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Study on the Disbonding in Stainless Steel Claded Mn-Ni-Cr-Mo Steel

for Reactor Pressure Vessel
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Table 1. Chemical compositions for base metal and filler metal (wt.%)

Materials C Si Mn P S Ni Cr Mo A" Remarks
. max. max. max. max. max. Base
Mn-Ni-Cr-Mo 0.25 0.15~0.40( 1.2~1.5 0.025 0.025 0.40~1.0 0.25 0.45~0.60 0.05 Metal
E309-16* 0.035 0.6 11 13.0 23.5 1st Layer
E308L-16* 0.02 0.8 0.95 95 19.7 2nd layer

*Typical all-weld metal analysis(%)
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Table 2. Welding procedure and PWHT conditions for clad weld metal

Process Current(A) | Voltage(V) (m?n};:(iin) Position Polarity Preheat(°C) PWHT
SMAW | 120~150 20~32 17-18 flat DCRP 121 | max 40hrs
at 615°C
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Fig. 2 Difference of carbon peak before a) and after b) PWHT at 615°C for 35hrs..
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Fig. 3. The variation of interfacial strength with heat input.
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Fig. 4. The variation of interfacial strength with holding time at 615°C.
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. ASTM A264-94a, Stainless Chromium-Nickel Steel-clad Plate, Sheet, and Strip
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