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(Creep Characteristics and Micro-structure
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Table 1 Chemical composition of base and

filler metal. (wt. %)

C Mn Ni Cr Mc V Nb W N

Base 0.13 0.72 0.5 9.6 1.0 02 0.07 -- 0.04
Filler 0.10 045 0.6 8.8 04 0.2 0.06 1.6 0.04
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Comparison of extrapolated 10°hr creep
rupture temperature for base metal and cross
weld specimen.
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Table2 Creep rupture time at 650°C under

90MPa.
ID Rupture Time (hr)
TL 369 328
TH 358 379
TPS 649 351
TPH 486 452
TPL 521 504
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Fig.2 Hardness distribution changes in the weld
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Fig.3 Hardness distribution changes in the weld
joint with PWHT temperature.
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Fig. 4 Optical micro-structure of weld joint.
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Fig. 5 SEM micro-structure of HAZ.
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