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Fig.2 Hardness traverses of weld

Table 2 Mechanical properties of 9% Ni steel pipes (after QT, Charpy specimen size; 10 x 10 mm)

Transverse tensile |weld tensild _CHarPy impact test of base metal Charpy impact test of weld
test of base metal test Transverse longitudinal Weld metal bond HAZ
vs TS EL | YR TS CL: VE_i96 Sl\”s L-Ens \'§1“ S—Ans L-Ens v§196 31‘1" lf-Elss vElSG Séne L—E%ss v-Elu S-Ans LE‘"
(Ref /ad) | (Rof /md) | (%) [ (%) | (Rof/ad)] By [ (Fofem) | (%) | (na) | (Kof-m)}| (%) | (ra) | (Fef.wm)| (B) | (a) | (Bof.om)| (%) (un) [ (Fefom)l (%) | (ua)
674 855 36 | 79 838 |WM| 202 [100 | 194 | 220 100 | 204 7.1 100 Jo81 | 138 |100 | 146 192 | 100 205
F.P. : Fracture Position

—214—




