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Abstract: PWSCC(Primary Stress Corrosion Cracking) in Alloy 82/182 butt welds is the problem affecting
safety and integrity of nuclear power plant. PWSCC can be occurred in the area that is at high magnitude of
tensile residual stress, such as Alloy 82/182 dissimilar metal welds in PZR(pressurizer) nozzles. There have
been a number of incidents recently at the dissimilar metal welds in overseas nuclear power plants. Overlay
weld is the one of the effective methods to decrease tensile residual stress of inside surface, which will result
in preventing PWSCC. In this paper, overlay weld conditions on the purpose of preventing PWSCC was
explained and the benefit of the overlay weld was confirmed performing finite element analysis.
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