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5527 —HRAF VLU ZAERBEEEORNS SR H Y
FHMBEERES o/NFLEE EBRL EART
S, 8 480 B BIERE A Es '

1. #
CHZRF LB, BRE - BHEEEURARICT SO BEMBE LT, BES 1 24 75
BTOEAMNEAIO S5, BAEDOLC A, MAERBTSLIUT —/ BERAESER AT 55, B
BEERESNETINIEERNS BEI 2R BROEATENTH 5, X 5ic, HEHEABMSHE
WESCEBMEAGESTS 3 Eho, MABROETLT — / BERAEL VBRI EEL 005,
L L. BRAOHEKBEE LT, BAERKOMAER~OFER TR L, HETHhE ChEHIET 3
caﬁﬁgfﬁaocwﬁﬁme‘%%ﬁ%&w;ogﬁbt:mxfyuzmoﬁgﬁﬁ?&<mﬁ
h5 404 PEBELTCORBERHEZAEL ., BREEHBEE 201,
2. ERAE
2.1 HRM OB E

BREHIZ., BEF - AOD - s - RNEETRBICE D BEL22CrB X T2BCroM= 7
vLaBemEky Fa3 4 AEAN, TOMERSEE L ICFRT, EREFCIEBAEEER (v —
<y — AR R R
EAER) bBLUOERSE

BRESERA . 2 No. Material C Si | Mn P S Ni Cr Mo N
— s P 110 . . . . . - . .
CRTREREMETH - 1 22Cr steel | 0.018 | 0.49 | 1.77 |0.019(0.001 | 585 | 22.40 | 3.05 | 0.143

2 1 . . . . . . . .
. EMTRELLT 25Cr steel | 0.038| 0.60 [ 0.61 |0.0150.001 | 7.09 |24.50 | 2.93 | 0.160

OD 10% " xXWT

0.250 7 &% . ¥ 7 EBRE TI26.0tX60Wx 40002 mm F 47 %
B, BEZBRKO VTR, HAHBoBRILH R ELME T 5
Hob o, BRERHES, 7 7ty PREIUCHAERREEL Ttem Condition
IHTERL, MEOE» S ChODRFBHFRSNZBA 1) Strip thickness | 60m
GHERDI, BEEE , ARG ELZUNOBEESRNE 2) Welding speed 20 m,/min

Table 1. Chemical compositions of tested material (wt. %)

Table 2. Electro —resistance

welding conditions

B—EiC Ui, 3) Heat in—put 2nd weld
. . . o . phenomena
BEROTXTOMBAMIZ. 1040~1080°Cicm# LK% .
‘ 4) Apex angle 256~7
THEERALEEITO, YA AR+ Rk ERA
5) Upset length 12~45m

BICEBFRyF -V 2T, COHEHEFMMBITH
BREEGML, HAMRBAELEE = 2 ) g#500p g |6 Shielding gas | Ar gas

L7, 7) Coolant for roll | Nz gas

2.2 MHEFEMmAE

1) BRAEXOUERALR  FETOEHHEH BT, 7274+ (a) HBIXTEA—27+ 1}
(r) HomEEHR, HER , RS2 AET 2L b, BERBOERER , ER4SH , AR E+EHER
BEEICEOTHAE LKL, RS HiIZ. EPMA - EDAXSHBLIUCERMBEBREDO XBRBITICKD
To72,

2) BHAR, FECBI A5 RAR, FERABRBLIVCERY v v —BHREBREZT- o Yy M E—
HBRTR., smy 7 ¥4 XD2mV ./ v FRBFEHAWL,
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3) WMAURR; 514 v 1A A HOL-> L bHHELSEABELEAKEAL L, EAMBETOMAE
T, 3.5 NaClALAEMAR (J IS GO0577) 8L U10% FeCls» 6 H.OfLBHEB (ASTM
G4BAZEH) IKTHEMUK, £/, 74 4 7HEOEABED S bHFBELHRIH, ST 2424
774 vEHTLT3.5~20% NaC£€+0.01~1.0atm H2 SIEBEFOABENRR , EHBAZIWRKER
ZiT-olco CORD, MHMRABREEOFMEL T, Y2 b3 v 2HABBIV e —1RB (ASTM

E262) %17 - 12,

3. RBRERBLUER

3.1 EREESOMR

1) B A LLBEZOBRMTELV0ESHOSEY
BMEEHE1ICRT, HAMEBRBDO A 2 107 o — R &
BYBARKZ-TW3500, aBCBRO r B8
ZBRIBHMERLTH S, ctHoRIE. BHBBITH L
BEMWOBTHORL <~V ENZ B, a HOEETESXEP
MAIRKXD A LILEZA, 2CrHlt BT H25Criic
BOTHEMBEHESHMRIAKSITHD ., »OHEERETO
WHMb A ED S,

2) BERM; H5BORGTHEELLEACIHELSBE
BEREEOLODLNE, BHEHIKC2mYV / vy F A2/ Ty » 0
E—HBRAFZI0CTHRBL, BEIKI S b B EHERMIC
DWTHE , BRABEMEL I,

BEXBOERE, BE2k—HFERT LI, AEFH
KOV R. BRLLBBEROIDNEL, EDAX
ik skamictnid, Cr, SiMnBIk A2 K & L -
BRINENTS 3, |
1) Weld defect 2) EDAX -profile

r

Mn——
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Photo.2. Weld defect of 22Cr duplex steel ER weldment

BERBOGEMESRHAEFLHETHA LEBELA
EmIic 3P, 23, BEXRMOZE L RIGHE
BRicLoELTE, KH1IKRT LT, RIGEEREH
BOBECIBRENEMSHELRICES L THEEL.
BOBEGICRAERRIBICREL T3,

BERBOBEMAMOSHIE. AEFHMOBEEFRAL
LT, REGHBEENSFOETRE NS Y FBKE0HD,
BOETREIBAICBET 2EAND 3,
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Weldment |§

Upset

position

Mother

metal

Photo. 1. Metallographic structure of 22 Cr
duplex stainless steel ERW pipe.

Weld defect distribution

Average
defect
area ratio

0.10

0.08

SSSS

095%

0.08%

Weld defect area (uf,/48md)

a7

0~1 1-2 2~3 3~4 4~5 5~6
Wall thickness (mm)

0.04%

Fig. 1. Weld defect distribution of 22 Cr
duplex stainless steel ERW pipe.
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3.2 BREZTOBMOEE Table 3. Tensile properties of 22Cr duplex
2Cr—HM=F v 2BICONTEH » 725l stainless steel ERW pipe

BRB , BERR S L CEEHRRERO R Eroperty) 0 e’ | Sivengin | Blongation | Hardness

AzhZhE3BICR2ICRT, 5l | Position (MPa) | (MPa) (%) (Hvis)

REFEHECL S TRMBEABEREE TRL~x  |Mothermetal | 560 780 31.8 253

NTHB, chiex L, BEEHEIE > TIE |Weldment - - 252

BELBEMHLIDP>E S, LEAL. 0T
m@%ﬁf%%@%@ﬁ%ﬁ&%{)‘t&}*?&s D, 34024 7FLLT
DERBFHEIFMBEL TS, BB, BERE, LY , BAFOE
HRRBRICIE®T 5,

3.3 BREEROomMANH

1) THAEM ;3.5 BNaCLHEBFPTOFLAFEBM (Vi) OB
BEREEERIKTET, ERAEHOLAREBRINBBERBIBE 0 . o
ELEWAEYCENTRHERSTS 5, 7120 ~80 -40 0

Temperature (°C)
A—RAFFAPRFIUVRABCENTE, BEERESL Y HEOT Fig. 2. Impact property of 22Cr

Subsize
O Mother metal
® Weldment

-3
Absorbed energykg'm) |&

NILARZH gtg‘;;xpsigzihless steel
SN 1T 6
MRS i 10% FeCls6H:0, 24h
ﬁﬁs » 5D 8 120 MM | ERW 4
@ 5F 22Cr| 0—| @=---
JE S v 1 5 B8 2 1 ool 2 25 Cr | O— | #=n l
HiTtwaz 2 »é J
. 8 [
25y = o080t ' N/ l/-
MEREESR 3 i N 2 qf
TR oMM § 0.60¢ .\g N g
) d i)
13 Ea H:’l Y 7»; ; .\\\ \\a § 2}
hoteeg T7 E 0.401 o \\\ 3 S
e ~
. ~ N 1
2y PIILB 020k RETT \\g
N % : 22Cr | O——| O~
U ED®ED oo 0 - s
iy 04030 60 70 _ 80 20 30 40 50 60 170
& B i ah 03 Temperature (°C) Temperature (°C)
BXhiC/EM L Fig. 3 Pitting potential of 22Cr and 25Cr  Fig. 4. Pitting corrosion resistance of 22 Cr
. duplex stainless steel in 35% NaCfg and 25Cr duplex stainless steel in
bD & %X. 53, solution FeC#l; solution

FeClAKTOBARRER 4 KR, 2CrMOBRARZBE(CP T) B30C,25CrMOTH
255°CTH 5, BREZBEKOCP TRERMITE ST,
2) NaCel+H:SEETOMAN ; 514 4 7THHOBRBHEICEVZHLL T, 3.5% NaCe+H:S
BEPOARREB/RB LTS NaCL+H: SBERFTOMISHBEBAN(SCC) HEABRL, C
D3 HbARBMOBEERARS KRT, WTFhOBUMB H.SHAEOEBEEIRT 548, ERE
EHEBBHE LAV VO REBMAETRT, 22CrME26CrROERAABMTREADLDN T 55,
20% NaC ¢ +H.S, 35~150COE&BETTSCCARELIZVRAHSHEDOFMETRENST L,
3.4 BEXGOME~OXELZOER

BERMEOVESAZTI. BRAOBELHAKS 4 v 4 7L ULTOMEBRMELTHS S
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TEERUIL, RIC, BERGHMEEZ 2 2S5 ML. C
N BT 2 RERKTEBRE L2,

D BEEHEE~OXE  RBEEESE (0.2%) BEHREBED
DEEWEEFMLIL, Rz 3 r¥—  BBREE L LERKG
BHEWEESREEE D5 72,

2) WEU~NOEE ; BERBLFREICERT 3 AR S
BOMAREHET 5, COBRE, 3.5% NaCls X U3.5%
NaCl+H:SERF O ARREEN, FeClLBHKTDCP T
THEBOVTLRDONIM, boLbBBicdrobhzDid
FeComBokIichohb, NaCl+H:S BT it S C C i
CONTER, BAHSOEEZKTIEIEIEOHEBIRBEDL -
oo LU, ARZHELZDBILSCCHERT 57 — 2 BH L 0200
CLEBZINBDINZL S, H.S partial pressure(atm)
3) BERMOBR ; BERWOWESMAAIZ, K 1icxE Uk  Figh Pitting potential of 22 Cr and

25Cr duplex stainless steel

100}
080f
060}
04of

020}

Pitting potential, Ve (V vs SCE)

0fF

L2 A 270 —DELONAZREBELED L, EBERE in 3.5% NaCf + H2S solution

BECOVWT, NELHE EERE 1 mLlP O /K M E#E R OB I% ‘

B 2 L6 BE S NFEHRKGE 10 - r:

MHEN0.IBUTF THORETEEICK *——| Observed el |
o---- | Estimated for 1llm P

MRBEELEWCEBHEINE, C length pipe ﬁ

CRETIZRAFHRMEBER. 1% Weld defect
RBERMETHO ., BEAZLELL
BEREICRERTERONNE M
KB BIEBICIID S BEEZ 5,
4. * & O

1) ZH2F v 20 BHREERIC
BOTR, EEWEICGEUD * 2 v 7
o —WBEHAHERmMCEDhS DD,

1mm 1mm

Wall thickness

Weld defect area ratio at surface
layer to lmm depth (%)

[am]

Pt

el rHHoMkEL U Z2zhEhoM . 001 |
RIBHMERASETH B, BERNH 0'?

BELLGNIZEROEE bHa s A . i |
BMEERIL~LTH B,

Average weld defect area ratio (%)

2) ﬁ&lj\@'ﬂ:%@?g&kﬁéfﬁ%ﬁ@lc Fig.6. Relationship of weld defect area ratios on ER
FETHEABRIHNELES, L weldment between whole thickness and surface layer
L. BERBHARDPLBCEELTCOERBIRBELELEVEELZEXDD . Chick ) EMEH
KIZBH27 v v 2 ERBEEORENARE LK - 72,

(ZE#] 1) &8, wAS ; g8, 72 (1986), S1142.
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