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g cycle AAHE 0] & AA=ZAH L7 (RPV)F
SHLAIIFV(HAZ) 34

A5, £54°, A9, 138, 3&5
F=AAHAT L, AAFYA AT 43T 150
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2 9%

ASME SA508 Class 3 9248871748 4oz, 84 AP (heat affected zone, HAZ)
o] HF L% (peak temperature) F-LEF T (isothermal diagram)E 24 2 HAsidx, A&
(simulated) €FFF APHE AFst vAZHPA R 71AFHEAN Q& AA8AD. 2 F
3 Huee FTREXEE ol83d, v]AE P TR (subzone of HAZ)S] o] Al Z A (microstructure)
o mx]& o d(preheat) 29} &Y EHF(weld heat input)e] Z7] E#F 428 4 YU =
#, AQ HAZ 9 7IAASAY APd7, 8388 H(fusion line) + 1 mm o A2 hEHE
¥ cycle ZAANMe EARG ¢33 F=9 AHE HYL, £HEEH + 2~3 mm 204
714 wAl8 23 (fine tempered lower bainite)¥ $423 A4 L Vet W, £ L84
+ 2% 5 mm XN F cycle & AT APAHAME vjM£ZF 9 wH3H(spheroidization of
carbides)t 7 A4 R 7I1AA A0 A& EART 22 g Holy AL WAY £ gl
At

1. M=

A2EH L7 AAYE BRI A ABRANZHANMY AY R IA7ARE o= F
E A de wEll b FA7t 2 7EHE £3% € S9¥R BEe A9 2 9 49
€ e uES 4Ptk wepy FR[2JMe dAZYY 8] §H R (thick section weld of
core belt region)& wEeE FIFF AXNE ZAFASA dWsE FAHsNA, FANF
(surveillance test)A] AFS(Charpy)AN @8 xR(notch) X AR thd £APE A7 1 ot
2y, 48 SHE 49T Wil UM, F& JGoA FA WbEe AL A8
(reproducibility) 1Al B7}E71d 42 gch 53] ob&84 P2 (multipass weld)d] Ay B
3 dojgog J3te] Az XL daEtn wety 5 R9o] B JAHEY A
FH Y77t 6% {3 ol AT FEI] g8 & 97 E @ cycle A ™(thermal



cycle simulation)-& ©]-83te] AA2AHE71F SHAILERY AXe] WE Folge Y3
Ror, 2+ 2% PP AP ZAATY NPH uHZRE FFL F3 SHEIYRE
7Fat et

2. dEYw

2 979A A8 AEE ASME SA 508 cl. 3 9A2YYL714 ARE G2BoR, BA 9
B9 Es Sdzde Au2e FYst SHLIYRE AWy A3, 8o zRE £2
¥ ¥ cycle # HIXLE(peak temperature, T)EE R YZX)ZH Jtaos0 : 800 °C A 500 °C
Atol9] YZAZHNE TAZ Table 1 ¥ o] @ cycle A¥(simulation) AL HAASAY. 4
cycle 8 ABL 714 R Y&z 9] Aol7t 75 E Gleeble-2000 BAulE o] &3t £HFAH
2] (simulated post weld heat treatment, PWHT)= 615 °C oA 45 A3 AYHAD HELQ%
7Y FZNPLEE APB2ALZ Q9 AolF FRHA B & UA=E ZAF JFoz A
°]99 3N ol3te] &x, & lower shelf 7} NFsE 252 - 50 °C & 71Fo2 3y &
¥, AE% ASl(automated ball indentatiom)A1 8 WY& o83t FLAM AYPW zAYE #
9 Axe WE Yoy, 2YFFL 3 % nital etching F FA0 B & o834}

3. R ¥ 2@
3.1 E2pXk(isothermal diagram)2] M2 88
Rosenthal(4]19] 4f-5WAAo g0y 49 cycle &

2}
7-1,= 60 e (727 )

2 BEHIR, 4AAzL g4t €

-~ 36y

1 _ | 1

s =TT T To)
2 FAh 4M T, © FLLE, 4t £ 800 °C oA 500 °C 744 9] BAAZ e & AQY)
F(=2718), T, & ¥ cycle 8] HIL2%, q € heat flux, v & 9499 £%, 2831 1 & g3s
58 AU & 4923949 3 9E cycle & Fig. 1 3 ol 34 5.

T, ARPIM ASE HILEEXE ZAZ 39, $HIYYRE URAQY ynex:
SJZAEE ALt PHo R vAY9YYF(subzone HAZ)E FE3tgel, 2 A3 Fig. 2 9
2ol }YHUYL. 947]M a, b, ¢, d, e © ZZ 1300 °C < a < §3(=1500 °C), 1100 °C < b <
1300 °C, 900 °C < ¢ < 1100 °C, 700 °C < d < 900 °C, 600 °C < e < 700 °C ¢} o] Fx9
HIX=PHE EAET, a & b & AAYZUE 49, c & AFYoIMNY AY9, d & YAD
(intercritical) 99, 28lZ e & F43spheroidization) R A& (precipitation) FJo2 FRY
g 3o, H7lEME pass &M E JEPATH] : abc £ 1Ist pass-a, 2nd pass-b, 3rd pass-c



o Mg Fuexe AP wekL). Fig. 2 & B9, WE(single pass) £HY A$ (a) &
Zol 2R P2 49 & bol ¥IE&A JeEAT 344 FAHD o AN-D" &
(N-2)") pass 2 o] F((N+D)" && (N+2)™) pass ¢ & cycle & Po} N® pass o =3 s
A BH(b)-(e)). B3], Q9gH 9 F(Wy : width of HAZ)F Z+A2)(Wr : width of interlayer
space)9] Bl(Wy/Wpe ZFHZUS 999 7)o AT JE& vjAedH, Wo/W; 7} 858
F449 cycle 8 dFEA7E AR USG9 Arle FolEdh 97N Wu/Wr & ZAEY] 9
AM Wu & ZAEe L Haol @k G9FR AAT AAe RE Aok grhe Eolth
olithe Wi & FAde Wil ARAT Yolzt & & Utk S50, YIHFE Fold W 9
Wu 7} BAl0] A48 P22 E Fold Wy @ F7182g, $2 $4993%S 37 94
Me AL JEFE L33 I E TR dFojolgE o &+ AUt B AF¥A 9
A%, Wo/Wi & ¢ 08 2 Yelgteni[2], Fig. 2 9 (c) o gt

Fig. 3 ol 8HE9%Y SLE XS (isothermal diagram)E 71F02 AR I cycle AQ
AEHe HEAQA AXNE AU

3.2 MpigdYgsel OjM=ET 7|4 BN

Fig. 4 © Zt ¥4 cycle 248 FHHn|7 ZF L BUT. (@) 4 (b) 2 (0) & 25 £38 %
A+ ZAF 1 mm oJHGEAIAIEL] Azl 9x))9 92E UEEe YA O, Ist pass
9 Hi2xE 1350 C(EAENY 99)E AEF Fol ZZ 2nd pass 9 JILE 1350 °C, 900
°C, 700 °C & MEF Aolth. 1st pass ol 3 FTLE 1350 °C 744 7L, A YA
dojd F HuH ME £E2 YHo RELS @3 E9 HEol} HgolEY AFA L2
olE/HEo|E AW} PPA PFo2 F& o]F= Widmanstitten £F-E EFris] et
2nd pass 9| F¥O.2 1st pass o] JF FHEQPL AFEH T, 2nd pass & HTLEG A o)
ZAEA 7ol R P} 2nd pass 7F 900 °C Q (b) & A (@) &} (¢) o HIZA wAF wo]
UolE 3¢ Holx Yot H2x 900 °C o A% AAY vM2} dgoz 3y, oy
e 35 (equiaxed) P& A et A HHHRFELALT)ZAAN AFYare HA
7t o $3AY A, (@), b), ) 23 EF 2AETGE F38 A4S Jebioh(Fig. 5). (d)
% (e) € SHEEY + 2~3 mm 9 A& RE3E ZAANHULE 1st pass & 900 °C & 5
¥3}3 2nd pass € &z 900 °C ¢ 700 °C & AMAF Aot EF ul¢ ujMg =3 (tempered
lower bainite)& Holn glow, A@A# 71F +5+¢ AFE UelthFig. 5. () &, Ist ¥
2nd pass ¢ HnLT7t ZF YA Hintercritica) = A; T Az HElH Alole) ex 2 AW
Aog, BE vAstd 2HYE Holxn gon, BF dLFFo] Be RE(LAHUE)L 1)
AZAE vdeuiy, g28Fe] J& HaolE 49 Jnerr) dold mel A e
A g3 989 JAAVE KA E AFS T (9) 9 2ol A, HHA 2AY LxE Hn
€27t AYrtE 71E9] 34 @3S (lamellar carbides)o] £315o] WZ A AH¢)AH(spheroidal
particles)2 H2€ %S ert =¥, o] 2EodfME 4 Z(precipitation)®] 754l Ut}
) % (2) 9 B+, Fig. 5 ¢ Fig. 6 o4 & 5 Axo], B Hlsty %o ANH 7= L A
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4. U B

4 cycle ABAYYPE o] &3] AAZAH L7 SHIIFHE A 2 QS 2+, 95
3 e FEs 4%

7h. ALE TREXEE o83 n2dGYR TMZAR JARERYE 458 F AR
I, o2 Y odexs gEF*e It EIFFY AA BE =23 g JAH{EN A A
%< WY + AR

U A8ANYE B, §-EEH + ZASZ 1 mm olWle] 1XI(Ist pass : 1350 °C)l M & 2nd
pass(1350 °C, 900 °C, 700 °C)ell a3} Q& Lo} vjA=AR 7)AF 599 A}E YA,
ER BARD 433 94 2= R A= & JENTL

o £3, 31484 + 2~3 mm AX(Ist pass : 900 °C, 2nd pass * 900 °C, 700 ‘C)el N & o
F U AF R wolUolE A 7} FEH ANAE e

g #3, £ 4L 84 + 4 5 mm YX (st pass : 660 °C, 2nd pass : 650 °C)olAE @I E9Q
T3 2 U2 FGHE AR usst WA A9 ZIAAFY 2] HiE el 2
Axc g g& Hole AL WA £ AN
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Table 1 Thermal cycle simulation conditions
Specimen N™ pass Interpass N+DF pass
VP Heating | Holding | Cootirg | ™™ © [ Heating | Holding | Cooling
rate(°C/sec) | temp.(°C), [ rate(°C/sec), rate(°C/sec) | temp.(°C), | rate(°C/sec),
time(sec) | tas(sec)” time(sec) | tes(sec)”
1 256 1350, 10 13, 23 200 256 1350, 10 13, 23
2 256 1350, 10 13, 23 200 100 900, 10 12, 25
3 256 1350, 10 13, 23 200 56 700, 10 8
4 100 900, 10 12, 25 200 100 900, 10 12, 25
5 100 900, 10 12, 25 200 56 700, 10 8
6 56 700, 10 8 200 56 700, 10 8
7 45 650, 10 7 200 45 650, 10 7

* tgs © cooling time between 800 to 500 °C
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Fig. 1 Weld thermal cycles Fig. 3 Typical position of simulated HAZ
condition (ref. Table 1)
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Fig. 2 Schematic illustrations of HAZ isothermals in multipass welds
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(e) Peak Temperature : 900°C + 700°C }{f) Peak Temperature : 700°C + 700°C
B SN AT GO0 &3 VRS O
RN, A

5.

Hardness (H)
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Simulated Specimen # Simulated Specimen #
Fig. 5 Toughness variations with simulation Fig. 6 Strength variations with simulation
condition condition

-929 -



