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Repair Welding of 1.0Cr-1.0Mo-0.25V Turbine Rotor Steels
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Softening Zone
BE A= 7] HAZ 37| £33 A=
6° SAW 227 VAN 0.5 ~0.6 mm 5.9 mm 60.4 KJ/in
20° AT 247 VHEN 0.1 ~0.2 mm 2.3 mm 57.6 KJ/in
6° AT 259 VHN None 2.1 mm 48.0 KJ/in
6° AM 240 VHN 0.3 ~0.4 mm 2.7 mm ’ 51.0 KJ/in
2° AT 235 VAN 0.3 ~0.4 mm 2.8 mm 78.0 KJ/in
2° AT 231 VHEN 0.3 ~0.4 mm 3.2 mm 90.0 KJ/in
2° AT 230 VHN 0.3~0.4 mm 3.4 mm 105.0 KJ/in
2° AT 229 VHN 0.3 ~0.4 mm 3.8 mm 120.0 KJ/in
(Note : groove angle - welding process (A : auto, T : TIG, M : MIG) )
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Fig. 1 Microhardness showing cross weldment of SAW process
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Fig. 2 Relationship between heat input and creep rupture time of TIG process
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Fig. 3 Creep curve for 6°AT (48lJ/in), ZAT (90kJ/in), ZAT (105kJ/in)
and 2°AT (120k)/in) at 11000F and 19Ksi



