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A=A H L7173 §H QYT (HAZ)S A A J4A
xR LA s}

AFe, A9y, A4, 39D, 3E3
#FAAYATL
HABYA AT HAE 150

2 o

ZA A R ZANPA 4 D9GP (heat affected zone, HAZ)Y] AAF7HE S8 A== A
9 (Charpy) $ZA18 A =X (notch) #Ao] st A A g etFAe FEAC
HEFAL HAZ AEHY =XAXE &3 &8(fusion line, FL) + EAF 08 mm & A3}
o gk 23y, & 743, o] B9t tE(multipass) §HA F&Folgel 23 AAYY] 7
M3tElo], ARZ=S B L FHIAC ZAY §HF ¥ FEFHA etk ¥, FL
+ 4 mm o9 & fAAME Fxg Fx % FHAYEl BF EAYG & F vl @
Ze Bt ol g ¥ F&dold R L£HF I (post weld heat treatment,
PWHT)d| 93] 42483 9 ¢L 2Lz AUt 98 ANEgAA2TH, 2AHH 4
ZAANEE A FHAAGHY HAZ o oM =90 g A 73S AAEY g8
7h A& AU

1. 4 &

A A8 (surveillance test) ¥ I 7]Eo]l HE RAA A H(preirradiation test & baseline
test)ell AAA, ALY E712e] &3 EFPF(heat affected zone, HAZ)| W& I H7E
A8l Ak (Charpy)Z A A8 A9 =X (notch) HAE &HE&§(fusion line, FL) + EAZE 08
mm 2 BT AH12) o1& SAZ, SA 508 L. 3 ALY §71%e HAZ A4 E B8 2
7, Fig. 1 1A & & Axol, EAY &35 vlgtd vi¢ 438 A4S Jehiich dvr3e
2, A7ZA8Y YolA FL + 08 mm &, @F(single pass) &HA &HAAI|E] Hugx
(peak temperature)”} 1350 °C B2o] v 2$2, 22H U E AARYPRU 3/ HAslE diE
A AR 3] 23y, thE(multipass)&Hol HH FEAle getxed, vl $27F dade
2 3v 9A2¢EErE 29 Aed F AT F4(second F-2 third)EAe) el 93
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FEHoZE ZAAHVANI dA=ErE 3o, Yoz ot EFF T2t €4 2
Fod 4424 Y§13e HAZ oA 718 4P #9471 ojgdx 2 A4 73 FL +
08 mm 7} &3¢ T& FH €& Yo7t Utk qA, & AFAMEe ¢ABAYe) MY F7H
€ 4424739 HAZ & ddes, A8 dold¢ ALY F vAzAR JAAEA,
53 AYFAANEE Y IHEE Y WA FAN A HFLE AEHH.

2. 238

B dFAM ALE3 A2E ASME SA 508 cl. 3 [5] €A=2¢¥ 874 AR d2Pez B
A9 7123 3P EL Table 1 3 2ok 4+ H(core region)s] £HZHE Table 2 ol B
9l ul9} o] SAW(submerged arc welding)& ol 83l vl AHYE 3 L£HE AA3YY.
438§ (fusion line, FLISZRE Q) Azlol ne} $H LA E9 HDLELE[6]F 7313, =
A A g3 Aa ¥ F (LYol E+HgolE->H o E+MdE| E)E HAS}AT LER
E AT R =IANNYE FA, Aq EEFT01 02 BF FL + 4 mm o] $1X3%ge2z FL + 1
mm J3H2Z JAAEY R AGFHAAEE dAHAT FHAANEHY AFHY AES ASTM E
23-94a [7] & Oon, A¥EsE 425 °C) R AL(-25 °C) o ¥ FHZ IJ3d. A5
¢4 (automatic ball indentation)$'y& o] §3td, A L YEF = A= APEFE FARAL

3. st ¢ &
31 22X A

43 EFU2RE HAZ do29 A6l BE FAlolE HRLE(Tw)E TOf Hozy
B 7% & 6]

T.—T, 27E
g7 T, ¥ < ¥(preheat) 2= £ F(interpass)LE, e © AAWF(27183), ¢ & HIF, C
€ Hg, r §£85%9 F422RE A, R & £§4T59 W3, 7 & 94E8, E € ¥4
F T 3¢ 42 Jeldk. =8 3 3A= (interlayer spacing)4]E
D;=1.7+0.107E (mm)

o} 2ol JEF EkJ/em)d] 42 EANE & Aok didAe] o 484209 A, FBLeE
200 °C 2, ¥13% 786 g/cm® 2, W€ g 011 cal/lg-°C 2, $4349 ¥4 Tmm 2, &
AES 045 2, $HALF S 0 kJ/em 2, 1S 1530 °C 2 HEH & o] HAZ 98 H=
€59 ¥3F Fig. 2 o) JebA FL + 4 mm A Aa(701 C)HeiHo] Auzgg ¢ 4+ A
=3

1 ___ zepCZ-R) 1 _
T—T,
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32 "Ax3

A7 HAZ ¢ 271§ Fig. 3 M8 o] vlazoA¢ F &§AF A, g AL Agd
ZF A AT ol e AL s HAZ HAE 228X dido] 7tedE T oy
 LEEEA S g8 NE5E FERAL 438 & A, DN JAFEA dFo] sHEdith
a3y, 44 849 2§ GF(single pass)®AH ol otHE ¥ (multipass)&H ol AFH F&
gArpolEoll A7 4 ¥X g F AEHY, 2 FF vAZRIAT o B3AY FEH 2EE
Ztett o]l E4He g ehd 19| Fig. 4 °olth. 9714 FZ+A e (interlayer space)E EAIE
2nd pass o) HAZ & $42o2 40uy, £H 3340 E T3¢ D FejiEol 3 3o SFHEIT
(700 °C o}4)& W& HEolct HAHL § HozZ de 37 A ¥ R 47 V FHFTEL 2
2o SHGYT00 °C o13)g wtern, Yoz &% 4 FHRETo 1 3o SHIEIY
(700 °C o’h)& &3ttt wiAw Hu 2x7F oF 700 °C~1100 °C 9] E€d %S & £, A&
He FYEGY) A AP uAZRHJAE 7Hs40l AT ol L AEUE o] A (austenitizing)
I 2 499 A (intercritical heat treatment)EHE ¥ & e Y Goly] "ol FH,
et Huex7t oF 1100 °C~mp.(&4, ¢ 1530 Ot 2 ¥ & FAYF=3e st54ol
AUtk ol YO Fig. 4 § B4 By, GF8HY A¢ LHAEFH $TAYE BF
Z HAZ 23 % 4%°) ¥% & AL ¢ + Utk wppo] T3, HAPZP=2Y A s
HAZ 71413 4%/ 4del 7tsdtte Rolth. dA9 3§, =AM ¥ (preirradiation test)A] HAZ
AN@gHez A= e FL + 0.8 mm [1,2]F99] vA=ZHol =4 E &3 ¥ vins ] Fig.
5o s} k. EA) uis W uAE 23E Bolxn 3o

33 714384

£ 8802 HE HAZ 2029 ¢ BE UFEH ¥UBE Fig. 6 & 2ol FAFA
ot i FHo.2 FL + 08 mm ¥29 UAF 2 FEZEZE ALY F3¥e ¢ + A o
38 HA ¥4 pass o P it AAYPOAZIE o]FA A} At Y,
metallographical HAZ(A, 2% oAl A EAZez 39 714, dF 2 FEZE7 ¢a
a3le BYE £ 7 Uk A AHE ghel 23R, o] AHL Aq °lFY] =2 I¥E
< o, 72 SHF I A2 (post weld heat treatment, PWHT, 615 °C/40 Hrs)8] o]8g 2
3 9t} webA, overtempering & 7HeA2 AT 4= QIth o] X HLe AAF =9 A3t A,
Fig. 7 A & & 3Uxe°l, 2x9 A3 AY= Aok zHoE FL + 08 mm ¥ 23]
AxS ZEst 2K 530 Fig. 8 & HAZ 8 AZld ©& A FZAAe) Ass A
& Aotk A9 7% FL + 08 mm H2¢ UAo] ZART 453 AL &  Jon, Z=
3 ZAxoAMe} abA7txE HAZ € EAZo] thazte AGAS Y] AYg ¥ & Aok 2=, 3

_/F_
=, 94 ¥z Fge] 2L AL FHVFE ZAAUAMNSL A AR S dEHIY. o]
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e g NYgdReRy, ¥ 739 ZAFE AFEMN ¥ B
4. 2 &

7h. ALY 471739 ZAANE R RARREAIYY FAHEY $HEITR(HAZ)S AAEH
X 9] X (fusion line + 0.8 mm)e] 2A 3] L% A4HE} a7}t

U A1) HAZ AEY AHANAFEL + 08 mmE A ¥y nAE F52AH £+
NAAELE Boln, ol& ¥4 &3 pass o g8 Y& L& d 7Y o2 4Lt

o 23], PG olE A% AT} Aa HHFE Avde A ¥ FL + 4 mm ©]
Aol 2AZ] FdE A Ye] e Rez2 YEuT.

2w, 9A2LE 4173 FHAEITRY A5 S BFAN) HdME, T $HITAR =
Aol wat SHGGER HH L Yoty ol E FET 7AH FF AY R =HHH
HFo] Yazi.
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5] ASME Sec. II, Part A, SA 508, 1995

6] C. M. Adams, Jr.,, Welding Research Supplement, 1958, pp 210s-215s

71 ASTM Standard E 23 ” Standard Test Methods for Notched Bar Impact Testing of
Metallic Materials ”, 1994

Table 1 Chemical composition of an ASME SA 508 cl. 3 steel forging

Elements C Si Mn P S Ni Cr Mo
wt. % 0.19 0.08 1.35 0.006 0.002 0.82 0.17 0.51

Table 2 Welding conditions

Process | Wire size| Ampere | Voltage | Travel speed |Preheat temp.|Interpass temp.| PWHT™

(mm) (cm/min) min. (°C) max. (°C) (°C)/hrs
SAW’ 4.0 500-600 | 28-32 30-40 121 200 615+ 20/40

» Submerged Arc Welding
s+ Post Weld Heat Treatment
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Fig. 3 Macrostructure showing the size of metallographical HAZ
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Fig. 4 Schematic illustration of HAZ isothermals in a multipass weld
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with base metal and weld

Fig. 5 Typical HAZ microstructure compared



