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Table 1 Various types of butt weld grooves for pressure vessels

Groove Type t(mm) G(mm) R(mm) R(mm) a(deg.)
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Fig. 1 Classification of weld joint positions in
pressure vessel manufacturing
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(b) Narrow gap tandem SAW for circumferential seam

Fig. 2 Applications of narrow gap tandem SAW
for longitudinal and circumferential weld
joints

(e)

Fig. 3 Various types of wire feeding techniques
for narrow gap welding
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Fig. 4 Schematic drawings of butt welding methods
for dissimilar metals
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3 E ISO TC/11 | ASME Sec. VIII-1 | ASME Sec. VIII-2 | JIS Z 3700 sk AA A
Carbon Steel 550~600 >593 >593 >600 >595 >595
C-0.3Mo 580~620 >593 >593 >600 >595 >595
C-0.5Mo 580~620 >593 >593 >600 >595 >595
0.5Cr-0.5Mo 620~660 >593 >593 >600 >595 >595
1Cr-0.5Mo 620~660 >593 >593 >680 >595 >595
1.25Cr-0.5Mo 620~660 >593 >593 >680 >595 >595
2.25Cr-1Mo 625~750 >677 >677 >680 >680 >680
5Cr-0.5Mo 625~740 >677 >677 >680 >680 >680
7Cr-0.5Mo >677 >677 >680 >680 >680
9Cr-1Mo >677 >677 >680 >680 >680
2-2 4Ni >593 >593 >595
3.5Ni 550~580 >593 >593 >621
1.45Mn-0.10V >593 >593 >595
1Cr-0.15V >593 >593
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Table 4 PWHT conditions according to the thickness of base metal
ISO TC/11 |ASME Sec. VIII-1|ASME Sec. VIII-2| JIS Z 3700 sk AR A
A t/30 t/25.4 t/25.4 t/25 t/25 t/25
Brazr A& 0.5 0.25 1 0.25 1(pipe 0.5) | 1(pipe 0.5)
. (150+T)
A A7 A 2 /100
(hr) A t/25 t/25.4 t/25.4 2xt/25 t/25 t/25
sa7} A 1.2 0.25 1 0.25 1(pipe 0.5) | 1(pipe 0.5)
. (375+t)
Al /100
HuFY2=(TC) 400 427 427 400 300 300
= <220x <204 x <204 x <220x <220x <220x
g | asE| (25.4/1) (25.4/1) (25.4/1) (25/t) (25/t) (25/t)
7+l (t/hr) | Ax 55 38 38 50 55
B2 220 204 204 220 220 220
HuFEL%(T) 400 427 427 400 300 300
= <275x <260x <260x <275x <275x <275x
. Bpa N B (25.4/t) (25.4/t) (25.4/t) (25/t) 25/t) (25/t)
pa =
44 (C/hr) | Min. 55 38 38 <50 55
Max. 275 260 260 <275 275 275
o /7y = H =2
78/ ﬁgjﬂjmh A 150/4.57 121/4.57 121/4.57 130/4.5 100/4.5 140/4.5
A% H2=2HT) 66 38 80 50 50
2358 A A
A47220] (m) 15 1.52 1.52 1.5 1.5 1.5

t: Thickness of Base Metal
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