HAHSAW did HEH9nd
The study for application of Narrow-gap SAW
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Table.l R 2& APAA & LHAZY AFS FAG Aok APAAE €AY F7)
719 F2 A SA508 CL.3 (P-No.3), €4 A EE Kobe Al2] F8P5-EA F Wire ¥ Flux & A&
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VEANYE FALFOZ NUE 12 pes 2 Uro] 2 AJHe] di@ YFAIHEE ASME Sec.
X QW462.1(C)°ll &3t AA8ith Ald A3 Tabled & 2o} Zzhe] A%z SAS08
CL3AAY Atgol HFAon] FAo e AAZ AAMHoz AU FHAULH ¢
WA EG 28 AFTAE e RS HAZ £ Weld #99 ZHYo 4AE FHA20] 9
q =gdAer @ AFol, 53] Tandem PN LA L Single ol Hl8] nPLell A& QA
o Za2 AFF] & ALz 43H.

FAX YL ASME Sec.l-NB 4330 o] &3l AY & AN L9, Fig2 43 ANgany
€ T3 2AE Rolth weld #99 X+ ‘Single ¥ 714 SAW>Tandem ¥4 SAwW>Y
BSAW 9 AFHE JHAKT § Weld ¥ E AN LA o] AvhiAe] uld) FIF
UEE 2 A B F At AL YALLH LA v=HeEd BE =YENY
of o8 =g T4 mAsle 7|Qse AeR FZET §H Tandem WAL 2L
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HEZ o) @ =Udaate] 71AF) Tandem FAAL nYFE2 g 2L FY9q)
A FRA20] g ulAst Holrt BFEs ZUYA AFTR] Bl wa AAo)
von % 2PA7 AYYGY Rola FAHL2 AYANAY =XHX o] FARI Bl
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APl et A NPLxo] BE FHXI BAHY 2YPAA BAL v o] AT}
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g F717] B4 Code ¥ T Spec.ol Ad 2FAFL FE3] BEaHL
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Table.l The specification of base material
NEAg | A | 9= AREH (W %)

(kg/mn) C Si Mn P S Ni Cr | Mo v Cu

1230 x w150 | SAS08 59.7- 0.20 | 0.23 | 1.43 | 0.004}0.002| 0.94 | 0.14 | 0.46 |0.004 | 0.03
xL500,2EA | CL3 61.1

Table.2 The specification of weld material

TR Brand name AWS class Size/ 54
Flux PFH-55SN F8P5 Aggromerated & neutral type
Wire US-40N EA3 @ 4.0mm




Table.3 Welding parameters
T8 F4 | AFA) | d2v) | #3455 | Heat input o g/5 3 =
(cm/min) | (KJ/min) 25(T)
Conventional DC | 550-600] 31-32 34-35 3.39 min.129/ 617-625 C,
joint max.196 40.5 hrs
Narrow-gap DC | 560-580  31-32 32-36 3.48 min.142/ 617-623 C,
joint (Single) max.259 40.5 hrs
Narrow-gap DC 1480-550 1 29-32 55-70 441 min.134/ 608-615 C,
joint (Tandem) AC | 520-600} 35-38 max.250 40.5 hrs
Table.4d The results of tensile strength test
T ek BEAQRE (kemr) | 5 AL A A (ke/urd) He92
Conventional wl9 x t30 60.3 -1.24 ,40.87 Base & Weld
joint , 12 pcs
Narrow-gap w19 x t30 61.8 -0.8,+40.2 Base
joint (Single) , 12 pes
Narrow-gap w19 x t34 65.8 -0.7,+1.1 Base & Weld
joint (Tandem) , 12 pes
Table.5 Chemical composition of weld metal
FE C Si Mn P S Ni Cr Mo Cu Co |Cb+Ta
Conven. joint 0.12 ] 027 | 1.62 { 0.011 { 0.003 | 0.15 | 0.06 | 049 | 0.03 | 0.005 | 0.01
N-gap (Single) 0.09 | 0.22 1.65 | 0.011 | 0.005{ 0.18 | 0.07 | 0.54 | 0.02 - -
N-gap(Tandem) | 0.07 | 032 1.70 | 0.012 | 0.003 | 0.07 | 006 | 0.53 | 0.02 | 0.01 [ 0.008
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Fig.1 Weld joint configuration
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Fig.2 V-notch test values of Weld region

O Conventional joint
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Fig. 3 V-notch test values of HAZ region



