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The creep rupture properties on welded joints of Cr-W pipe steels
for boiler in advanced thermal power plant
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Table 1. Chemical composition of base metal
and matching welding consumables

p23 " po2 P P122?
Base Filler | Base Filler | Base Filler
C 0.07 0.067 | 0.10 0.11 | 0.13 0.08

Si 0.28 022 | 022 022|031 033
Mn | 043 044 | 048 0.54 | 059 0.79
P 0.009 0.014 | 0.017 0.014 | 0.02 0.010
S 0.003 0.003 | 0.006 0.005 - 0.004
Cr 22 015 ) 911 850 ! 106 10.0
Mo 0.2 23 0.47 050 | 033 0.19

Ni - 0.11 | 0.18 059 | 034 094
W 1.58 1.5 171 145 | 1.79 144
Cu - 0.05 - 0.06 | 0.96 1.50

v | 028 025|018 020|021 0.6
Nb | 005 0.05 | 006 0.02 | 006 0.02
N¥Y | 80 380 | 410 410 | 600 390
BY | 53 15 30 20 | 20 20

Size 0OD: 457.2 OD: 304 OD: 395
WT: 50 WT: 62 WT: 50

1) and 2) are supplied by V & M Tubes (Germany) and
Sumitomo Metal Industries, Ltd.(Japan), respectively. 3) ppm
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Fig.5 The hardness profile after creep
Fig.1 Macrostructure of SMAW welded joint in Rupture test at 600°C and 200MPa.
a) P92, b) P122 and c¢) P23 pipe steels
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