FINITEEEE R & 2 oirts casze B lo M JE I
B, —EHEA R & 5.

Figd IZRFH MmO~ 7 n GE T, EIIITEERER & 2 Ot CliEEeRNICAE
LT3,

Figd XA S ICHAE LizBngm THh 5. FROEITETmICERT 2E L TH
5.

Fig5 X Fig.4 i L5 CHEITEVMLED & DT, BERB{EY TEDN TN D
D, ZHUIMBREINZ L > TELTZL DO TH D, ZOREMIIROICHAIEZ /L TE
D, ArNI7Ax—3 3 (Striation) WL L7=Z & Z/RLTW5.

Fig.6 |3 Fig.4 i > F 5 ORI CRA L OAIHLIREEZ R L TV 5. IR 7Rk IC Bl
DARITAT—a Bl bihs.

Fig.7 1% Fig.4 O8I OFENTH 5, HENEFCTHIMAREL, ZOHEICA T A =—
TarnBOLND.

Fig8, 9, 10 1 MH 2 BERTHELLLDT, F£LXDARNT A T— 2 O
MR OEROFBLERY, BYRFICEDBEN TRV R HEIND.
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Fig.7 Fig.4 O ofiiimElh ik Lz < 7 ok Fig8 JEIMEEZHER L7 X 7 vl

WP s o G
Figd JEHMEMEILR L7 7 aifm
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