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A Study on the Mechanical Properties of Welded Joints in 9~12Cr-2W Pipe Steels
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1. 4 &

sedds Bdels Byl ne agRde FA £ Hd §U¢ 2.25Cr-1Mo Al (ASTM T/P22,
DIN 10CrM09.10), =-& 12Cr-1Mo Al (DIN X20CrMo12.1, EM12 5) 72§ a7 o] Al 450 ¢}
1980 dd FuREHE 71& ASEE YA3te] Mod.9Cr-1Mo 7 (ASTM T/P91, DIN X10CrMoVNb9.1) o]
golZ, 7B, SHOE, F3F 59 FEA ool ALH AlFsldct. a3y n5E, AFs)
A Mgt dar F5 Bu Qe x2 YA Y(Ultra Super-Critical) A etstgutd s ol e 3
5ol = Mod9Cr-1Mo 2 Bt o & AT AR EE 2= A27 2 FEd mha}, 9Cr-2w (9]
FHE P92 2 WHH), 12Cr-2W (o] F2E P122 & HE3H Al A7 s o

P92, P122 #}o]Z % {H S E 7|E9Y 9~12Cr-Mo A %9 AlE A 2EE 2 FHstE,
600°C o]de] &g wde 2 gulo H4d 4 9on, 600°C LT AUREE Fo|7] ¢35t
Cr, W, Mo, V, Nb, Cu, B, N 59 59447t X¢5Ho k. o] Mg 382 Juis, d275,
A2 FARE vz AR Fol die BA Fof d7E FHYEA AP JA =, B At gl
Al Zto] WFAQ &3F dg AFE oA AFEA Ak 53] YT JUPEE Eo|7| ¢
3 H7rek AT MEE P4 dAEo] YRR &35 AN o JFS vXr) YEd, A7) HE
S AdME TS 24, §3AFTEAY, SHY A BE £3E 54 Hu d5 ol

et B dATdA s P2, P122 A AS Y AT Yy XL odisly, 2xAAY
GESHLd 8T 5 dE AL FFAHL FH3) Y, FolT Ay, LAY, AT AEH
g 274 g 1Y ZAAG A, Az 5& ZAEA S Q.

2. 49 U

2 A7 A E Ry FF718 5L g ASE ASHE dFE 58 Jo|z g
BE2 Table1, Al &Al9] A € 2A EAL Table2 ¢ 2}

SRS PI2 oA = GTAW(Gas Tungsten Arc Welding) + SMAW(Shielded Metal Arc Welding)
¢} GTAW+SAW(Submerged Arc Welding) ¥ 7} 7} A& 500, P122 o= GTAW+SMAW 7
ol H&HAY. JAFEANYE 3T HFH /AN AL F3387) A8t 750°C x 2hrs, Shrs
2 760°C x 5hrs 2] 3 7kA] 2@ho 2 AA5

AFANEL EHFSE % Cross Weld o this] =23} 600°C oA AAlatFon, A3 22 A1g
2 Cross Weld F-ollA] AF e AHo 23 HAZ, &322 dslod 2t 6 3 AAE%T &350
& =Y (Side Bending) AHHL wo]x ¥ T4 whgoz HAx) $HHAL ¥ 3o Cross Weld
HolA a3t

3. 2945

3-1. OlH|xZ4

P92, P122 At ®¥ T "2 dX}olE X Y] 1% ©]5te] Del-wgolE xHo] BFEH,
To2HUolEAA YA A7l 2zt HF 60um, 85um ©lth. P92, P122 o] SMAW £ 3348 1
T 100% ®HC 2 gilolE xAoln], FoAHYOE AAUAE F AZdA HFE 72um A=
2A ¥l%g 2718 1A, -

32 AFRA=

Fig.1 & PWHT A ©}& & HF<% % Cross Weld 39 947352 B <Qlth Cross Weld & <!
T add B 25 2 A3}

PWHT z o d&glo] P92, P122 Alg 9 &AF4 AF7ZEE Cross Weld F9] H]§] o,
P122 = P92 o H|&] AAZF=7F ¥ PWHT & AR %9 Cross Weld ZA AAZE7 Mill
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Maker 9] 2348l 24 QA4 E(Table 2) B} £ 21& 2ART A5/ 28 2:FS HAZ S
9 FEHATG g3 Yehje Fos B

Table 1. Chemical compositions of base metals and welding consumables for P92 and P122 pipe steels.

Steel C Si Mn P S Ni Cr Mo w Cu Vv Nb B N Remark
P92 " 010 022 048 0017 0006 018 911 047 171 - 018 0056 0003 0041 K
P1227 013 031 059 0020 - 034 1057 033 179 096 021 0060 0002 0.060 K
GTAW 010 036 044 0012 0005 072 883 041 175 - 023 0069 - 0052
SMAW 009 022 062 0011 0003 060 88 051 - 154 - 020 0035 - 0037 :’
P92 011 022 054 0014 0005 059 850 050 145 006 020 002 0002 0.041 )
SAW 010 035 044 0012 0002 050 856 037 153 005 017 0.050 - 0.045 i
009 030 052 0009 0001 048 859 033 161 005 015 0038 - 0.046 o
GTAW 007 032 048 0006 0003 112 1054 034 148 148 021 005 - 0040
008 028 089 0008 0002 084 1005 020 139 144 019 004 - 0.050 i
P122 o\ 008 033 079 0010 0004 094 1001 019 144 150 016 002 0002 0.039 ::
008 025 084 0004 0001 080 1055 021 141 137 018 003 - 0054

008 037 0893 0005 0002 093 1091 022 193 002 023 0.033 - 0.055 7
SAW 011 019 118 0023 0004 120 1069 011 183 046 021 004 002 0025 i
1) and 2) are supplied by V&M Tubes Co. (Germany) and Sumitomo Meta! Industries, Ltd. (Japan), respectively. 3) Ladle
Analysis. 4) Mill sheets. 5) Chemical composition of deposited metal a t this study. 6) and 7) are quoted from the test reports of
Sumikin Welding Industries, Ltd. and Kobe Steel, Ltd. [1] [2].

Table 2. The material properties for base metals of P92 and P122 pipe steels.
Dimension

Mechanical Properties

Steel Heat treatment "
(mm) TS(MPa) VS (MPa)  EL (%) ARB
N :1050°C x thr, AC
Pg2 OD3esxWTs0 320005 %M A 674 506 236
P122 OD304xWT62  N:1050°Cx0.5hrs, AC 758 - 591 24 201

T:770°C x 6hr, AC
1) N : Normalizing, T: Tempering, AC : Air cooling from au stenitizing temperature.

Mill Maker oA HAIG ZAje HF W9y A0 B A3 PWHT 2ARY 2AY &7 mi
o, Cross Weld ¥ 7= gto] PWHT =70 whel 2 A WA gt vhd 343452 PY2 oA
& 750°C x 5hrs, P122 9] Z9-oll= 760°C x 5hrs PWHT %o 433l AAAE A& AAo] vebytch

2 @7dA Yebd Al Weld F-9] Q372 =9 B 97 A%E vastd g o EEe
EAE Sumikin AF9] P122 SMAW 137 E &= 740°C x Shrs (T.P=20,968) PWHT 3o 838 MPa, 842
MPa 24, Y& TP oA £ AFAd B} ¥ e Bt HMozZ T A" Kobe Steel AH9)
P122 SMAW Q147 5= 760°C x 5hrs(T.P=21,382) PWHT ZAA = 03]8 & AFad B} &
& HAth. <Y V&M Tube AMS] P92 o thg SMAW £8E% AZAEE 760°C x 4hrs
(T.P=21,282) 9] PWHT %ol 760 MPa ©]1 [3], o] #2 & AFZAHY 413}

3-3. 444 x

Fig.2 & BM, HAZ, WM olA] SR8 Ak-3] AR E Btk P92-SMAW £ HF49] 7o
YA E EE PWHT 2494 P92-SAW % P122-SMAW & 3349 Z22dux B =31, 750°C x
Shrs PWHT Fol= 3 579 Jlem® 9 HlE3 &L e 2tk  P122-SMAW ZTAAE
Tempering Parameter 7} 57}3toll wet ZA Uz gol A9 ANFHoz Frlste R&S Rl
SMAW &34 FHUAE P122 7} P92 Bt} Yt} SAW FAL A& = PWHT ZA Aag
o] 7}¢ @& FAAUAE H oA SAW FH £ YdFo] SMAW R} 1 =
SAW Fiux & T3 &HE&N FYHIE 4285 S g4 7]A8E Aoz I8 o Po2-
SAW & HE&9] FHURA = 750°C x 2hrs 9] PWHT ¥ H# 123 Jem® 2 713 48 Zte 1 o)
A FYLxAA 5 A7 PWHT 3l £ZUAE F7 338 Jem? 2 ZolxA Ry Ago &
A7t Q& =2 3 EH

SHEIGFT SAAUA T PI2-SAW & A 98l 750°C x 2hrs ] PWHT oA 2a) 302
3|8 €rh. 750°C x 5hrs PWHT $oll= P92, P122 A& 2 G AdE Z A= RN A
Tle] BF BA £Fo 2 B

Fig3 & 7|& d7Z25 9 vud & A7 £38459 £44u1x A4S Bk Sumikin A9
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A= 740°C x 2hrs FE FAAUA7 & o2 JBHE A& Boy [1], & d7AHRS vus)
o 333 ¥& FHAUAE BUH. Kobe Steels At AfE[2]  AFAR} A IAEH, ¥
= TP glx FAAA 27 HAaA detdo.  &XFH9] Fedio] Bl A,
Sumikin AFe] Ao} & AFAAT A2 Z AolE Hole A2 §3TA Y Aol dddd

34, &3% FAx 2 3954

LAY AxE 8% 5kg dHalA HAX AR AFrIE §43% P92, P122 Fo|X & 3R 9
917 B4 A& 2mm YA A Cross Weld ol i A= =Ad3= Figa o 2o Ag, 89
AQlo] PWHT & Cross Weld ¥ ZA=+x, £84 3R HAZ oA 713 £& 3& Hojx, 24
o} AAE olF &= HAZ FolA ZA4 ARt ¥ HE & Hole dsl%(Softened Zone) o] A
5o} Jth

750°C x 2hrs PWHT %, P92 o] HAZ H1 ZAEE SAW £ 297 Hv, SMAW = 279 Hv 24 SAW
Zol ¢ £3, 2384 9A SAW & ZX gro] ¥k FY XA PWHT Alzto] shrs 2 7}
sld 38349 HAZ 4xsE doldth  750°C x 5hrs PWHT &, P92 2] SAW & 3HF45 2 272 Hv 9
A 213 Hv & 9F 15% $olA B, SMAW & HF &L 257 Hv oA 229 Hv & H#F 11% Fopxt.
P92 SMAW ¢3lY AX YA 185 Hv 74A] wolxh A oA AUz AE AHste 4359
FAZ AT AAAE, AF7] 235 Fol 4L vlF § U] g HAAF= g NE
o] #g sl

P122 AEdAME HAZ Hi A=9 §3e5S Hd FE7F P2 AS B o 3, 750°C x
2hrs PWHT %ol HAZ H3 =& 314 Hv, £ 3852 289 Hv ojtf. PWHT Xz 9] 750°C x 5hrs,
760°C x 5hrs & FolAHW & 3F4% At 247 257 Hy, 232 Hv & $olxA P92 A& 9] 750°C x
S5hrs PWHT =73 8]%d A% & Rt

Figs & £ d343E 7|89 Ad4a79 vjug Ao2H, PWHT 7o & P122 SMAW
L£XFEY AxWss Btk Sumikin A9 AE (1] X AxE Z&u glE) B AFdME
£ AR A% A¥E7L A1, T.P=21,382 (760°C x 5hrs) ol = ZE Fto] AAHez ¥ g wd

B Ao &3RY AHAE Hrste 719 SR 3948 AAEdth 53 AEd
(Side Bending)& A|HAo] Wi} so]T Zo] Wigko] W g3tn|, Root Pass & WHFE To|XT 9
7R AA SRl FYHRYEL P F A PGl

FIAE A3} 750°C x 2hrs PWHT Z2AdM e 23350 SEHAE 295t dEol &F
W AlsL oo, 750°C x Shrs & PWHT Z7o] olA A P92 A £ d#gle] 5dAES
2339k P122 oA = PWHT %7 0] 760°C x 5hrs A FIAE 7158& w53

4. 1 %
4. §AFE A AE &7 29 I

P92, P122 o EAIE Cr, W, Mo 59 283 M&E FA4AA7 #7bEo] gl7] wiFl 2.25Cr-
1Mo Al(P22) A3rael vla] Aol doh wepxd 14 AR e BYEE i F5 o
ZolAE 760°C ol e BHYL HAEH, oy ZA 4 FANUAE <o 80~180 Jiem®
Are Bad FL o =23t P92, P122 A5 9 SHEAFTEE AW vl=gAlolE 27
oA PWHT ¥ QAlo] £ H3H nf2dilolE Aoz uydAAN EAd ZHsE FZdUxA
$4e Bol7] mEd, FYAFANN AREZoR FAV e BRL F2 3154 d4HEY. =
3] P122 A8 & P92 o Hla] Cr &Zo] o w3, Ao Fallg Cu €47t F1% B F7IE X
gso] 7] Wi SHFEHL P92 B} F stAl "k

P92, P122 A5 £HFEY AXEZ Fol7] Y, &7 =L ZAld vl Ni, Mn &2
Fola, W, Nb, B &2 W&ok 23y Ni, Mn &3 57t del a3 A 714 F23 g2
RSB E gho] Wolx 7] WE 4] Ni, Mn H713E tZ Eoly] ofHoh EF Ni, Mn 947t 9 1%
H7vd vk Act WHEIR2 (P92, P122 EAl9 Acl 2E+& 742t 845°C, 805°C <[3[5) 7t zHzh
30°C, 25°C 4 olx7][6] W&ol Ni, Mn &F F712 PWHT 55 Fol|7] o8& FA7 2Ag
o wed $HFEY 2HUA, AP JPPRE, T PWHT 25 RE 913519 Ni, Mn o
BAFE 2472 1% BE, NisMn 2 1.5% FE7F frEle Aoz 1A [7].

P92, P122 A5 §7tA ZA(Table 1)& EH, Ni, Mn 3ol 24 24 Bo i 2 v] =
¥, W, Nb &3 2415t} vl P122 £ Cr, Cu &% W&ol P92 Az 9 &7 Bt Ni, Mn
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ko] Tow E3 £AFEY Aol Bl E& P122-SAW &7}A oA = Ni+Mn &o] 2.38% 7}
A Eolh  P122 AEA Cr, Cu TEdad dg B4 oZ Ni, Mn &Fo] P92 Bt} x|k
=38 PWHT 2304 P122 9] £ 383FE 2HdURA 7L P2 Bt W& Aoz Hol Ni, Mn 949
A7AMogE £HFE A4 St A e Aoz B

4-2. £3FS QAo ulA= PWHT 279 3%

P92, P122 Age £AFS JA3E HQsk PWHT 232 714 24 2 &3 ot
gl B dFoA P92 = 750°C x Shrs PWHT 7oz £4% FIAEE B389 v
P122 A g oA = 760°C x Shrs 7HA PWHT 23S E9oF stk P122 AF 9 SMAW & FF4L
22HUolE ¢tAFAAA Cu 94 7t ddled Ni, Mn @374 #7] did £3859 Act
Helde mAle 805°C Buk W& 760°C (MARFH) 2 770~780°C (AMAEEAIR) (8] oItk
PWHT 2% 760°C & P122 £ 33%0M 433 w2 2xoln, Act HElR 3 227 7] dE
of @3 dxlg] Al Act ooz 71dE 7M5AE EATT Pi22-SMAW §3559 I8 FBE
A5td Ni, Mn $FE P92 FFo2 Y AE o H1, Pi22-SAW §HF &A= Ni, Mn o]
HE FolAmg, P122 A§ 9 SMAW, SAW £ A5 9 11L& PWHT Zdole Fo7F a3tk me}
Al & PWHT 2y A4S sdstr] e A2 FA PWHT o dig 975 desitt

P92, P122 AF Y PWHT 2Xolld 714AZHE, 1 AA B 1 A7 53 Zo] A5 FU7tEo
A% A7t B} o 22 Az dew vl Pe, Pi22 oF o] A MEE gAY £
H FRE WERLS HAAYETL I MpuCs, MC B 59 vlAgt & E0] 7A24d FYstA &
230} Q7] o, #3FEY AHIEL 1 AAHLE 2i(Lath) 24 AAY vAM MHEEA 23
# A9zz 383 dhg #do] Aot uEhAd PWHT A2 ¥ PWHT XA % 3R
A7FE A7tol] 3~5 hrs ol F712<Ql 7FEAIZbo] BAdtH, PWHT 2&7F WolxH 7HEA|7H
) Z Sk

5 4 &
2z 9A EEAL HEE = e L£FHTAHAS FHE] Yt HAlg P92 (9Cr-2w),

P122 (12Cr-2W) 2l AE &35 SA4H7MA 4 A o453 2o

1)P122 & 543 PWHT Z=ZA EA|, HAZ, 3859 ABG=e A% @o] P92 Bof &
W, 23559 FAdUAE P92 B} @yt

2)HAZ ¥ Hx =7} oF 250Hv ©l8t& 7] ¢t PWHT 2%+, P92, P122 A= oA z4zt 750°C
x 5hrs, 760°C x 5hrs ©|9, PWHT =7l 4#¢lel HAZ & EZAF AAlde ZARY BE ghol
$2 dstgoe] YA HUAD

3)P92 AZ A SAW £ HE&9 ZAHUAE 750°C x 2hrs o PWHT & %7 123 Jiem® &
SMAW &40 F 419363 Jiem®)oll Blg) 2A EAR, FLLEAX 5 Ak PWHT ahd
ZAqUAE HF 338J/cm’ E EolAA R HE EA/ s AE L Rk

4 FIAY 7IFoz HIe PY2, P122 SMAW &A% 9 AR PWHT 2%+ z+zt 750°C x 5hrs,
760°C x 5hrs ©]4}olt},

5)P122 AFE PWHT 259 Act HElA 7o) 2xx7t A7) Wi PWHT &4 Al 971 B8
gk vt Pe2 As 9 PWHT 2%+ Acl ¥HEi gy vluste 8 2EX4E 71
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Fig.1 The variation of tensile strength with
PWHT condition on SAW and SMAW weldments
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of P92 and P122 pipe steels.
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Fig.3 Comparison of charpy impact energy of
this study with Sumikin and Kobe Steel data for
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weld deposits in a P122 pipe steel.
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Fig.5 Comparison of hardness value of this
study with Sumikin data for weld deposits in a
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P122 pipe steel.
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Fig.2 The variation of charpy impact energy
with PWHT condition on SAW and SMAW
weldments of P92 and P122 pipe steels.
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Fig.4 The hardness profile of 2mm away underneath
0D surface with PWHT condition on SAW and SMAW
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