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2.1 447

7tAEHl 8] HATJ]= Combustion Liner &} Transition Piece & F®t}.

28 ASARE UM 2Udta, TUES] 2ldUReIN F SpiTE an
3 ApojZIE g F27kARAlolT]

Uzl7l 2UEYS L2 F2 Hastelloy X 7F AHSE =0l UAY 9 Ual3bd & 404
7171 $130 20 % o]3e] Cr & §R3lo] W7oV $4EE A3 C B2 0.1 % o
sjolth, 4 A9 ol FEHEAe Edo] HER] F& AU 7Y (
T B C : Thermal Barrier Coating ) 3lo] Rxl& 2o ¥e BIc)

2.2. gHUARY

Eule] Fo2 daTloly d4¥ T27tAF EHulFo] AWk U g A
2N &Addae 3284 ( Hot corrosion ) W 1-27tAel 213 B4] ( High temp.
erosion)ojt}. AHelo] AH2E= HEL AZAYFZIM( Lost wax Investment casting )
of 2% IUEY] 2UFPF LS AZFHES dZPT Y 2282 A3Hdo] 431
o UAy] 2UdgI Rt £330l 43t

2.3. HulF9

EilFe] 2 1&7t2o] o3 HAHN F &3EUde 2233 T2F Aot
AR E AZTHYRZ Yol 23] MY 3PP Ao] 2 HBAAY UAZI2UIAYT
ojch. Ut o] ABE &Y ol M) Ut BT 2AF YT E NaSoy o] Y2

54 % Uatzbdg 3917 3 5o o] A®Y & AARich



3. 71264 R7e

ZtaEy] Furled 2 F2E &4 BBl wet thEx|R it Aujd

(‘})'

A= ¥ 2 9 gk

3.1. £3

ZhaEdl 2 $EL 2UFHIolne &N FuploR 2 JlA - A ofa
€73 (GTAW) ¥g AMgch F8] &A%Y UAs] 2uaddzel 39 &3 3%
dAel7t S5 ARG v RS vff Ik ( 2 1 F=R)

3.2. A. D. H ( Activated Diffusion Healing )

A.D.H = 1978\ G E offq iibsie] slAE(dl BERu|Y & vhios RET glon
F2 3UEJ] 2SIl 283t don Uas] 2udiZel ozl AgFelct
A.D.H = Filler Metal & AME3to] 2ol Aelsh= UZ2] Brazing Whioln} &g
Eulg ol oMt Fdol Y Helo] EXN e == EHof Cr fo] F-F3le] ¢
A Fgol LANAL o AFEsHE Fupubiolth Ty} & S B Peo] WA
T 2 FE2 ZxE A A3 Sl 3 Yulsioiof Rt
A.D.H o] AF&E|= Filler Metal 2 Paste, Tape, Pre - sintered Preforn JEj2 ARE
e A 2aqe] YL FABEXIRE Crgtafol &rl A.D.H 332 FANHE A
Ro] Grinding ¥ ¥ Filler Metal & AFFS TLalsto] 28s] ulE ¥ gAY

t}. ADH & $=8 ¥ 1}%.' Filler, EejUl®l ¥-E< Blending 3lo =A%),



3.3. %
JAAEY 1R REe auurde dAT TU(TBC) I} YLy 2 53
F2 odEs 2 FYS chedt Ak

3.3.1. dxct I8 ( T B C : Thermal Barrier Coating )

QAT Yol F&EAL EHel GAEgol L Meiug Tusel RS 3
2712258 RI3K= Aolnt. 1Y PP F2 Plasma spray Jo| AHEE 0] ojuf ¥
29 SAmlo] GAE Bl £ 3YPEE 22 5 - 12 % A2 2E 22
goms JAEES Us AU

3.3.2. YaL ¥4 39

FIAERe] AEES PN AN T 1T 7t 27483 2ol wie 22 ZEJ} 2
udttol Wesith critwol 2w 4 { Nis (ALTI ), (Ni,Co )s ( ALTI ) 5 )
o) $AE SEJ} ZAEE DEPEo] WRY F Bo] AR Ty 4&As
¥ Usly] 2UGUIANE B4 5 - 15 wt % Cr o] ZAE 2oBS YAyl Bad
th 232 Nak § Wl RS 2dE 4RSS 7} o] U S8
NasSos off 213 2xful®el Cr - Sulfide 7} FAHE D Cr PxIdo] HAEle] 32
Bajo] YASEE shagule] A, 5o Fol 222E W UAME Foiss] AN 2
ol WaAolth UL HA 2WE YI2W, overlay TWWo| FE A8 29

e AL, MCrALY 33 Fol & AH-Hrh



L3E
7h2E8le] FQEEQl Hot Gas Path AE2] &A4M¢ e o Aujubig 43 3ch
0 &€ du2, 1237 9 2230l oo oyt FulPE2 &Y WU Aol
Z71 "®ch Uy 2Udd3S $AR,A ATt FEY 71AY Sl nXEs 3%
o] 3Act}. TBC & F=2 d47ld AE&H HiFdo: Ya2 FA IS AHE3iy

LPPS & ©]-§% Overlay 1% % Hiti®o] F8 7lgolth

g ]
1. Elihu F. Bradley : ' Superalloys ' ASM (1988 )
2. Introductory Welding Metallurgy : AWS
3. Advanced Gas Turbine Materials and Coatings : GE (1992 )
4. Gas Turbine - Generator Operation Training : GE

5. GE Turbine State - of - Art Technology Semina :GE
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H2 I2XF AR

COMB | TRANS | NOZZLE | BUCKETS
STEP# OPERATION LINER DUCT | STG1-2-3 | STG 1-2-3

1) WORKSHEET PREP
(Inspect)

1.2) INCOMING (Inspect)

~3) DISASSEMBLY

4) BLAST/
VIBROCLEAN

5) VISUAL/DIMENSION
(Inspect)

A L I E e
Lo T o T E P

6) ZYGLO
(Inspect)

o o T I I o ]
"

7) RED DYE (Inspect)

8) METALURGICAL
EVALUCATION

9) DEGREASE X

5d [

10) SOLUTION ANNEAL

11) ULTRA SONIC
CLEAN

ol Lo LT
Lol bl tal o

12) WORKSHEET PREP . . R
(Repair) - Co . S

13) STRIP COATING

ol Lal Lol
o] Lol L]

14) SOLUTION AGE

15) FLUORIDE ION
CLEAN

16) COLD/HOT FORM

17) PREP TO WELD/
ADH

18) WELD

19) A.D.H.

tod Lol Lo Ea T Lo Eo T Ead o 1o

I I E T
It L

20) GRIND/POLISH

21) HOT ISOSTATIC
PRESS

22) MACHINE

] Lo
Fod b
]t

23) X-RAY

24) SHOT PEEN

25) COAT X X X

26) MOMENT WEIGH
AND CHART

LIt b Ed E ] E B P e T

27) HARMONIC
ANALYSIS

] b
"

28) FINAL INSPECT X X




Hardness

Hardness

Weld
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Unaffected Base Metal
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As-Welded Weld + Post Weld Age

Hardness variations in weldments of a precipitation-hardenable alloy;
alloy welded in fully beat treated condstion
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Welded + Post Weld Age

Hardness variations in weldments of a precipitasion-hardenable alloy; all

welds made in solutionized condition
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