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Fig. 3. Hardness distribution on weld joint.
(As weld)

Table 5. Results of corrosion test.

Reduction of corrosin mg/cm? 100hr

T 35 60 160 | 280 | 340%

HCS 0'383 | 0-712 | 1-995 | 1-085 | 0-587
0:373 | 0655 | 2:112 | 1176 | 0-619

0-384 | 0-730 | 3-668 | 1-421 | 0-617
HCO | 4.366 | 0-785 | 2-119 | 1-446 | 0-615

H20 0-374 | 0-873 | 2-092 | 1-439 | 0-637
0-392 | 0-748 | 2-385 | 1-428 | 0-638

* Test in autoclave
S : steel T: temp. (°C)

Table 6. Results of metal loss test.

-

\ Chemical

Metal loss
~ composition (%)

(mg/cm?)
Stcc;\\\\;f C | si | Mn |45 500 550
i 1

HCS | 020 028]1-22] 526|564, 14°4
H20O | 0-20|027|061]|552]|5093!22-9

T: temp. (°C)
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Table 1. Results of practical tests.
Item Results Spec.
Ghemical analy- C ;_0-19~o-22, 3 n 0-2;?0-32, Mn : 1'14~128 gl 8:}3;8:%2
sis Coq.(C+ Mgh+—51) : 0°403~0-443 Mo 21750
Steel lity t A B C A+B+C
eel quality test Micro-cleanness 5008 5006
0-059 0~0°008 0-063 0-048~0'084
Austenite grain . .
sige No. 4:-3~5-1
Hardness 80-2~-84-7 HrB
. Charpy impact 0°C : 14-8~18-9 kg-m/cm?
Mechanical - ’
- prcl)perties value 20°C : 15-0~18-2kg-m/cm?
T.S. : 53-1~57'4 kg/mm?, T.S.=52 kg / mm?
Tensile property Y.S. : 33:2~.37'7 kg/mm? Y.S.=30kg/ mm?
El : 48~55%, El.=25%
Flat test H=({1+0'07)t/(0°074+t/D) : 31:8~35'6
Practical test
Flare test Diameter ratio : 1-44~1.74 =>1-20
Pt N Table 2. Results of hot bend test.
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Fig. 1. Hardness test in weld joint. Ouration  (hr)
Fig. 2. Rupture stress-time curves. ($50°C)
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Table 3. Tensile properties of weld joint.

Test
' Y.S. T.S. El. (¢ ..
Weld method tem;(;groa)ture - (kg / mm?) (kg / mm?) G.L.=(5{)or)nm Fracture position
Manual welding R.T. 373 588 23-8 Mother material
(HS2-A) 450 28-9 49-7 205 4
Flash-butt - R.T. 39-2 600 19°5 ”
welding 450 262 49-8 20-0 ”

Table 4. Bend-results of weld joint.

Weld method [Bend condition El‘_(%) Results
G.L.=12mm
Manual welding Face 63:3~69°2 | Good
(HS2-A) Root face 61-8~70"2 ”
Flash-butt Face 60°1~617 7
welding Back 59°1~61'6 4
Table 5. Charpy impact value of weld
joint. (at R.T.)
Weld method Notch position I(rﬂga_cll:’l)lz.}:%
Mother material 10°4~11-1-
Manual welding | Weld metal 75~ 8-1
(HS2-A) Fusion line 13-6 ’
Heat affected zone 11:7~13-0
Mother material 9-8~11-7
Flash-butt Weld metal 4-2~ 4-7
welding Fusion line 8:6~ 9-2
Heat affected zone 10-4~11-7
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