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Electron beam weldability test of 2}4 Cr-Mo steel
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Table.1 The specification of test material

5} 6} 2 A)
SEEES A2 QR SO 4 ()
C Si Mn P S Ni Cr Mo
t100 x w100 x SA387Gr.22CL2 Min.52.7 0.14 0.20 0.55 0.012 | 0.005 0.03 2.39 0.98
L500mm, 2EA (P-No.5) kg/mf
Table.2 The condition of weld parameters
Joint*- qg a5 $H5E | AGAY | dE2xE | FUXE | 248 F#
IS (KV) (mA) (cm/min) (mm) (T) (T) (Klfem) | As-weld PWHT
[(FaE3) | 60 311 20 200 240 240 56.0 - 690°C x8Hr
400 500
(Joule) (Joule)
300 400 4
200 4 5 3001
. : .
/ | ®: Weld :
1007 : L | O Fusion : 2007 : i ®: Veld
: : 1O Fusiontl = : :
| . i | O: Fusiont2 : _ 0 Haz
: O : Fusiont3 B : Base
: ¢ | B Base : : :
T T T T T T T i
i “25mm’ *60mm’ *97mm’ ‘EY *25mm *G60mm” ‘97mm’
(FAE AA) (FolreE 91A)

Fig.1 V-notch values of each sections (As-weld)
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Fig.2 V-notch values of each sections (PWHT)




