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Microstructures and Mechanical Properties in Welds of 3Cr-1Mo-V Steels Using SAW
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Fig. 1 Configurations of the welding specimen and pass sequence in tandem SAW for
225mm thick plate
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Fig. 2 Hardness distribution of welds bofore and after PWHT
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Tensile test; weld metal
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Fig. 3 Tensile properties of wleld metal at the location of 1/2
and 1/4T from outer surface of the weld metal before

and after PWHT at 600T
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Fig. 4 vTre at the location of the surface, 1/2
and 1/4T from outer surface of welds
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