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Abstract

Weld overlay is one of the residual stress mitigation method which arrest crack. An overlay weld
sued in this manner is termed a preemptive weld overlay(PWOL). PWOL was good for distribution of
residual stress of dissimilar metal weld(DMW) by previous research. Because range of overlay welding
is wide relatively, residual stress distribution on PWR is affected by welding sequence. In order to
examine the effect of welding sequence, PWOL was applied to a specific DMW of KORI nuclear
power plant by finite element analysis method. As a result, the welding direction that from nozzle to
pipe is better good for residual stress distribution on PWR.

JlaAMy 1. A 2
PWR Pressurized Water Reactor

e 4 =) PWOLS PWRS] o] T8 3 ol A sl
PWSCC Primary Water Stress Corrosion Cracking PWSCCE oual7] 95l A& W = &
G e ) otk pwsceE AlRe wRE, AEE,
PWOL Preemptive Weld Overlay alel 34 So| 371x] o] wEsE u ukay
(cl*3-8-%1Overlay) AP mel ggow AW AFeHe A
DMW  Dissimilar Metal Weld (¢]& 5% -&7%) sroan 2HS Ed PWSCCY olo] Hi= o
SMW  Similar Metal Weld (5Z5%8%) Z28AR YHe WA= oAEES 7haAY
WPS  Welding Procedure Specification Z= 9t} 7|&E9 A1E E3 PWOLS] £ Z
(&35 A1) 758 gt avt e s mgh
HAZ  Heat  Affected Zone (ZJFH) B Lo Al= ol# e pWOLS &4 Wrako] -
=9 8371 IFedHl 7As FFS Ldotn
T e, negsta 7145t gtk AubH o= Overly §4dke tiate]
E-mail : kimy0308@korea.ac.kr gare]l A gA7)Q ARLHS GHWTFS 71
TEL : (02)3290-3372 FAX : (02)929-1718 com o ems e me oo 4
. . HotA ot He & & vk a2dd B

* et 7)AE et o
** gz APy Q Z4 EH}EJ—?_] J——’ﬂ el 7]'?:}—7]‘(:4 olFEH &
AF-= Fig. 1014 B #of o] g Ato] of
Y] wjiell PWOLS ] &5 Wako] x=F9

(0]
o



B A7 Ao 9= A A
2o g glh mEpA] 2 =l A= PWOL
o Wl diF avks oty flste] g
A4 T ol EEEANE R /s
& d4& F8 PWOLS sk 11 adkE o
ofx.gkeh
2. 9 H =24
21 ¥4
& AT ARER 6914 g E

P47 AEE Fig. 17 2l Overlaye] 34
2 Z)uko g AR ]_0:11;]_[56] LA

A 71Ee A7 @ AAasg suesl )
ol 132 Pgom T W w2 FFSH
Byol 9 27198 3719 layerz YA

it rlo Lo

o
d

2% Overlaye] Zol= o ZAS Y FH-&
g HAsEs Haw shr|flste wjd EdelA
0.75 y/1t,,, 7FA 273

21 24

Tdoly AAlRE, AME Fite] 92 Al

B BAS olgsglontt o gre May Ay
oA AAE gtk kM Alloy 82/182 2 Alloy
52/152 A EEA L Alloy 60002 thA|son,
ER308L2] Z41-& TP304= tf A&} T},

W

| M.W Safe End ”
(Mlﬂyﬁlfln) (SA316L) (ER—&I L)

Buttering Layer
(Alloy 82)

W.0.L

(Alloy 52(M))

L=0.75(rt)s
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Fig. 2 Schematic illustration of FE model

=% <=

N| =mmp [P N <4um | P
= <=
CASE 1 CASE2

<N : Nozzle P:PIPE Arrow : Welding Sequence >

Fig. 3 Case of Welding Sequence
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