86— S 601
(60') THAFYLZARBRBOBBOMEH AN

BERLEITER BT hpElER  BAER
O/hN@s—  tolitz
1. % F

WRET, ZHRTY L AMERMY A 2 U4 (€2 BEI3T5C) ORAYERN LN ERIDEH TS L BRUR. KHT
i, 0.12% U LORRLEE T 3EWM AL _HAT VL 2B EROMBIEE S HAa2RE U 2.

2. KB

N%ﬁ!bfo.lﬁ%mzmx?y_bxﬂ (0.01C-22.5Cr-6.2Ni-3.1Mo) AV, HEfilk VB —-BOY TR -V 77—V BiE (BRARSR
Wk /om) ATt BET 4P BEUT 997 ARTALEE 5T L2 & DEESEHON SHEETAL XS . BHHLEAL1050
TX103& U, 7294 b EEW 00f5OAFERBC LI NEEC k. HARRLEU TGMABBLEREL, NLXOH
BUED7—IIEMRIRU . £k, La—/RRIC L VHAMRABL .

3. RRER 60

W $T7I-V7—IBERSEOT 294 + BUNISHEOHN
REOEHU, 0BAEDT 24 b BETRS F2DRUNI <6.55T
»FhERS RO (Fig. 1) .

@ ZHRAFYLAMOGMAEBTUINLARERIEST L
kY, T RERBESHh, 2EBTHEREITKTSS.
T HIEAMBER TS SN ET 3.

B MEHERALIELREZR_MHAT YL A EL SR
HHEMEEEET I EBHOhERS R,

No Submerged Arc
Weld Metal

e
)
[

N

FeN
)
!

N
N
D

8\ .

N

Solution treatment
10 1050°C x 10 min.

Fraction of ferrite phase (%)
(93]
(]
I

0 Lyl ] | I ] ] !

S 6 7 8 9 10
2EW Ni content in weld metal (wt.%)
1) S ; HASSIBSEI] EERASEESE Fig. 1 Effect of Ni content on ferrite phase ratio in
SA weld metal
Table 2. Mechanical properties of seam welded
portion Table 1. Bead appearance by GMA wedling
YS TS El v (P welding speed Current | Voltage
position (em/ win)
(MPa) | (MPa) @ weld RAZ
30 40 50 60 (Amp.) )
552 739 30.8 {- 50 73
- flat O O O O 150 25
puls
Table 3. Mechanical properties and corro- -ed | over head @] O O O 150 25
sion resistauce of welded joint GMAW
down hill O O O O 150 22
Tensile Charpy | Huey test
up hill O O O O 150 22
TS fractured vE
| (MpPa) portion (€)) (g/nthr) flat O O O O 200 26
97 Base tal 81 0.085 non- | over head X X X X 150 25
puls -
-ed | down hill X X X X 150 22
up hill X b4 X X 150 22

QO : good appearance
X :bad appearance
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