|

) <

The University of Osaka
Institutional Knowledge Archive

Title BRRML —VREERSIVCIL I NOXSTAE
EBICEBITZT7oF25—T7 54 NEBODOER

Author(s) | K&, I&

Citation |KFRKZ, 2010, EHEHwX

Version Type|VoR

URL https://hdl. handle.net/11094/932

rights

Note

The University of Osaka Institutional Knowledge Archive : OUKA

https://ir. library. osaka-u. ac. jp/

The University of Osaka



KRFEM L — PR8I L7 bu X5 FnEe)s
ZBIFDTFaT7—7 74 MDD

201 041H






BRFHL—SBEERSSIUVILIMNARS T BEERE
[CBITR7FaT7—T A MEBD R

1 = 1
T, 1. S e s 1
1. 2. L—EBACRT DA B O I LOREEATIFZETD H [ e 4
1. 3. TUIMaRTVEBAZIBT AU IER O MM OB EABIIZTOD H s 5
1. 4. VB RO LR BT D HEACDBFIELABIFIETD B g s 7
I s - 1 o ——— 7

F2E L—HIBIESRIZE[TAT X aT—TTTARD LR 11
2. 1. ﬁ%g ................................................................. 11
0. 0. HEERIARIIS L TRTEBRFTIR cooeserersssosssssssssosssssssssossssssssesssssssssssessssssosssssssssssssssossosssssssssssassssssas 12

0. D, 1. HEERSA IR rveeessrsssseeresssssssssssssssesssssisssssss i s 192
2. 2. 2. L —WIEEEE L OMHERE SR ST e 13
2. 2.3, L—WIREEL BOEHEEETHITE JTE eerereeseeesssssssssssssssssssisssssssssssssssssssssssssssssssssses 13
D. 3. TEBRFEELES L URZE D comssesssossssssssisssssssssosssssosssessss 0001841800 08488 1800 1081RR LS RRARR R SRR RRRR 080018 13
2. 3. 1. L RBE DU EE rvrreseeeeerssssmnsssssssssssmsssssssssssssssss s sssssass s 13
2. 3. 2. B EHRR A FHEEE |2 L ARG B DGR [ errresssessssssssessssssssssssssssssnsins 19
D A, FEER e 23

HIE L—EEITH B AR BAMAILE L OB 25
3. 1. ?f%% ............................................................... 25
3. 2. HEZRAFRIIS I TTEBRITIR woseresessesissssssossissssssossssssssosssssssssosssssssesssssssssssssssssssosssssssssossssssssos 2%

T T TR v, 1 S — 2%
3. 2. 2. L —HUREE ST IS L RERBR ST I wrveeessmsssesssessssssssssssssssssssssssssss s 2%
3. 3. EERFEELES L TREEEL errrrreesmsmesssssissssssssisssss s w98



R A B A B e R o e o L N 28

3. 3. 2. TifAtOEANIZEAT S X aT—T 2T A NERR e, 30
3. 3. 3. BUWINCEDRART =7 A hOIHIR L OTERT v F 27 —7 =7 Nilliik{l 33

3. 3. 4. %ﬂ%ﬁkﬁ%&%ﬁﬂﬂ:Giiél/—ﬁ‘@%(ﬁ)%@ﬁﬂﬁﬁi’?ﬁ% ................................................... 37

ST B . i i  tiE A i, 39
FAE ILIVMORSTBEEICE T OB ERERMEEMMES KUEHMEAL - 40
O T - —— 40

F B vy b S e T G <. 5 B 41
R T T v b 41

4. 2. 2. WHEITEB I OWETEBR T et 49

4. 3. FEERFERLES NI L s w45
4. 3. 1. RARTLIMaAT 7 P IS T DI BB R OB AL s 45
4.3. 2. BHEEBBAROFEILLT VFaF—7 =T MIRER — 77y 7 ADH
%}‘g@@]%_ ............................................................................ 46

4. 3. 3. {ET&%@%H%‘E&:BJZU\\H‘@K&Q# B ﬁéﬁu%@é‘j}% ................................................ 48
= i K LA iiiii i 54
%55 IDOI‘DX%O5@?&%@%%}]"&“:*&%?@%ﬁﬁlﬁﬁﬁ .................................................................. 55
T T~ T 55
5.1. 1. @Rl AT YR R 0D FEN T LIRS DR v 55

5. 1. 2. RABNAHEIZH I DIRERE DO B LA LR REREIEA b 56

5. 2. HERBEIES JLOVTEER T I v 61
T T R 122V, o 61

5 2. 2. {Eﬁﬁ/ﬁ%i()\%%iﬁiﬁjﬁ% ....................................................... 62

5. 3. FEERHEILIS JINE LR e 64
5.3. 1. TLVMaRZVUEHEEIRIZITD B USRI L OEEDZEE L rrveerrseveessee 64

5. 3. 2. TLIMaRATY SR GO B HEHIC LD RHEEIER] FZhT o 68

T - i i i} st i E A 70
FOE ToFX 15— I MIBOHBICRET M EDSTE LV AELEREDFE 72
6. 1. ?f%% ............................................................... 79



(T I oy 7/ b S T O =Y R 73

B. 2. 1. HEEI A e s 73

6. 2. 2. VREEE BT NTEY SAT O JATE JT 1 vevereeeeesssssssssssssssssssssssssssssssssssssssssssssssssssssssssss s 76

6. 2. 3. BHL R ARBI ORI A 7 )L ZRER ST et 78

B. 3. BB IS TR BT o rsssssesmrssssssmssssssosissssssassss s sessssss ssssss s s s s ssasasEssts08 79
(T T BRI 22 A e e T D BT e/ U 1y o000 00000 e 79

6. 3. 2. ToF¥aTd—T7 oI MERIZ T T EBEEE DB s 85

6. 3. 3. BHIEENRAAIES BT COT L aT—T 27 N AR e 99

6. 4. 7\;:?% ............................................................... 101
F7E {ﬁﬁ;ﬁ ............................................................................................................................................................................. 103
;%-j E-:"_c ........................................................................................................................................................................................... 107
<;‘§%Xrﬁk> ......................................................................................................................................................................... 108
<$Eﬁ%(:%j—é%§;ﬁj{@£> ........................................................................................................................... 116






R
i
Z‘;@
S

e
1.1. #5

TES - FREL B F TR E O B30T HEiEE O BLEIZ IV, SIEEEROTREE, 1
PR E DR A RGET HZEITEHETHLN, <O EITEHIZ I THORETRTL, &
PR DRED IR E L TR R RGEDS R B L 70 5. S OB EZ 7] EEEHFELL
T, TMCP (Thermo—mechanical control process) DXHIZHWA D E &K ik etz it 5E
EHIZ, JEAERFO IR il 3 K ONEIEZ DO NGB AN L > TR ik L, &4 T
TR O T O SR & LG T AP BFRS U CE VY. SR TSR, 1A
fill- BEE LTOIRBEO FF, DO NIIEHERICBWIRD A fuL T RIE CRIMEZ 1S D L350,
PRA D XN EIEZ2 & DN T 2R LT ARREHE 21T Z L3 TERUN. D72, i -l
DFETEMMATHIEEBNELT, WS RETICE L RO EWE ST, IMEY
EREETDERRDO T 2T AR, WD T T X 2T — T 2T A M ARSI E AR M T TE .
AR T 22 2T —T =T A N EROMGRE T D20 XD, E8E4)RIE 590 N/mm? LL_EDsREL
IRBZENTINZ, BENTAKIEIINEEZ /R, F72, Wi, B, 1R, 7 ATl 2D
DECHHERIRE T U F aT— 7 =T A MR LT D720 OF T 1ERB LOVHA B BAFES
CEZ 99,

BB O T > X 2T —7 =T A MUIZ XD I LY, S E CHREMMEEY O
\CHEASN CE I T~ =07 — 218, WA — VR T — I RRE, WB T — 7y Cld—
I RIHESNCTRY, ZRDOEB A CIIBRICH I S N HII Ch D2 5. IREESR
HOT L H 2T =T 2 TANE, EEGJENDEES A — AT T A M- OIm RIS DR, BR (L)
RONTEMZENEE L THEHRIZ T =T A NVEREDSE Z > TIER SIS, 207 =T A NMERED L
IRONAE DN T, ALO, BARTIIAR<BE A TR DIZREDS DDMFHE THY, FrZ Tid T
T EM OB RREDN BN E WD TND I, Fiz ISR AT % 27— 7 2T/ h RO
FARkE T DT DI T3 70 B E DR LRI EZ AT D ED DY, E DT Tt
JEH DERFE A 200~400 ppm OFEPHE T DT ENEIE THDHEWHOILTND P19, SB1, VakE
&ERENTEDN AR T DT VX 2T —7 2 7ANERET DI, [HA—AT AR
ERT DRI 2 F7A MBI NT =7 A M AR T L — e il A2 LB EHETHS. 20
IHA—A7 AR TOMIHHRRDO L REA N T 5 FiEE LT, e ~D B 7y
FHSH TS P9 B 134 —AT T AN FURHT LR = R — 2K F ST L5
ILTHY, IHA—RAT T AN COERPITED 2L T DT> F 2T —T 2T/ MERLIDD
ERCRIDZEEMIEL, RSB AEMIZR T V¥ 2T —7 =7 A NEROMfRE T LI F



595,

ZDXHEEE R TP COEFRLE B BEOFIEBIONEDO ST, V7 ~—TT — 7%
BB W TRV AYET TV ADMEY, DA — VR T — I BRI B W UIEEY v
E VR ADRGHE, ZUTHEET — 7RIS BV IR I L > THEBIS L TRY, W
D)% Ti-B RIBHEMBIOBRFI L > TSR DT 3 F 27— 7 = 7 A MEB LU L3
X5 TET=. Fig. 1-1 (ZARRAPEED NS L OVREE B E SR BRI 2779, T2 AE)
1~40 k]/mm, 54 @5 200~400 ppm OFIPHICIHAITE T — 71t WA — /LR T —
DU, T~ —UT = JEECIR, TiFB RIEHEM BRI LI e m o7 F 27 —7 -
FTAMEBEIFIIHES LS TODDS, ARAB-IRFEFR DL — P IaHEH HDUWOIT KRB (KRR DL
JMRAZ T EEZBNTL, TNETHEESBE T ¥ 27— 7 =T M EROMfRE L Taiy
PEALZ D BRI EE A ERBISI TRV, Fig.1-2 ([ B O EEINELIC W TDE X
Far™d. EWEOVREA B EISD HIEE LT, B RE TE~ AT A NEROMGRE T2
FEET VX 2T —7 2 TANEROMGRE T DTENBEZOND. BHESEE T~ AF AL
RO T DITIX, EHESIBIC Ni 708 OGS TR EIRIMUBEATUEE TR T 20 E 3B,

600
€ Gas metal arc
S welding Electro-slag
g 500 (active gas) = welding
© Shield metal arc
GEJ 400 | welding
2 Gas metal arc
2 300 | welding Submerged arc welding
-E (inert gas)
-
I | Gas tungsten
§ 200 arc welding
C "
S 100 | LaSFr welding
< ¥ ﬁH
O
0 1 l
0.1 1 10 100

Heat input (kJ/mm)

Fig. 1-1 Heat input and oxygen content of weld metals for various kinds of welding methods.
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Qwer bainite microstructuD

* Toughness improvement of matrix
(Adjustment of hardenability by alloying Ni etc.)

* Restraint of MA (Martensite-Austenite constituent)
(Low carbon content)

[Supposed weld metal strength = 700~800N/mm?]

Fully acicular ferrite microstruc@

* Promotion of fine intragranular ferrite transformation
(Dispersion of nucleation sites for ferrite)

* Restraint of coarse grain boundary ferrite formation
(Prevention of ferrite nucleation at y grain boundary)

[Supposed weld metal strength = 550~ 700N/mm?]

Fig. 1-2 Concepts of microstructure design for the high toughness weld metal.

[RIFRFI A A NERERFIZAFE D i~V 7 AR (MA : Martensite-Austenite constituent)
INERLUEMEDME T 228 2R T 5720, it RO C A BRI 2N ER H 5. —77,
WS IRE T V% a7 — 7 =T A NEROFRRE T DITIE, 7 =T A ML L THENT@<Ir
TEME SIS EDLRIRAZ, v RIS COMKZRIRT 27 A RDDNT EEASA T A MR
ZBSIETDMENRGD. BH DT — IR TRABE 2L — PR LR A B 72
DTV MART T IR TL, RS RBOBEANEZ TR TT AT A MARES2
=D BEA B P DAt BRI EE KIEIZIE T 2NN D EARESNDT2D, I
EMINED T 27 A MEAREFIFL CTT o a7 —7 =7 Mk E 1S5 HIED L EER
IZEEIEDOREE B RONDEB ZHND. T, FEASA T ANEROFIRE LT 56 D%
BEREOSIRESIZIREE 700~800 N/mm* (272D L ESNDDIZHIL T, T FaF7—7 =
FTANERDRRE LT B O RO 5 | RIESIE 550~700 N/mm* (2725 EBESNDT2D,
BUK SRS IR S COD IR IR SR E SO 5 [RIRES DOHIPHAY 400~590 N/mm* THHI&
BEZDE, BM LB HEROBE~ T L T OB TV F 27 —7 27 M EIROIR S
JBOPLED BRI LS.

VLEDZEDD, ABFZETIE, IBBEERO TV F 27 —7 =27 A MU SR r s <o
2N —PEEB LT 7 N RZ VR W T, BHESR DT VX 2T —7 =7 A MEIZs



FIFE fiin

FRBEA O, SRR OB A BT I\ T R ORI L. - m I b2 2R
THOFRELMNLT HIE2 RS D, KBTI, L— a0 L 7 2T 7 RSB
DEERIBOT v H% 2T —7 2T AMUB IO IC BT DR Z R~ 5 LB 12, AWFE
D HBZHATD. T, BREGEOT T F 27 —7 =7 A ML 72 BRI LR 2 B3
DUEROMIFER R Z L B 2—F 5L, AWFIED HHZ#H 5.

1. 2. L—HBEICE T BEEROSPIHLORELAHED B

1970 FARIZ 1 kW LA EDEH IO CO, L —WIRIRERD BTSN, L XD DT HSE
12 E DEINF RIS TUIMED ARy M DTE T, SR EIZI I T LT 58 @
DVHED AIREL 72572, 1980 FELARE, L — W stRasDm /b D B, HJ150 kW o CO,
L — YT LSV CTHRIR 25 mm OHHIRO BB ATREL 72 o 7-Z L2k 190, M A
PR DTAEE T IEEL TR ESNA IS T.

BT, R —HBEDOL — P — LA BYRE T 57080, L — IR —R
—IVERHEN D ZEHRBTERRS I, T — 78R 1T AR TR A BV CIRIRIA B S D\ T D
WRHEISATREE 725, Z DT, EGCESTNG, BT NSO & S E ORI FMEON 5409
B, L LRD, b—FEEOBURIE, BB H BN 72 S EHR OWHETIT A<
BHEIDINT o7z P DD, TEM, FRELRT 7R S A F SRR O VAEE~ i F 51l 34
DTN 25 = DGR A~OL — P EEE A2 LET 2 EREL TE, L—VRFO=AR,
TR FORS B P72 8 ORIEITINZ C, HEEINE R SRR AR D PRFED R A L C
7. BEE RSN CODEM DIZEAL L, 77— RBEC k- CalE i T8N D Z LA R
(ZRTRREHSIVCERY, RSB OMIML Sk &7 — 7B R RO A 2 o THRGE
SNAHTEN I THD. DFY, HEERMMOEERROZL, 7T —7 O Ti-B RlaHE
MBS, 77—t a e A B W THIRO AR O L Z T HZ L &Rl LT, 7o F 2T
— 7 =7 A N EROWHIFRRE TR DL TR /2D IR FSI QD ZHUSRIL T,
L —WIREECIE, AR 8N T — Va8 RIRBIZR2D130y, S OBE Tl B2 ff
RLZRNZE, HDUVNIFig. 1-1 [ IR ITIEES B LRI L~V OIREFR L7252 8
IREMD, T — IV CHENL SN IR RO TV F 27— 7 27 MEEdis A c& 9, L
— AT DT v F 2T — T 2 TAMEEANC OV TL, ZHETIZEAL LR b
ol

ZICARIETIE, L—REECRWT, 7 — 7L AR O RS B e 7 2T —7 =7
AN EROBHIIFARRE D2 21280, SR LR AR D ERETL LIS E LT, L—V IR,



FIFE fiin

HAL—=NRT =R ER0Y 7~ — U7 — RS VBABNTH L7280, £ —VEom
EBRETT V% 2T —7 =T A MEM ATRENE 970 RARD D ED 5. IRIZ, b — Wik
(ZBWTC, IR ROMERZHIEIL, WEGRTIIT X 2T —7 =T MERRIC L0k
RN BT DTFEERFT DN DD, IOIZ, FRIOBHESRET v FaT—
72T ANEROMRRE L, TOWESROMZ R DM EN DD, AWFIETIE, ZhbHn
AR A L — IR ERR I > THRREL , THET 2 27— 7 = I A MR E RO B 2155
12 DL—WEHT Ik, WHESTFB IO S B A ALIIL, BbN - e RO
PhaaHilL 7z,

1. 3. ILYMARSYVBEICE T REERDOSHMELOREEAHED B

EEE VIR E DEFREROEIZIWT, 4 BOEHIREEEAZ L > TAREE T D IUHIR
I ZREBFHWGIA. Fig.1-3 12, Ry 7 ZAREOREIX ER 7 2RO Tl S DA R
B EA T ZOWMHIAR Y 7 ZAREOREESERITIE, fHTROT-OIZNT AT 77 L3O
TBNDD, ZOEBREEL CERMZ SREE TR CE DL ME O LV aRT 7 D
S TWD. WFAT 77 LO%EETIE, FHHFE/ ANV AD T L I AT 7RIV TitE
TAYZHE) (L —8) SELHT LTI, RE 60 mm LL EDOX AT 77 2% 100 kJ/mm LA D
RN CUHEAATOZ LD AT HEE 705,

TLIMaRZ T EHECIE, Fig 1-1 IRUIZIDITIE G R OIS EAMRN 8, 10k, ek
G IBOIREELEIWET, AT MERRI IO TR C b3 JOMIMA 25 LS H72\ Y Mn, Mo,
Ni 728 DAL THEDOTNINCEIFEIRSIVTE . OB, LinLARssh, ITE, B I RE R L
BT EEMEEROEEITHIL, BEE /L O—EOEETRAIIB TR ABVABERO B
SRASEAALL 2, BERD R IIRR AT OVEEE A B CIEIIME EOR A R 322 LS R 7257
BUROEEE L OSBAEE S A81E, FI25]9EIES 490~590 N/mm” & THY), 1Y
ANy 7 AFETIZZ NG DS D HR DIEM DMER SIS, Lo T, L7 haRXT 7 EEOR
Vel l@ e T X 2T — 7 2T A MHERkE T DT TR L mRIMEO ER A AT EMN ATRETH
HEZZHND.

ZICAMIETIE, LI MaRT I IRBACRWT, 7T — 7R RO R A 7o X o
T—7 2 TANEROMMIERRE L, I b2 XA BE LT, L7 T 7T,
VA BN T — 7RV IRBR R L5720, T3 FaT—7 =T A MERICIF#EEE 2 HNDER
F 1 (200~400 ppm) | ZiAHEE B ORETFE BA T 2 FHEEZMETT D EN B D, IOIT, i
AZL100 kJ/mm &) RABEBESIFZRW T, BRI SR T %27 —7 =7



FI1E
=
Cross beam

Y,
1 ’_‘ | l
Ay v

Box column |ge--¥

‘ Diaphragm
AN

Submerged arc welding Electroslag welding

Fig. 1-3 Illustration of the box column and high heat input welding methods applied to
building-up of the box column.

AN FAROMGEL 2D BN, ZDOEHERIROMIMA TG T 2B 0D . AWFFET
%, ZNBOMEAE =L 7 M AT I EREEFEBRIZ S > TREEL, #57 L %27 —7 =7/ Mk
ROEHEEBE/DLIO DTV I NART T HERE, EHEARMEB X ONEES BALARZ SN
(2L, ST R B OMIMEZTHR L 7=



HIFE i
1.4, BEESBROEGMIB ST 2 IEROREREATRD B

1. 1HI TR IO, SR T TONMTEMNOOBAERKIZE LT 2 F 27 —7 =T A Mi
WEDOIRUT, ZNWETEIIY T ~—UT — Tt WA —NVRT — I, BT — I taters
E T TN TE -, FOIZENEIL, Ti 2010 E T AT EOBWIERN, 7 %27
— 7 2T AMERICE 2N TEM O - TERERE, HORFEDT — VBT AT v FaT
— 7 27 A NMERRD 128 D VB DUV AR R L LD LT 28 DONZEAE THS.
AHFFETIL, MRS CETIREEREE L L TR AL 22 DL — IR LUK AL
EIRBEL I NAAT TR BT DR BAMRO T > X 2T — 7 2 T AMbE G 5720,
0.2~100 kJ/mm EVJAEPHADOIEBEABCTOT ¥ 2T —7 =T A MEFRIZ DWW TEDLES
Faim T DUERHD.

FZTAMRE TR, L—VREBI L 7 AT IV RBAIRBW T, WA OREES R T
BONTZT V¥ 27 —7 2 7 MERRO FHEA AL T OZERA DN T HEEHIT, Vi AEL
DFEIZ LD T L% 2T —7 2T A MESMREDO AL AR T A2 A HROE LT, L—Y IR
FREL I ARG T R L TRON B R E B A 7V SRBRICE T 52 810k, #7
LR B A LD BB DI TEMN DT VX 27— 7 = T A MER L Z 5L,
BONDT V¥ aT—7 T4 NI ORI RAZ TR A BAD 8% Tl L7

1. 5. AR

ABFFETIE, ANRL72dDIS, TN E TSRO T 27 —7 =AM MENZEAE TR
AT o T L — PR L O L VM AT 7 EEIC I T, IR R A7z 7 o
27 —7 27 A MkET D LIV EENE L2 XD EEHIT, ABSKE BT oA
\ZBDT VX aT7—7 T A MESFEZ LN T2 L2 HIEL T0D. 20 BRE EEK,
T5 EORETT _EFERFO 1D IMENRE T, k72 F 27 —7 =7 Mk FI S
TEIRBREL IR L T — PR TS B Sl VR AR EE L 720, — T, =L 7R T 7 s
RS BRIV HNEREE L 2%, ©O1 DD FERF1T, RSB TOMEET, L—F el
LTV I o RT VRSEOTRBESIRIE, EBICT Y F a7 —7 27/ MO Ao EL SN
R EIVLDRVIROEER R L7 D, ZOTD AT, L—HRERSL =L 7haxT s
VHAZIWT, 1l Ee R BORECBRA SO FEAIREL, 7oF 27— 7 =7/ Mk 4
DR IRET HIOITMETR Ti, B72E OItROm ERINEFHE OS5, e, H6h
127 % 2T —7 2T A MR RO R B B O A SEL, BT S % 27— 7 =71 Mk
(I LD W RARRGET 5. SHIC, RAZBDL —FEEB LUK ABO L V7 ka2 7



FIFE fiin

TN ENDOEEESR T OT v F 27 —7 27 A MIFRO B AALNCL, T FaT
— 7 2T AMERRIC RIE T RO LB 5255, UL EOIH NG, Ria O RRE
Fig. 1-4 TR THDEL, LU FICZAUTHASNW TR EDOEL S L =0 B4 5 5.

AL TE TS IS, ZOH T R ChHY, AFEOE s bl —FiEEk L Ox
LI NBRT T RBA BT DR B m I LD LBV A IAREICL, TNETT v FaT—T =
TAMARMLZ B L= ARG N e S T o T — IR R L O L 7 e 2T 7 1545
IZBWT, 72T > X 27— 7 = 7 A M EROMRAE 52 & TR LA BT 22 L A48 4
Uiz, &z, ABDSREL B DR 0 e AD R B I 7 ¥ 27— 7 =7 AR R
DFFRETERR T DO, T aT7—7 27 MERICRIE TR - LT, Fiolimss
ANEEEBEST HMENHLH EE7LT.

F2ETIX, L IAEERICBIT DT VX ad—T7 =7 MERDO FlEatE LT, T 7T
X2 T =T TAMIRRE LT Y T~ — U7 — I RS R — PR, L— RO
Faph - BEE - i AV A7 BN TH T v X 27— T 27 A AP ERS DS ERET S, L
— PR T — IR AR AN B AR E O 7 o A THHZLITFRMEN TVDR, L—HR
B B OB AR EBINHIRESN TR, 22T, EBICL — P4 B OB EhE
ZREL, L — BRI DB A I AR E O BURE SN T 5. EBIT, AR,
VA B R AR A B R 7 R B L OIS O BIRARAEL, BAB T 0B AR T v
27— =T AMERITIE T D e BRI A TR IE T 572D O ST — 2 28T 5.

F3FTIE, HE 6 mm OHWRO EEL —FEHEE T, FEROL — 7 0t A ToR
BEROT X 27— 7 2T AMEB LA LR 5. L—FIRESRE T v FaT—
T =T A MERRI @7 BR R T D701, NI LA—BRRIRE Y — VR A& LU EE R
BOREZERS, —F, T ~D Ti TINZE-T, TFaFZ—7 =T/ DAERKEEL T
W72 R C ) RN TED 2 VR A SR TP Iy RSB B IR TS 5. Fi2, L—T e R
BWOTH, [BE—ATFAMIRNOLDT7 27 ANBIONATFANEENRT > F 27 —7 =T Ah
FHMFROIE A LEL2) LD, B YSINCEDIHA—AT F A MR CO L REIHIIROH
AT D, IO, FONTT VX aT—7 2T A MR OVEEE4 B OEINEZ FHEL, %
T X 27— 7 27 A MR I LD = b h SR AR 3.

FATETIL, X AT 77 LHE 60 mm, IHEAEN100 k]/mm DL TR AT 7 EEEAIIBNT,
Ti, B WNINEHED A ¥ LRSI T2 7 Ty 7 2 G T HZ 82D, 73 FaTF—T =25 Ah
A B A e A L) R I B VR B B i B S W B TR AR 975, ZOJTEIZE ST,
RAZ ARG AR L2 D L Ve ATV TR BN T T v F o T — 7 =7 A MEMD ATHET
bHZEETRT . SOITRMATRE DO GAF CIVIEA L 725 IHA— AT F A MR COMKT =7
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Fig. 1-4  Structure and characteristics of this dissertation.




FIFE fiin

ANBEOAFTANEREEIIHIL, SIEDT > F 27— 7 =7 A MR EIR OIS B E 155
72 @ B IR E&EH A SN T 5.

HESETIL, HBAE TN T V¥ a7 —7 27 M BRI OER & B 2155 L /b A
FUEAEIT BN T, FEO IR Y 7 ZFED 27— )L C i D4 @ N 22 8 LTSRS
ND TR DWW TR 5. BAERIZIE, EH EOMEEE X SNA8 RO 2 IO B
WIMOZEACITH L CH IR AR R T 5. £, RABARC BT H RGBSR OEIME
HCORTEIZHL T, & B SR EEGREBGCENOM A ENZB B LI IMm ETFEL 2
TI5.

FOTETIL, WHEABMNKEL B DL —PIEHE T L VM AT 7 RISV TC, ZEN
DRI TN T V2T —7 =741 MARRO R Ll L, W3 OFELL - AR S %
BINNTTHIET, HERIFEAEEEBIN QN ST RS I B IR E DR EA %
ELTeT v FaT—T7 = T/ MERMEZE 533 5. BIRMITIL, L—Y BB LU0 7haR
T UHECIROINI RSB 2 OIRHIREZ A T DB A I V2 5L, B Ao v
5% DT > F 2T —7 2 FAMERCIRIEZ LT 5. ZOHEHERDD, TN ENDOUEHE IR
(BT DR RN EMDICREL T F 2T — 7 =7 A MG OB E KI5 bz kD, B
RO REACTHELNRES BRI W THAEE N T X a7 —7 2 FA MERIZ RIZ 35
WA ELT D, ZIHDOFRERNS, KO T L% 2T —7 27 EROMFREL, mEa1s
oyt oYt S P | VAN F 22 AL A p N ANE N

TR, AFFROMEFETHY, K LRI FHLFENHHOE CrRbil i ftmma ZH4
2.

10



B2 L — WIS 1S5 T F 2 T — T T DL
F2E L—YBRERRICEITST7IX15—TJx5/bDERK
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BLOTFOTTHaT7—T7 = TANFEROMERE LTV 7 ~— U7 — 7 isa R I — P g%
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— 7 2 TAMEREENETIEL, 73X 2T —7 =T A MERRIC B R4 B AN B G & Rk
LT Rz~ 5.

L —FIIEEEFUTIIT D 20 AR KDFHD 1> THHESHILTEY, 1960 4512 Maiman
PAE—L—HFORIRIZEEIL TLLK, 50 M THREELWERELHT 2. L—F ORI
TAOEMOREEE, 1970 FERUITHITT 1 kW ZF2D CO,L—HDBRFES N, Fitk- Uikl
INFIRRICZ2 o TG A0 LT LRRL TBL T, 7—7, 77X 72E OEYREHATED
FEIEIEFTHT L. BIfEL, @O LHL—FEL T, CO,L—F LM Nd:YAG L—
W, Yb Ty A3 —L—H, YKL — P O 2 OL— YRR, L—Y O &L,
AL OHEA L.

BUE, L— NS QD0 B, BBhE, BRI 8 RGO %<,
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EFEFHEDOBIZERR RN I THON QRN ZENEE L2 > TNDTZD THD. L — VAR
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FREETR E OMAIMEEIZ BT 28 O C, S RO/ IR E REINA T 7 il
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Tz IANGTREGTHY T =7 — ISR — PR T, L — RO
NS E%DT % 2T —7 2 FAMERCIKREZ 7~ — T — 7L g LT
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o8 L — VRIS T F T — T T DR
2. 2. HEMHBIUVUERAE
2. 2. 1. {HE#F

Table 2-1 {2 I bR D — 5t 18 P SR (JIS G 3101 SS400 #72, #JE 28 mm) Z-47)
W3 L OMIHIIN A2 o Tl 100 mm X =& 300 mm X ARJE 20 mm OFLIRIAL_ BT, Sl
EFHMCL —FERE ANV ARE 2 Tol2. e, L—YREFRBRAOY 7 ~—27 —
JUEEIRIT, BE 21 mm OFRIZ Y BRI TAREL 72255, Mo-Ti-B SROIEHEY
A CVERIIL T Z o 7 2% FD TR AEL 6.5 k]/mm DG CTLSAY T~ — U7 — IR 551 T

Table 2-1  Chemical composition of the steel used. (mass%)

C Si Mn P S Cu Ni Cr Mo Ti Al |Ceq
0.13 0.15 1.17 0.015 0.004 0.01 0.02 0.02 0.001 0.001 0.026 |0.330

"Ceq=C+Mn/6+(Cr+Mo+V)/5+(Ni+Cu)/15

Table 2-2  Chemical compositions of submerged arc weld metals for laser welding. (mass%)

Mark| C Si  Mn P S Cu Ni Cr Mo Nb \Y% Ti Al B (0] Ceq
S1 [0.036 0.23 1.04 0.011 0.002 0.16 0.13 0.02 0.002 - - 0.007 0.011 0.0004 0.0308]0.233
S2 [0.036 0.25 1.12 0.011 0.002 0.17 0.13 0.02 0.002 - - 0.011 0.012 0.0006 0.0291]0.247
S3 [0.036 032 1.32 0.010 0.002 0.17 0.14 0.01 0.001 - 0.020 0.015 0.0013 0.0260 )0.279

S4 [0.042 032 1.29 0.009 0.002 0.12 0.14 0.03 0.063 0.027 0.025 0.022 0.016 0.0012 0.0309 |0.298
S5 [0.059 0.33 1.61 0.021 0.003 0.05 0.01 0.03 0.179 0.017 0.039 0.023 0.011 0.0016 0.0210 |0.381

‘Ceq=C+Mn/6+(Cr+Mo+V)/5+(Ni+Cu)/15

Submerged arc welding
1mm remove off

UMERIL7=. Table 2-2 |ZHERL 72 5FEEHD
V7~ =T — I inEE e RO
759, C, Mn, Cu, Ni, Mo, V 72EDE4
TCRIINED BRI DIEET A T 5

.

ZET, RFEME Ceq(IW DRI #: Laser welding

Ceq= C+Mn/6+HCrMo+V)/5+NitCu)/15) +

INBLDSTEED TirB ININAREE B A1 v T
BT, ZOY T =T — IR A, g
Fig.2-1 12779 X912 1 mm WFEIL T i
L, w4 B A T I E LT, IS Fig. 2-1 Laser welding method on the

submerged arc weld metal.
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100 mm X =X 300 mm X HE 20 mm OFZIRITAL B, 7 ~—2 7 — 7R BE48 8 D R
L —WRREHC LA AV N A T T

2. 2. 2. L—YBRESIVEBEEAE

L—HIREHNC LD AVRT AT, ERHTT 5.5 kW, Kk~ /LFE—RD CO, L — IR
AL T To7z. L—H e — A3 S EEEE 254 mm OS> THELL, L—Y 7] 5.5
kW, TABEHEE 5~250 mm/s, FEArE-1.5 mm GRERA R EED M), Ar o — LR T A&
0.33 L/s OFMClatiatTolz. WHEROMBIL, T A4 — N2y F o 7IZLoTEIHLI.
R A BARSERIC IV LT, IR RO, By — AR FH I L0 IR R4 I il
OifSE 10 SHEL, ZOFEHER ST, £, KL — k> TERE BT D560
ANBL ~OVEHHRL , Z DY ROM AR B LU IEHRAHEE T2 BT, SR
45 kW @D CO, L —H3tiRena L C, L—3 1171 45 kW, ¥HEEEE 25 mm/s, He & —/LRJ
AT 1.67 L/s DSAECTHUE 25 mm OO ANV NT R85 T 7. Fig.2-212, L—H /)
5.5 kW FBL1UN 45 kW DL —HiEtie — R ok~ 7 wfflfikz 3. L—¥ 771 5.5 kW, #HE
B 16.7 mm/s TITAAESITH 7 mm L7200, L—H 77 45 kW, IREZHE 25 mm TIEHR
J& 25 mm OFRZE FBEEE TEDLTEN DD,

2.2.3. L—YFESROAIEENTESE

2. 2. THEHT/RUTZ SS400 AR DFER T OL— VP RRIHZID AV U EEEIC BV T,
— P — AEBE OB, $4E0.5 mm 0 W-5 %Re/W—-26 %Re Z\E 2 EHHR AL, I
BSREOBHAT ANV ET VAN a— — gk CEL . EIV A2V OREE, L—
PFHI) 5.5 kW, TREEHEE 5, 16.7, 83.3 mm/s D35 TITW, BNIAHEEHT-VIC R ENS
L= — b X — (L— ) RO, LU N — BT DA BE
) NI DM CORHEE DAL Z T LTz, Fo, V—WIREL T — 750 m I A7
IV BT 5708, NG A B2 1= TIGIRBRC LD AVE T U ARBAZ BT, RO TETH
A A7V E R E L.

2. 3. ERERBIUEBR
2. 3. 1. L—Y3EROAEIRE

L — IR 36 LN — P R EE R O MR LI BAL TRV DD DHENRHY, L
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Rated power of

CO2 laser welder 5-5 kW 45 kW
Weldi
laser power 5.5 kW 5.5 kW 45 kW
Welding speed 83.3 mm/s | 16.7 mm/s 25 mm/s

Cross-sectional
appearance
of weld

5mm

Fig. 2-2 Penetration depth of laser welds produced at laser power of 5.5 and 45 kW.

— PR OMEREE T 10°~10° K/s LVOIEFITREREL/2DESNTND. LILZRRD
ZNBDOT A, EROEEE — )08 mm B 72 BB (HAZ) DAY A7)V SIS
BB DNTIRBE S BOBEE LA XD DOHEEE Y 2 THY, BV — I L DIEK
DL —V IR R OB AREZ FZRLT-FIE7. Ei2, b— IR U DRSO
JE72 8 DR T-L D FHHEE O BURZ RN TR L T AE R OB EFI RdbT-5rau . L—I s
HRORR R A B RO BLE D DIRET DI, b — AR O M AR A IEME I CHE
THIENEELRD. LTei3>T, 22T, ROV —FEHAZIW T, e B OmE A
INWVEBNERHZ LS TERRBIL, MHFHEOFEME TIG WL T 5 L2l > TRHE ST A2
EHFRIT .
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Fig.2-31Z, L — S BOMEAY A7 VHER RO—FIEL T, L—HFHT) 5.5 kW, %k
L 83.3 mm/min DRI TO AV AR ZIB\W CRidkS IV R e R B A 2 L i R
I ZOHNE, REBRZIBITDME A7 /VAEDO T T, SbisEAED /NS (0.066 kJ/mm)
BADORRETHDA, 1073 K5 773 K MDA HEEE TR 1200 K/s Tholz. ZOHH]
BEEIL, TERDIMEFNCHD 10°~10° K/s EVHBETREEEA—2 —N—FL TEY, IHAR
VESHVISUWMEABADL —FIEHECIE, RSB OM AR, MROEELHD L —W
KRB RIFRE L7 D T LDV RSz,

Fig.2-4 33X\ Fig.2-5 |12, L—H¥H /1 5.5 kW TIREEREAZLSET- A0, A
VA BV EIE 35 L OVR HIRF] GAGE S 1A EHIME) Lo BIR%, TIG AEOT —4 (1
— UL RIRROWE VA LD FEHME) LHEgL CTORT. Fig.2-4 OHBABREE, 1573~1273
K & 1073~773 K OB HEBERE, Fig.2-5 OHBEGRENIE, 1073~773 K HORGEFFH D
FEHNECTo%. RIBROL—PFUEEETIL, WHESEEE 16.7 mm/s T 8 mm OYSALIESDIFH

4 + - . . i - + + - + + + r. : 7 1800
A S | S S F—-} e _ H I .....'.-J___g__._.
_ -4 1600
Laser power R === i
- 5.5 kW . - : L - : H L S ....]..___'.3__..
Welding speed e S S £ 1400 -
=83.3 mm/s . x
4 1200 @
- S
]
o 1]
g | S
B { 1000 8
| ] £
i e ]
= R b~
i i 4 800
== [ 4 600
= 4 400

Time

Fig. 2-3 Example of thermal cycle of the laser weld metal.
(Laser power = 5.5 kW, Welding speed = 83.3 mm/s)
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10000 ¢ e — ey
- SS400 Welding conditions
(t=20mm) Laser welding : 5.5 kW (multi-mode)
Parabolic mirror (f=254 mm)
1000 ¢ Shielding gas : Ar (0.33 I/s) 7
C TIG welding  : 200A, 13V
%” I 1573-1273 K
< 1000 /
g : 1073-773 K ]
L B <
o i il
= 100 - @ ® Laser welding
g O ¢ TIG welding
o 3
10 Welding speed (mm/s) _
E Laser welding L 1 1
- 83. 16.7 5 mm/s
L . 1 |
] TIG .weldlng g 2.7 05 mm/s
0.01 0.1 1 10

Heat input (kJ/mm)

Fig. 2-4 Relation between heat input and cooling rate of weld metals.

100 2 —— — T

—_ F SS400

2 " (t=20mm)

X " Welding conditions

0 [ Laser welding : 5.5 kW (multi-mode)

~ Parabolic mirror (f=254 mm)

S 10 ¢ Shielding gas : Ar (0.33 I/s) ]

™ TIG welding : 200A, 13V

S

5

+-=

e 1 -

=

=

° O TIG welding

8 @ Laser welding
0.1 M " r 3 s aaal L " i1 g s aal 1 M L4 i 333

0.01 0.1 1 10

Heat input (kJ/mm)

Fig. 2-5 Relation between heat input and cooling time from 1073 to 773 K of weld metals.
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AU, 1073 K /5 773 K OB EBEE T 200 K/s FEL2D08, HUE 8 mm D1/ A7~
— DT —IEEATHT A, ZOBHEBEEL 10 K/s FRETHY, L—PIEEOMmELEE L
10 fE5LL S DO E72% . ZO I AR DAL — VIR T, IREEA R AR
72T 22T —7 =T AMHRE T 2120, 1By KINOT =T A MERUME LR DB LRI ED)
EOSHLHEEBIC, v T U ANERERB IO A A A MEREE IR CEX A IO KA 4
DS B FT LI DT LD ESNS.

ZIT, L=V RO AEIRHEIZ W T, BMAERRIV LB ERE1T). BELEERIZBT
LER B E O EOIRE FRIE, WEOEEE D 2 NS AT AUT BRI BRI LD
B ERCIERITE, BHL —PE— 2P A XDV NSRS T Th DL — P IREATIE
ZOREATEDEEZ HIVA. Fig.2-6 OIOIZ, FIIREL 0, KO A (mm)o> HERR
RO X #il HIZ BN RESH 720 Q(J/mm)DBREREEEA 5-2 bzl x, R ¢ (B DOITE
D8 Py, 2 WCBTHIRE 5., 0-013kck-ThExbn5 Y.

20 & 2 4 (24 2nh)?
-0, 22 5 exp| LHEE ap(-a)s (0, o -w1) e

7120, 0 5 P(y, 2)DIRE (K), 6, =ik (K), 0, HPIHNRE K),
Q=gq/v=0.24nV/v(/mm), n EHEBGNE, | 7 —IUEHEOEEEER (A,
VT —ItEBEOREEEIE V), v R (mm/s),

A BMREHR (J/mmes+K), & BYEHEE (mm®/s), a® = 2a/gph (a=0.002s7),
a BMEEE (J/mm’s-K), ¢ HEL (/gK), p HE (g/mm’)

MR COBS 2 BT 5854, n=0

Wi S COBHE BT 2555, a=0

Instantaneous line heat source

Q (J/mm) z
y
\ w4
] \ \ \ %
b |
@ P(xy 2
N ‘:hrmm)

Fig. 2-6 Instantaneous line heat source on the steel plate.
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FH2E L — R IBICIIIE T 2T — T T DL

WRERZE T C OB B L OBz B T D5 B Dttt b (y= 2=0) DR BRI

= S (2-2)
At 2mAvt

L7 IR T1 05 T2 ECOHEMGR: 6, ), BEOHHIERE : CR, | 1,13,
q T1-T2

tTl/TZ = = (Tl_ gp )(T - gp ) ............................................. (2_3)
CRyr, = 27AV (Tl 0 )(T2—t9p) .......................................... (2-4)
E12%.

Fig.2-4 31T Fig.2-5 TlX, L —WIREEL TIG EOR AR B L OVHHEIF &G, [FICR
Rz ayhEh, BVYREGGINC BRI AR E R LIZE S 25, T, L—VIRBAZB WL TIG
R L OT7 — 7L RRRIC, B =3 LB — (S U B E DS SR S A ST, ~ 7 a7
BURClII—ROBYSEVEANZ LT3 o Te i AR A R T DB 2 BN, o T, Fige-4 B
F N Fig.2-5 | REN TR N I HIR RS B L OVA AR O BIfR %, —ii7eL —FiRBAC
B DIEHEROHB AR E B IO AR OHEEITHE AT 2013 %Y ThHLE LS.
Fig.2-2 T/RULIZL—WH 77 45 kW, JREEEHREE 25 mm/s OARJE 25 mm O EIEREETIE, IBEA
1.8 kJ/mm &7, 1073~773 K HIDOMHEEL I LOVG AR ENZ 7080 40 K/s, 98 s
CHEE TED. ZOMAME B LOMAIRRNIE, ARE 25 mm BREOEME 1/ SATHEET LY
T =T = IRV RER THHN, TIG i DV NI EREAITHIRABD A
ABNVT —JEEIR E LRI CTHY, EROEHEOGETX, V— P ChoTh T —/HE
EDNTBEN TR HEBRE L7250 TN EWVD T E ARSI,

R O BREFRATIZ I\ TS, BRI EERR L7, Fig.2-4 B LU Fig.2-5 DfEF
T, L—VEEE TIG IABEOARE AR HIRE 1 L O HIFF R O BIR S F—# Lo 7 m
YRESNTZZEND, L— S TIG RO IS 72 b A NZEFRT ThHT
EDVRIBSITC. L— R TIG HCIE, BYRDORES B L ONEAA RN 20,
AL =L — DR/ IR SN AT T A CENBHHEE 2 LD, REBRO EZR]T
—HIBIEHE OBGNRIIFTEMNZFC THHEB R DDONEYTHD. Liehi->TC, TIG %
DEGHEN— BTN 50~60 % THHEFOILTNDIEND, L—HFIEEOEGHHELIZEFLC
50~60 %EHEESILD.

MBI g B A I R EIC B S — e — A, 7L RV OARA IS
IHMEARL, RN 10.6 um O CO, L —HE—ADHA, WIERIT 10 %A IR IR .
LinLe i h, b —HE— LDOWIUIM IO R ERAEIZ L > TEIEL, MR DIEE IR
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1L ESL, REDEEN ARSI T T D E IR ISOIC B35, F70, b—V iR
IZBWTL—HSHE Nox —h— ARSI DE, F—R—VNE Tl — e — A0
SR, WiowpD Wall focusing ZIERANFEAL, MEHE R COWRILIOE IR N2,
F—IR— LINEDOL — ' — MO S BT, F—R— LIBECRT DL — e — 2 Ak
FPNINSL DT, TV a—AZ =R Lo TRINERT FRL Y, F—R— VA CIIRE R
FNZRIL A ELL ERT 5. RS iF, EEOL —PF RO —HR— /L2 M8EL T Wall
focusing FEBIOT N 2 —AX—hRAZEBLUI-T7L VIR E S 2L —kRL, L— 1R
IZBITHE — ALY 50~60 %HIT7edEW L C\D. ZOREFIT, Fig.24 8L Fig.2-5
\ORUT R4 R O G HIRFESERFE R DHEES AL — RO B HRE—E L TRy, K
FEEROPNE I LT - BEINZ U D THHZEDRIE/2D.

2. 3. 2. FEEEMEREAIEEICLDBFEREROMBEL

Table 2-1 |Z7RL7z SS400 FHY Dtz L — Y HRAHZ > TRV T L, Tt @ik
SEWELIAERE Fig.2-7 (R T. Fig.2-7 TIL, AR B OB EOBRE, TIG
EHEOTRAERL O ORL. L— BB OIS E TIG S BOBIITIE HOb Y
ANBDIK I~ T ERTAMERL, Fig.2-7 L TR—Of#RKICZ oy h&ns. Zoih
BROTIRZ, BRI T — It IMEIRFH O X & HAZ fe it S D BIRA RS LTI T& D
ELT=0 N D HE AR (Backward logistic #ifR) CIZEHRIL TRY, L — AT D ABETE
B ROWEDS, 7T — 7D NS HAZ Feiasfl S L REROAM L2 ReS . L —
WAL TIG VBT, WO 2 L2 AR THY, AFEBRTIXOThoiEsE Tl
Ar ZY— VR AELUTHERLIZ20, e @I RETTOHR LR Thd. Lica > T,
AU A CTHIUE, B84 )81, Fig.2-4 BX O Fig.2-5 (RULIZIDNZRITHELEE L7220,
FERA RS B OIS Fig.2-T IORLIZEBY D@ G /R TLEZHND.

L — e R OIS RIE TP O R A AT 5725, Table 2-2 ([ Z/RL7Z5FEMH
DY T ~—UT — I REEA R S1~S5 2L —Y 177 5.5 kW, IABEHE 16.7 mm/s TALT
AL, RSB OIS AE LT % Fig.2-8 |R7. Fig.2-8 Tlf, L —VisEe BB L
O —EBERIOY 7 ~— 7 — 7RI B\ O TBIES I, RFBYE Ceq LAHSDRY
FROVRESILTCWA, L —IREB IO 7 ~— 7 — 7850 AT, FE1 0.33 kJ/mm
FBELU6.52k]/mm THY, 1073~773 K HOMEMFHITZNEIL 1.2 s BEU50 s LHEESHL
%, WERRE N REN — RO TSR OBSILEOD, L— R, 7 ~—U7
— VBTN E OISR TIE, RFE Y Ceq SR ROSITIEIE — RO BHRIC
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500 — T T T
i SS400 |
> (20mm)
8 400 @ Laserwelding
T O TIG weldin
Il - O T
(1]
k)
= 300 |- N
>
I B i
o Welding conditions
g 200 |- Laserwelding : 5.5 kW (multi-mode) -
T Parabolic mirror (f=254 mm)
:t:u i Shielding gas : Ar (0.33 I/s) .
TIG welding  : 200A, 13V
100 PR | =2 & :ucaal PRI | ST
0.01 0.1 1 10 100
Heat input (kJ/mm)
Fig. 2-7 Relation between heat input and hardness of weld metals.
400 T T T T T T T T
O Laser weld (0.33 kd/mm, t 8/5=1.2 s) M+B
L @ SAW (6.52 kd/mm, t &/5=50 s)
Laser weld
Z 300 (-
[==)
o
il
<
=_g AF+GF
~ 200 | :
I
@ — AFsGF
Q
c
2 100
© GF : Grain boundary ferrite 7
I AF : Acicular ferrite
B : Bainite
M : Martensite
0 N ] N 1 N 1 N 1

0.0 0.1 0.2 0.3 0.4 0.5
Ceq lIW = C+Mn/6+(Cr+Mo+V)/5+(Ni+Cu)/15 (mass%)

Fig. 2-8 Effect of carbon equivalent on hardness of laser and submerged arc weld metals.
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o5, Fio, Fig.2-8 HIZIX, TN ENOEESBOI B> CHRIL AR
FHRRO S FEZHFEE LT3, Ceq<0.35 massh, HV <300 DL — WG BTr Y Fa7—7 7
AMEREDBIZES Tz, LTe3> T, b—FEEAZIRWTh, HEEEIC T, B, O 2L,
Ceq % EHIPHICHIE S 228 C, ORI T S % 27— 7 2 T M FRET D1
P BRSO S OIS FTREMED MBS LT,

Fig.2-912, #7253 Y Ceq DLV —PIRES BRI LU 7~ — U7 — U iata B ok
Y. L PR ECIE, Ceq=0.381 masshDIRHEEE T~ /LT P AhERD, Ceq=0.298
massh T7 T F 2T —7 =T A NI E RS IV CWD. WSRO IR 7 =T A M LLIE
7 =2 GA M ART L —MEOMBEABERS DD, T3 % 2T —7 =T MfkE 72> TS
YT U7 VR REBE T DL, L — P EREBOT VX 2T — T =T A NIFEHIC
e > TG, 72 TANTADVIIEE DL, L —V ISR OT v F 2T —7 27 (N3
YT~ OT =GR OT v F 2T —T 2T ARD 1/6~1/10 LleoTRY, AR @i
DL —YEEETY 7 ~—U 7 — VRO R BRSO, BT EIEE A3 Dl ee
JBDMEOAD FTREMED RIBS LT

Ti, B, O & AT HEHEERICBN T, T3F a7 —7 274 MR SN AT 0 DR FE
Y EHIPAAAHE T 272018, FnROL—V e (EEAEL 0.33 kJ/mm, 1073~773 K [#]
DIRHIRERH] 1.2 5) &Y 7 ~—U 7 —riptea | (B 6.5 kJ/mm, 1073~773 K HOHEE
HWHIRER 50 s) OFRERAERITINZ, RABY T ~—U7 — I iaHA R (EHAE 27~84
kJ/mm, 1073~773 K FOHEEHHE 304~1071 s) DT —Z P& £l, RN EBXL
O EIRFREARRR DO BIR A HEHL 7. ZZCHIALIE RABY 7~ — 7 — Vst 7 — 213,
LTI IS T ARUE 40~80mm DR 7 AREDO Ak T4, 1/ A TERRELI- R THRLL
DTH%. Fig.2-10 (2, Ti B = 0.004~0.023 massh, B J2EE = 0.0004~0.0022 mass%h, O j
FE =0.0203~0.0309 masshDEIFHOIERESIBIZIITH, IRFEYEIBLON1073~T773 K [HD%H
HIRF LA DO BIRA RS ZORERDD, WM LICA RT3 F 27 —7 =T A MMk A&
FRENDIRFE Y EHIPHIE, WA N RKEL A2 DIEEIRY BN T 2L 0%, B4R
121, Fig.2-2 IZRLT=L972 45 kW O H 1L —F THRIE 25 mm O ENRIEHEATTH X756
(EHEAZL 1.8 kJ/mm, 1073~773 K [RIOHEEMAIRH 8's) TlE, R &4 0.35 masshLh T
(2, 71 5.5 kW BEOL—HT 10 mm RIOREOEEHEAITO L7256 TR 1.1
kJ/mm LLF, 1073~773 K [OHEEHEER] 3.5 s LUF) Tl RFE Y 2=% 0.30 masshLh FIZ
ST HZLIZI ST FaT7— T = I AMARZ AR TE, SR - mEIEOREES B A 155
ZEDHIRFTES.
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Ceq

(mass%) Submerged arc weld Laser weld

0.233

0.247

0.278

0.298

0.381

Fig. 2-9 Changes in microstructures of laser and submerged arc weld metals due to carbon
equivalent.
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10000 ¢ v T T o | " T

— F P : Pearlite ® . .
» - GF : Grain boundary ferrite &  Ferrite + Pearlite

| AF : Acicular ferrite .0 SAW
e B : Bainite 100 kJ/
o 1000 £ 4 artensite . g
< 3 ¢ -
b F @ F+P (slightly) o 30
b} - (O AF+GF(slightly) : =
R 100 £ @ AF > 10
- - @ wm:s ] .0 QOO O °
o Acicular Ferrite +
£ i : o Aci .
- 10 & o &  Grain boundary ferrite
() . a ! J
E Ferrite N Martensite 1
-l I : N + Bainite “Welding
.E 1 B N (D —0.33 kd/mm
© s
8 Ti : 0.004 - 0.039%

3 B : 0.0004 - 0.0022%

01 L 1 N 1 N ! N ]
0.0 0.1 0.2 0.3 0.4 0.5

Ceq lIW = C+Mn/6+(Cr+Mo+V)/5+(Ni+Cu)/15 (mass%)

Fig. 2-10 Predictive microstructures of weld metals containing Ti, B and O with function of
carbon equivalent and cooling time from 1073 to 773 K.

2. 4. %R

RS DL — Vst R AR RIT, SR FRIREIE LT, MmAREE, bR L U%ERRIC
DUV TIRELTCRERZ UL FICEEDD.
) L—VEESROMET A7V EITALIFER, L—F ) 5.5 kW, WEHEHE 5~83.3
mm/s DFAT, 1073~773 K HOMELTREE I LB HIFFHIZ, £ 70~1200 K/s, £ 4.3~
0.25 s ThH-o7-.
2) L—VREABOBHEE B I OMAEIRIL, W@E 07T — 788054 LR HEALA
PRHTDDRIE — L L% — (A [T L C RS Gt Z2 R~ LTz, 20
FABEDD, L—HH 77 45 kW, VRBEHEE 25 mm/s THRE 25 mm O BIBREE I T-7256 DR
BAJRD 1073~773 K BOWELEE B IO HEIRHEIL, £ 35 K/s, £ 8 s SHEES .
3) L —HRBEICBIT BRI, TIG 7— 7L ZIERIC THY, 50~60 BFEEEHEESIL
7-.
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4) L—HEEGROMIIX, TIG 77—V RHEa R OIS LRI C AR NBRD R L Gl
A O EEhNAAR (Backward logistic HifR) &2 7RL7z.

5 L— YIRS ROMSIY, RFEYE Ceq E—RBIEOBGRERL, Y7 ~—U T — ik
&3 & LR CUR EIREE AN DR A K E o T2

6) IRAZ BHRFELEE DL —FIERECBW T, ISR Ti, B, O ZIIIL, RFEY &L
WIEFPHI SRR T 5201285 T, 7% aT7—7 27 MR ERDIERS B 2155 Z L AN ATRE
Thotz. Fiz, V=W REERTOT X aF—T TN, VT ~—UT — ISR DT
X 2T —T =T AN TR Lo T

7) Ti, B, O &8 THREEBICBNTC, 7T3FaT7—7 27/ MRS A IR E Y &
HIPHIT, HENEEE OB Lo TERY EMNTBATL, H/7 5.5 kW BREEDOL —HC 10 mm A
DOWIEDIEEEATHI I A AN 1.1 kJ/mm LLF, 1073~773 K R]OHEE R HIFEH]
3.5 s LLF) Tl&, 0.30 mass®%ld T, 45 kW O EH L — THRIE 25 mm O B@iREE11o59
7256 (AR 1.8 kJ/mm, 1073~773 K MOHEE R HIFER] 8 s) TIE, 0.35 masshlh FEHE
ESTz.

24



FEREE L —WIBIEI I 17 B B AR 15 OV Er B
FIE L—YAEIZBIT5AESEABMEES IUOEHMHIE
3.1. #%E

F2FTIX, V7 ~—UT7 =R RICL —FIREEI TV, 73 F a7 —7 274 D4R
\Z A7 e S BT i (E7R#H D [RS8 Y B R DR B IC WL, bL— Y iaEo
AINTHT T FaT7—7 2T RO BN GON LT La R LT, ZORRE 2T
TARFETIE, EEOL —VEET v ACBWT, TUFa7—7 7 b EROME 155 T
EERRIL, TOMRERGET .

—MRIZT v F 2T —7 2T A N EROEER B A 15012, B ITIRIREIME N S
%37 T4 F UOE fiE DL — LPEHE, LPG, LNG ROMHEE JAEE72 X Cl, Ti, BZUSIIL
TR B A3 5V 7 ~—U 7 — 2Nl S Qg P92, Zuckt L CL—PiaRs
T, =BT 47— L TUA Y2 T DI EENEIMERSIN T DD, (T
A, IRE) Z A L7220 BN — R T o T2, H 7~ —U T — D SOV R
DREBUZ Lo TREMII A B A T T 5 R IO EVEHAI IV TRV, L LR
5, =PRIV T, IS BMRE TS 27— 7 27 b HROMRRE 75729121,
RN T VX 2T — 7 = T A NDERNE L T2 DI R I TE % Sy S DT E AT
BY, FOT- DI B IEEREEL L, D OSBRI T, BAREOVETHELIRINT S
A Vi oY

R OO L — PR BEC BT, Ti, BAREDOEETHEIL, Tk nEs
AT 52 ClRtEE BT O G A ELZTEST LN TRETHD. LnL, e ROmE =
(ZDWTE, — MBS OFEZR &35 10 ppm BRE THHZLEEX DL, T FaF—T =7
AMERIZ I E SIS 200~300 ppm DEEFREETHITIE, L—FIEEPICEECR IR
WINT DFAENLEEE D, 22T, =PRI T2 — VR 2 BEER A IR L
HeLTe. LWV, SR OM LA IET5HAYT Ar, He 728 ORNEMHIT A
B NRHAE LU TR 22803 %L, A — VR T — IO IONTEET A G Tl A
WA — VR ATAEUTHERT BT EALE 72\, ARFFETI, BiRE S TRA T ALY —
NWRFAEUTHERL, L— R OUsile @ o 7 AU L0 et e R I s A N g
LI EE L.

LUTFICARTETIE, L —RECBIT2EES RO S LA BEL T, BB
WAMET 72D bT v F 2T —T 2 FAMEEITHOFEEL T, Ti, B Zi E SISt C iR
RET— VR AEMAEE T —VPEEL, BHEeRTICT v Fa7—7 =7 A MERMEE D
FRALI BN E e 2 E TS DT LB R, DA NMEE MR LI AERIZ OV TGRS,
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3. 2. #HEMMEIUERAE
3.2 1. f#tamH

Table 3-1 (ZHHERSH DT~ . BRI L3~ TSR 2 CRTE DA OSSR
(VBT 1%, FAREAEL S CHUE 7 mm ECHEREL, S5IZFRE AN T2 &> THEIL T
W= 6 mm EU7-. SO EFHERIS, 2T TRONIZL— RS RORKE Y &I/ afl
FEOBIUR G, [RABDL — AT BT LT U A NERERBL I LT F 2T —T =54
MERIZI# 5 &5 2 B IR B (Ceq=0.30 mass%h) L7251 L7,

AR CT o X aT7—7 =7/ MERBBEE L TRV 2 TR T DT 1 B e ST
2 T XSRFICTOWMTH2EE0, T IINONRAFES 5720 Ti &% Ti BRI
(BP1:Ti=0.001 mass%), 0.012 mass%(BP2), 0.020 mass%(BP3, BP4, BP5) 228k &8-7-. F7-,
B 1ZIH v BEFUTARATL , BRI R —H AR TS D ZETLVRIR T = T A SORZA Rl il
TR RAATDHZENEIHI TS W98 L — PP BV T IR S B T F 2T —
7 =7 AN EROMERE T DO IZFERRD DR ENE D E OGN T 5720, B RN
(BP1, BP2, BP3:B=0.0001 mass%) & B %/l (BP4:B=0.0031 mass’%, BP5:B=0.0058 mass%) Dz
T AT,

3.2 2. L—YBEAEPIVEERAE

Table 3-1 {Z7RL7=5FEDOSA, AUE 6 mm X fiF 100 mm X £ 300 mm (ZHITL, fEH%RE
FHNARIKR L TFE—RD CO,L—F KL TAERER 300 mm O EB\AVINT ARHEALT
o7z, Table 3-2 ([ZL—WIREESMA RS, O — /LR AT He BEL He-O,IBA N A% W,
O, IRA LA AR /332 LT 0~20 %D T (b, T — VR T AHD O, IRA LR a1

Table 3-1 Chemical compositions of steels used. (mass%)

Markl C Si Mn P S Ti Al B O | ceq
BP1| 0.05 0.53 0.86 0.004 0.005 0.001 0.023 0.0001 0.001 |0.193
BP2| 0.05 0.53 0.86 0.004 0.005 0.012 0.023 0.0001 0.001 [0.193
BP3| 0.05 027 1.10 0.001 0.001 0.020 0.017 0.0001 0.001 [0.233
BP4| 0.05 026 1.11 0.001 0.001 0.020 0.020 0.0031 0.001 | 0.235
BP5| 0.04 026 1.10 0.001 0.001 0.020 0.028 0.0058 0.001 |0.223

*Ceq=C+Mn/6+(Cr+Mo+V)/5+(Ni+Cu)/15
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Table 3-2  Laser welding conditions.

Laser power | Welding speed Shielding gas
(kW) (mm/s) O, content (vol%) Flow rate (I/s)
0
8.3 5
>0 16.7 12.5 05
20

/fﬁqjmﬁéﬁ%%@%{%%éﬂﬁbf: VR H AL, Fig.3-1 1R SICHIRE DD 8 mm
DOESITEE LZELE 4 mm O X5, L—FE—A LRI 0.5 L/s OFETHi LIl
7.
BoNL—FIEESRIL, BRERLT,

LV uRRBIEE, MEM ST LN v e
—EERRBR AL, L — IR R e
DIBETB T O M 7L TIXIEM e ik B
HETDONRRE 273D, Fig.3-2 177 H
2, WHES BRI ST b mm DT 1y
S ROREE B A 0 N7 57 f—IEIC ) Laser beam

DIHTL, M OiRFR EE T vy 7 F O
BIRFE T RO R PR A K Steel plate

7= A RO/ o/, A X—
F o KO BUH U T A e AR & Fig.3-1 Gas shielding condition.

Nozzle
4Ammo)

Shielding gas

[0]lw= _([0];-[0]w) +[0]s

Vw

Vw : Volume fraction of weld metal

[O]w : Oxygen content of weld metal (mass%)
[O]g : Oxygen content of steel plate (mass%)
[O]+ : Measured oxygen content (mass%)

Fig. 3-2 Oxygen analysis method for laser weld metals.
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2mm - V notch

\ 0.5mm - side notch

N\
5mm
i
|< 55mm %m

Fig. 3-3 Notch location and dimensions of the Charpy impact test specimen of the laser weld metal.

DEIEELUTZ. O — VR TR L TR BRIV e Bl L OVREE S B 7 oo ¥ —
PYEEMERT D720, ISR TEER RO OHTIE, R 300 mm (23 CTiR42BRAA) S 30 mm
BEO 270 mm ONED 27 FT TITV, AHRRBIE T HEBIAAALED D 30 mm, 150 mm FLT}
270 mm ONLED 37 FT CiToT. HERIR P OIEMINZ DWW T, EAAYE - BHEE (SEM)

(& DB LU L — 43 HO X BT aEE (EDX) IZ R EMA a1 o7z, v’ —
R, Fig.3-3 1R d0I, L—VEES R IRIZ2 mm-V /vy F 28 AL JIS Z 2202
4 FRRE D N—T7 A XGER T (1 5 mm) ZHEHL T To70. 7ods, L —IREEGRIRIE KL,
B 20 B LT B BRI O B U S R~ D BL S, 3725 FPD (Fracture Pass
Deviation) " M EC B2 H DT80, 7Bk O I AR S BTN -C 0.5 mm ESDH
ARy FEILL, BinsateBNatERT 550Uz

3. 3. ERERLLIUER
3. 3. 1. U—IILFARIZKSBEERHANDEFRRM

ik BP1 ZRIAfEL, L—H ) 5.0 kW, 85 8.3 mm/s 3L 16.7 mm/s D254 T
O,1RAEEZ 0, 5, 20 vol%D3FEDY — /LR H A% W CEIBIREZ T T2 — P4 /D
fedi 7 Fig.3-4 (g, Fig.3-4 121, HREBLAALED D 30 mm F8L TN 270 mm D24 Frd53
Wit Rz ORLTZ. ZORERDD, —HRBEIZB W T — AR TR O, ZIRAETHIE
T, IREEA R PICIRRE IR DI ENATRETH LN 0D, Fiz, TEEBREAH D 30 mm 33
O 270 mm OB TOBZEIIZLEALE ENRNZEND, IBHEESRTIRE —COMEER
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Lo TWAHEEZLND. IKESRT
DERFEIL, > — A RAARPD 0, 55%
DML THIL, FT-EEER D
R CTHHIFE EL/2oTe. O, IRAHE
Db E Y He—20 %0, D — /LR H 2%
fEFL, 8.3 mm/s DOVEEEHEE TS
B, WA R T O EIE 0.04 mass%
FTHINL, 7 ~—UT7 — iR Y
TT v FaTF7—7 =T A MERIZ I & &
% 0.02~0.03 masshLA DRSS VE R
M BZENRFHETHAHZEDHLNC
TpoT-.

Fig.3-5 1T, MAR BN I HL — U
P& B ONTEY % SEM I X0BIERL,
Z DA FHLTfE R A T W
#E, SEM ITEDA5EE 10000 fi5 THZL
T2 (#9 9.3X 7.0 pm?) Z 200 FREHE
2L, ERIROBLH LB TE b DD

B AL STV OFELL TR,

Fig.3-5 (ZI%, g L TH 25 Table
22284 ELORLEEY T ~=—U 7 —7
R (L — 2R L7 ~—
VT — R E) TRIBRICEHRIL 79
EME AR, ZORRNG, L—
PIRBEEBIZB VT, BREEOIINC
P TITEM B EEINL, B2 & 0.02
masshPL FTCIEY 7 ~—T 7 — Vb
ERIVL DN TEMNFAET H L
WD, Lizio> T, L—IEHERICE
WTh, BEsEE

3% 0.05 \
g
= 0.04 | o

s o

© Welding speed o’

S 0.03 = =8.3 mmz’s‘ R

@ **

Z 002 R

= Welding speed

-g 0.01 =16.7 mm/s

3

&

g 0 | | 1

C>)< 0 5 10 15 20 25

Oxygen content in shielding gas (vol%)

Fig. 3-4 Relation between oxygen content of

weld metals and shielding gas
composition.

(X10%/mm2)

10

Number of inclusions in weld metal
P

&

*
Laser weld metal +*

o] [ J
IR Submerged arc
. weld metal
O‘ (Mark : S4
in Table 2-2)
| | |
0 0.01 0.02 0.03 0.04

Oxygen content of weld metal (mass%)

Fig. 3-5 Relationship between oxygen content

of weld metals and number of
inclusions in weld metals.

BALIZ— NIRRT RAAE T A28, WS EOmBEEZIEINSYE, 7V

F 2T —7 2T A MDAERIE LRV ERI T D e R T S B S T 5 T Lasv]

RECHOLTED RSN
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708, O IBAEHT A — VR H AL THERLIESE1E, e —RRmB L OVELIZER L
\ZXDEENBERSNTD, WARTEIRD AL LA S\ 207 a—rR— /L7 E DYEE K
WIS T, MR BA7REEE — RGN, A BB WSz,

3.3. 2. TiBMEMDBAIZERT7OF15—ITx5MMER

2RO SR BP1, BP21Z, 100% He BX U He-20% O, F A% — /LR A ALL T, L—HFH
5.0 kW, ¥HEHEE 8.3 mm/s THIBEHEAI TV, 130T — Ve R O 7 BRisEsiika
BIERUT-RE % Fig.3-6 (ORT . WSROI/ Rk, W NORESRIEC BT, IakE
BRLARLE D 30 mm 235 270 mm OFEFHPNIZISU T, IEBERIT A3 L UWIE S RO FLOAL
EIZBWTHIZEE—ThoHERAET-. Fig.3-6 Tl, LA D 150 mm OALEIZISITS
W Jei oI 7 vk z =4, 100 %He 3 — /LR H 2% - AKEE#E (0=0.0032, 0.0025
mass%) DR TIX, BPL & BP2 DUWT HLOHIR O R RIERD AT MifkZ 2L
=DIZKRIL, He—20% O, —/ VR A% =R 56 8 0.035~0.038 masshDiEE4 & T, BP1
& BP2 O T/ afiifki 2250 VAU T2, Ti SISO BP1 SR OIRE4 R Tl IKIEEOSE
ERERIC AT ANERRE /2~ T273, Ti 2L BP2 Siltk D4 8 ClE, v BRI TERL-

Shielding gas : He 100% Shielding gas : He 20%02

032m_a§;3/07 W
B> 757 T4 I\ p

Steel
: BP1

Ti
=0.001
mass%

Steel
: BP2

Ti
=0.012 |4
mass% |z

Fig. 3-6 Microstructures of laser weld metals.
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ERBIOIHIZR T 2% 2T —7 =T A MRk BIES Tz, Fig.3-7 (O FsEaEic L 5
AU T- Ve B O 7 oS R L2273, Fig.3-7 HIZRLTZIGBF ], TUBJEB X UMAF]
IXEEI, By BRSO A R UTZRI AR 7 =7 A~ (Grain boundary ferrite, T 7 =7 A heHE
), [RICLIH y BIFPOAR LT B~ AF Ak (Upper bainite, 7 =7 A M AR 7L —NMaL b
) BIX Ry RINTEAKLTZT %27 —7 271k (Acicular ferrite) 279 (LA FAG®H LD
B CIEFRICI SAE AT 52889%) . BP2 #illiia: He—20 %O, — VR T ATIEELI- 6
\ZT v FaT—7 =274 MAREDMENIT 52800, Ti 2L SR Ty ¥ad—7 27
A NI SIS, £ T 2RI/ T X 27— 7 =7/ MV ER S VAR &
DOLEVMEIE, 0.01~0.035 masshDFIZHDHEE 2 HIA.

Fig.3-8 12, He=20 %0, > —/V R T A% U et B I BIEZERS UM TEW D SEM 8142
BLOEDX #THERA T~ 7. Fig.3-8 @ SEM 4TI, Ti IRINOA 2L CTREEKRRONMTE
MIERIDT 2% 27 —7 27 A MERURBEIZZENBIZES N, Ti ZEINL7T2 BP2 Stk OvtE4e
\ZBWT, IMEBSEHIRICT > F 2T —7 =7 A MIMERRL CODEE 2N b=, SEM &

GBF : Grain boundary ferrite, UB : Upper bainite, AF : Acicular ferrite

Steel : BP1 (Ti=0.001mass%) Steel : BP2 (Ti=0.012mass%)
100

80

60

40

20

Microstructural constituents (%)

He 100% He-5%0, He-20%0, He 100% He-5%0, He-20%0,
(0=0.0032 (0=0.0112 (0=0.0383 (0=0.0025 (0=0.0105 (0=0.0357
mass%) mass%) mass%) mass%) mass%) mass%)

Shielding gas (Oxygen content of weld metal)

Fig. 3-7  Effect of shielding gas composition on microstructure constituent of weld metals.
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SEM image EDX analysis

Fe
Steel : BP1

Ti
=0.001mass%

@]
=0.0383mass%

Shielding gas:
He-20%0,

Steel : BP2

Ti
=0.012mass%

@]
=0.0357mass%

Shielding gas:
He-20%0,

Energy(kV)

Fig. 3-8 SEM images and EDX spectra of the inclusions observed in weld metals.

TBIERSNIZAEWO EDX S3T#E R CIE, Ti BERINOERE S PO RSh AN EmL, 7
2x 2 TF— T = TARDEREELITR0IU N AFSi-Mn RO 1O 0 THHZ LI RENTZ. —
75, Ti BRI R RIS VA ITE D AT VNI Ti OB —2Z3 RHE L,
TH 2T —7 2 TAMERBEE L TIRANTEERE T Wb TvD Ti 25 e (Al-Si-Mn-Ti
R EBAbE Ri2 3 LM TED.

LU EDEANT, =R ASOBERINC L > RS B BELZTRNL, TI #5848
TAEATR A LB BE D LICE-T, L—FIRBEC B ThH IR B I T
X a7 —7 = 7AMARRZE R T DI ENFIRETHDIEN DI -T2, LINLenD, Fig.3-7 O
o B LR T, R B T OB B OHIINT Lo ThIR T = I A MM B [7338
DO, EEEBORINER EEWHYBLSIZI W TR TREIR E72 DR 7 =7 A RO
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R TXARUN. Fig.3-9 T, BeZEN 0.4
B AL —VURBEA R D Mn, Si 2
DIHTEINORFFD Mn, Si JREA 7=
LAINT, L—HREEIZED Mn, SifE
OB EZ RO - RE2 . 2
DFERNG, A E P ~DBRETR
Mz E> T TFE THD Mn, Si =
FEDAK FAEZE /2D, —4D Mn, Si
DIREE R T LS TRAZ 7 0.0
éCTJFu”fléﬁf::&ﬁ§ﬁ<U§§ﬂ5. L— 0.00 0.01 0.02 0.03 0.04

S bty i A e o . Increase in oxygen content in weld metal
FIBAR A DT 1 AT i
BT 5H T Fig.3-7 1149
BRI L L 1TV A B T D Fig. 3-9 Effect of oxygen addition on Mn and Si

o contents in weld metals.

FT 2T A MR AR &0 L7
DI, (KRZ Y BEOHR A FEHL-Z
ClTNZ, BRI L TEEAIUEZ ED D ITE THD Mn, Si BN LIZZ 2L 5bnEE
2565,

0.3

0.2

0.1

Reduction in Mn and Si content
in weld metal (mass%)

3. 3. 3. BHMICKAHAIISADIHBE LVEET X 15—7514 ML

L — R R O ED7=D121E, V7 ~—T 7 — Ve R S ERIRR, R T
FAMBEIR EEA_AFA DA EIHIL, SRR M7 > X 2T —7 =7 A MAMK
ETHIENFNEBZ NS, KR =FA O IT1EEL T, B@ItR NN LSS
JROBEAGUIER 380, FHIARFTEDYS G, BEFRININOSRARE T D7D 1 Z R L DB
MEVY Ni, Mo, Cr Z2EDA@ICRIINDRIRINIEE 2 DD, LnL, ZIWHLDEBIiR Dl
R~ LT A MR A RS E DI LT, METRE ISRt RIRINED
THENNEL S, $pbh, ZOFETIE, L—IRBEOH ) H B2 L DS, S
Lo THIR D B2 D80 2 Ad F 9505, HDWITEE 7 47— M O E TR 5728 O Far
TN AN TII . £2C, 22T, v RO B ORITIC LRI 7 =7 A ME
FRATHIZN IR 1 9 OLF 525 E 2 7=, B DIFHTICE > TEELEIL TR y R34
HUBFED v — o BRED AR A ML TORMENEL, MTEMN LT AT v FaF—T =
FTARNDG EIR TR T =7 AN BT D728, MIRARIR T =7 A SOMBEEA 2 i 4 Sk
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ZIERCT 5. Bldy TAALEL Ty KIFUTRIT 228 Ty FERAO =1L — 2 RS T 548
AL, BT 27 AND LA 8RB B D728, EROT —/ipie R Thb T v F a7 —
7 =T ANEROFRRAEATH T OIS D ZENR L.

Fig.3-10 33X OV Fig.3-11 12, B WINE3/KIEOFHE LN O, IR A LRI K HED T — /LR AT A
L, TR 8.3 mm/s DG CHAEAT> TRDILc L — s B oI/ ikl &
O IREEA R O LLRE TN ZTURT. 100 YHe O — VR T AT, RO
FEIL 0.0050 masshATHERY, T FaT7—T =T/ MNIUFEAEARSNT, B AF Ak
FIROFEFE 7272, He=5 %0,, He=12.5 %0, DI —)LRH AT, IR ORFARITEN
Z10.018~0.020 mass%, 0.035~0.039 masshE72V), 7 ¥ 2T7—7 =7 MERSER ST
73, B 2L 72WGAIZITRIR T = 7 A R B L EEHA_A T ANDO AL D HILD. B TN
DRI T =T A B IO LEHAA T A FOMHIZIFITIAZE THY, B IRINEOEIN > ThE
AT 2TANBIO EEASATAROEIENFDL, T3FaF7—7 27 A SRR 805
FED EFUE. BUINZEDRINT =T A REEBIZ EEASA T A NERRD B 9501, HE

Shielding gas : He 100% Shielding gas He 5%02 Shielding gas : He-12.5%0,

.0= 00040mass%§gf_:.‘ \ “O 00191mass% s '.'-"'_ 54 ‘O 00350n:|ass°/o {
. e AN ; ' ._._ ¥ il _. L e

o

R

Fig. 3-10 Effects of oxygen and boron contents on microstructures of laser weld metals.
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GBF : Grain boundary ferrite, UB : Upper bainite, AF : Acicular ferrite

Shielding gas (Oxygen content of weld metal)
He 100% He-5%0, He-12.5%0,

(0=0.0040-0.0048mass%) | (0=0.0178-0.0196mass%) | (0=0.0350-0.0390mass %)
100
£ 80 0 .
o
2
c
S
£ 60 —
w
c
Q
° o
©
5 40 = —
3]
2
®
o
S 20 - -
=
o L B

1 31 58 1 31 58 1 31 58

Boron content in steel plate (ppm)

Fig. 3-11 Effects of oxygen and boron contents on microstructure constituents of laser weld
metals.

NAT AR T =FANEFRRIZIH vy BN OEAERKR T D (7 27 A M AR 7L — O RE
1ED>, HKIRRIR T 2T A e y DR EHSAFANEREO A RS L CTER T 57295 T, B I’
(ZEDIH v RIRDD DO ZEREINHIN R LRI T = F A NMERROIHI O W 712 &> TRAF A NEHE
DEVWEGHBADLIZLDEEZ HND. £T2, He-5 %0, 3 —/LRHATIE B iz k> TUREESE
72T HaT—T7 =T A MARRBFO N DIZHKIL, He-12.5 %0, > — /LRI ATIL B 2L T
HFARR RO 20~30 %% HODRIRT =T A SOAREIHITE2 . 2T, ERIOBRRZE RN
(1285 T B OB EEZ ST AESRE U CHEYE B IREMMETL, [Hy RIR O B IRENSRIRT =7
ANDERZE LIS DDA 37 B L 7o T2 2B 2 b,

P EDINT, b— R TIEREUSINUBS e 7 % 27— 7 = 7 A Mk 35120,
Ti BEUB O T OTIMNIHRIITHLZENHDI G2 o7, IHIZ, T > F2F7—7
FTANFEROFMERAIFHIZIE, FRFEEIB LI OB &% Fig.3-11 1 IRUIZ IO i ERPAI SR 35
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VB HZEH N7, 7“/%:5—7;?4%%& TR Ti, BIXELICEER DB
FIHDOFRN TR THY, BRI B B ERPHIL, W E T OB bSR3
HHDEEZ HND. ARFZETHIZIINL TWDIeEO R CTERZE L OFFI /1 DRV E DI, Si,
Mn, Al, Ti, B CHAHN, EIENDBAHOARK A HE=RLX —IT, Fig.3-12 (TR T LI

~400
2Mn+0, = 2MnO

_500 B “.--.'l S|+O2 S|O2
oy “--.--n---.-ll' 4!3B+02 2{38203
O -600 pansreret™* 2Ti+0, = 2TiO
._g_ /
2 413A1+0, = 2/3A1,0,
o -800
<]

-900 |

-1000 - - : .

1500 1600 1700

1800 1900 2000

Temperature (K)

Fig. 3-12 Standard free energy of the formation of oxides expected to form in laser weld metals.

OFEAHEORETIE ALO,—TiO—
B,0,—Si0,—~MnO DIETHIZ/RDIEE
R&ELpD O o TzNbBOH TRl
e bZ AE LT VDT AITHY, &
FUTHINT Ti—>B—Si—Mn DJIEIZE L,
W BT A2l %, Fig.3-13 101
BERO Al L O DR AI/O &7
X a7 —7 =27 MR RO BIRE R
3. Al/O>1.13 OFiFH, 9725 ALO,
DAL F BRI LS HE~T AL 23]
ERDHPATI, T3 FaT7—T7 =T
INERRSIIRNZEDRN DD, ZORER:

[AIJ/[O] = 1.13
100
S
L 80
<
@]
S 60
je} a
S 40[ :
® :
E 20} :
5 :
> O 1 1 L 1L 111l : L1l
0.1 1.0 10.0

[AI)/[O] in weld metal

Fig. 3-13 Relation between ratio of Al content
to O content and acicular ferrite
volume fraction in weld metals.
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L, EEGR P ORRFIT~T Al L Free O content (ppm)
AL TALOZIRLT-G AL, 7T F= 300 200 100 O
F—T =AML T T E o %0 ———
SEBLMIRENRNEDTYR o 40 b

2 F— T =TRSO ST O

Lo ALOT U FaT—T e O SO

AR L TIE LA PR 70V 2 b % é 20 L

REL TS, —J, Fig3-13DAI/0< g

08 ORIANTROENSIIC, B 5 |
TEEEANRREC ST TV FaT—Tx — 0

-160 -100 -50 0 50 100

TA MR T, Zo—KEL
Free B content (ppm)

T, BAEIZ LD EE B ORI DIE 2 B

5. B OBALINEL Al->Ti— Fig. 3-14  Relation between estimated free boron
BONRIC =5, AL TIORIEE contentand gran boundary et
TR L= b s BRI D E B Dl

EDHETTL, RIS = F A M2 202

72 B ENRNETHIENEZONS. £ZT, {bFEmbIERE B & B, 2R TEERT D.

B, = WNBH#E - 1/2.22(0 - 0.89A1 - 0.33Ti) (mass’h) e+eeeeeeeeeseececenns (3-1)
TZT, 2.22, 0.89, 0.33 1XZFNEN, B, Al, Ti 28 O HFEAL T B0, ALO,, TiO 2L 7=
AD 0/B, O/Al, O/TiE R THD. T70bb, WHEAETO ALBIOTi NERALO,, BX
O TIO &7po72 1212, REIE7-72 O 28 B EFEALT B0, ZTERL, [EfE B 24285
Z7-. [EIA B & B, SRR T =T A MARKEERO BIRE Fig.3-14 (™ d. [EIR B 823 0 LAF,
TR BEEREDEFIL 2> TRFURITLASS B ENFERITDR R85 T, hift7 =7 Ak
DIERAE PN TE RN ENHLNTHD.

3. 3. 4. HABMEILICESL—FEEEOHMR LR

Fig.3-15 \ZAMFE CRLNIZ L — PR B O AR o T A& N—T P A X LTl
HEERER (- LA SRS SRA 3. 72, Fig.3-16 (S OISR RA S RO T Y 2%
27 —7 =7 A MARR R EIEVE — MR B virs ORISR CREIELIER AR T,
Fig.3-16 Ti%, Al/O<1.13 L7 bia B B L OG- DX TROLNDEVA B B >0 masshe’n
DEEEIB DT — 2 KB Ty LTS, 7ok SWEDBIRE AL, 73 FaT—
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7 =7 A MERRD LEZED EUNEE Vs 23 40

BN IR R L, HLRT =51 He-12.5%0,
B e RIS B......(0=0.0350-0.0390mass%)
LN A A MR LR B N ok T—

EVTrs DE<EIEL LB THHZ L
DSEHREICHIAL TG, FRIZ He5 %0,

vTrs (°C)

. p He 100%
— /LR AZEAFE L 0.0030 masshFEHEED \ (0=0.0040-0.0048mass%)
B ZWNINUT e 8IE, Al/O<1.13, -80 > He-5%0,
[ B >0 massOREPIA I 2 LIZIE o 78-0.0196mass%) —dr
GenT RaT—T=IAEEOM gl Tkl
fkE7p o722k, vIrs<-100 ‘C& 0 10 20 30 40 50 60
Fih i\ IR T b, L— Boron content in steel plate (ppm)

SRR AN -3 P R —
PRI ORI T %2 Fig. 3-15 Effects of shielding gas composition

— 7 =T A MHAR LI KO8 TEn El and boron content on toughness of
MR D LSBT TR o . H52 laser weld metals.
20 P
0 .&;
20
O AL Al/O<1.13 | AIO=1.13
9./ -.40 :— I.
" | Y Free B>0 O A
= 60k
> ! e, Free B=0 o -
-80 A
-, Free B>0
100 |,
120 R

0 20 40
Volume fraction of acicular ferrite (%)

Fig. 3-16 Relation between acicular ferrite volume fraction and toughness for laser weld metals
with various Al/O ratios and stoichiometrically free B amount.

BIIBWT, VT v — U7 — S RIC L — PR AT L TEL N L — IR RO
TIHXaTF—TxTANE, Y7~ —UT ISR IDB I (7 =T AR ADIEIET 1/5
~1/10) THHZEAEIRUIZN, RKETIE O, IRET— VR HRIZIDL — LD FEREZ:
FIETY, RO T > % 27— 7 2 7A M E RO ES B SO, 7T —7aiE
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[FIDEN IO JEIMEONH T L2 FRETE .

3. 4. #EH

U — VRIS U DRSS RO B E BIEL T, Ti, B IRIEARE O 0BG — VR
AERIC LA B DT > 27— 7 2T AMUIZ DWW THRFIEA T T2 /6 R, AT DZE
BAS)NI o7,

1) L—HPIEBATRWT, He 12 O, ZIRE LT-— VR H A% 42 L CIRBES B~ DlkE
DTN FATRETHY, He-20 %0, DI — VR H AL > TT —ZiEBEEFIL~10 0.02~0.04
masshREE DIEE BEORHEE B IFOI-.

2) Ti ZWINLTZERIZ O IRG Y — VR T AZATHL TU— 21T, IR mH#EL
W3 2&, TizETe Al-Si-Mn-Ti RO ZEIORS I, B E LTy X aT—
7 = TANPERRSNDZENHLNI 2o T.

3) WHEERPIC T BIOEMER LI BAIRINT 22T, BT =T A ML DS 4,
T FaT—7 =T A RO SN, FEZ, He=5 %0, —/ /LR A AT, 0.02 mass%d Ti,
0.0030 masslAh 0D B ZIRINUT-Sith 2t 28, e B E B2l T > F 27—
7 27 A MifkE 7o T

4) TV FaT—T = TAMEREMAEL, 2> ORI T 2T A MEREIIHIT DI, Ti 2 & T0HR
{EMDIEEIH v RIFUARATUAFDEE B DAFAENLETHY, Zbaii e T D akato
H2Z2L LT, Ti R WO TERIC AL Tl A/O<1.13, BB OFEFEIZEAL TIEB>1/2.22(0
— 0.89Al = 0.33Ti) 2T DI EN NI THAHI LN RS,

5 L —WIRESREMMET VX 2T —7 2T AN EROMRE T LT, IEME— Mtk
EBRREE vIrs=-100 CERLENT IO RGO,
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FAE ILIMARSYBEICE TS5 3 EEEABMELEIUE
e

4.1. #8

F2EB IO 3E T, IRAZBDIREFIETHAL —FIRBAZR W T, B8R ET V%
27 =7 2 7AMER LT 5282 Lo TR b A RIDZ LA MR LT, AR I ONRODHFHSH
T, RABDERFIETHLTL VN AT T R G, BHERROT X aF—7 =
FA N LA LOVEEIME L ORRET A 7.

A, IRACRUR, 44 d BEUENZRE OFR T BRI FEDO—BRE L CHEBE /L AN SRR
SNDINTIRSTZD, ZIHDEEEE /WL, HAEIED KA SACEEBIZREAN—R, 7
AR, RT NI h BESE, BEERGENEM T 2LV R 5. DT, ML
IO LT DR I, MRS AE R TR ~ B KRB IR DA ER 957 — AN
HESND. ZOIORBREREEY TIE, BRI KRR e & CRIERS AU st EmkiE k-4
HRIFELT, FE—REHETINZ T, FEMZ DL O DIEHEA TR Th PN sk S
NADINTIpoT-. EEEE AT OMUER Y7 ZARETIE, HUE 40 mm 2482 2 58 - IR
WAMEFHSINDT=D, BLERIROBLENORABD YT~ —U 7 — IR LN L 7R
TEHERODIG. RABEEENIY, WHEERIBLOBGEH O ik S R L3572
D, SIELILNTEETHY, HEKIT VE, =27 J 72 4T J FRE ORIMEELR 2% T 7.
LLARND, IT4E, 205972 R ABRBEERIC 38U N Th el R~ = T E DB DB i B
INBLREND IR, VEBEROSIWEEERESR vE, =70 JE3 57 —A0Ei, ZIUZHL T,
RANENGEREE O M ZR IR CE 8 36 L OVREA RS S T& Qg 29,

RSB OB LICOWTIE, B 7S F 2T —7 =T A MARZ TR T2 07150,
T =T — IR 10000 2 25T — I R ER L OB T — oV 0 TR
HWHIN TS, LinLaenssh, RABTL 7 o277 PREEE ST A& TRRD CURBEE 23S
(AT 772560 mm JE, 100 k]/mm O AFAGAFT 0.2 mm/s F2E) , TARRAZ L HTORBEER G
IMIEES DT80, IR IR T OREHE ENMEBRAERNGHD 9. 2072, 77 A MEREE
IRBAEI BN ED DA BEENT, T3 FaT7—7 27 MIRE D OB THH &
VIO DIERDFETR T 7.

ARETIE, INETTL I ATV EETIIRHS QO ST lm RSB OT V¥ 2T —
7= 7A MR EEZERL, Ti-B WV AY SRR -7 T/ A WA ZEILID, I
e B OMEHERE LI LD T % aT—7 =T/ MEREEE, BLONB OB SR
KT = A MR A FEELL I Lak A7z,
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4. 2. HEAMBEIUVRERTE

4. 2. 1. A

Table 4-1 |2, {aEaikFalin HRFF &L

THW SR O bk 2 R 7. Zofi:

Table 4-1 Chemical composition of the
steel plate. (mass%)

8 A 1%, TMCP ( Thermo—Mechanical

Control Process) 2k THLEE K

C Si  Mn p S Ni N
0.08 0.19 1.53 0.008 0.002 0.18 0.005

JZ 60 mm, 5I3EVIRE 520 N/mm® D HEEEE
MR8 T .

AHFIETIL, L7 AT T EHEEL TRy 7 AEORER 8 I RSB SO IENEE
ANATV I NaRZ T EEECORTIEATV, LI ATV EEHERMEIEL T, Table 4-2 IR
T WA~WF OBFEFAD T A (% 1.6 mm, YUy RUAY) 3L O Table 4-3 {2773 FHB, FLB
D2FEIED T T A (VR T 5o 7 2, R 20 X DAY =) A LT-. 533 Thik~7-45
12, B 1T AR X =2 FEEDZ LI 7 =T A MO A A I D a9 D2k
INHIDIVTUND 1599073 e C N LAEA LT BN EL T T 52208 0N Iabins. 5
TLIRaAT T EBEZRBW T, Y TR AT 77482 N 22L&/ T HME S

Table 4-2  Chemical compositions of welding wires (mass%).

All of them were solid wires with diameters 1.6mm.

Mark

C Si  Mn P S Al Mo Ti B N

WA
WB
wC
WD
WE
WF

0.05 0.24 1.87 0.009 0.003 0.03 0.58 0.20 0.016 0.002
0.04 021 1.90 0.005 0.002 0.03 0.61 0.18 0.014 0.005
0.05 022 1.90 0.006 0.003 0.03 0.59 0.20 0.015 0.005
0.05 020 1.73 0.006 0.004 0.05 0.55 0.22 0.017 0.008
0.05 020 1.70 0.006 0.005 0.05 0.54 0.21 0.014 0.008
0.05 0.20 1.71 0.006 0.004 0.04 0.55 0.22 0.017 0.009

Table 4-3  Chemical compositions (mass%) and basicity of welding flux.

Mark | Total Fe SiO, MnO TiO, ALO; CaO MgO| B,

FHB 1.5 30,5 122 4.1 74 224 146 | 0.82
FLB 1.6 392 224 4.2 6.6 8.7 12.6 | -0.37

"B,=6.05[Ca0]-6.31[Si0,]-4.97[TiO,]-0.2[Al,05]+4.8[MnO]
+4[MgO]+3.4[Fe] ([ ]:mol%)
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HHEDDY, ZHIHHIM ORI L > TAESEO N BT A2 LGS, LoTo
Z T, BBIOIN OUWINEZ (LS EHZ LI K0S B TO B IO AR L=,
W7 T AL, BT~ —U T — VBBV T, BT OART Y — A2V ORI E > TR
WD T Ty 7 AIE RSB OBFE RPN T HIENFHITNDD, TLTRaRT 7
BRI LT T 7 ZADVERIZ DWW TITEI AR, REBRTIL, =L 7 AT 7B
THT T 7 AR I SR R T OB SE BB SO U R M EM BB % RIET LB 2,
HFEE N BT B 20 D 7 T 7 AEE L, ZNHIZE> TRONEES B O E1THZ L
LLTz.

4.2 2. BEAESIUOBFHERAZE

BRI AYBLO T Ty 7 AL A EH e B ORI, Figd- LR IR (B RITK
600 mm) DT AT 7 Ytk FRIL CRML 7=, Fig.4-1 OfMFFRIRIE, MUEAR > ZA
FEO— g L T-b DT, AR T L —NINZ AT 77 L% BRYeRIE 25 mm A, B
B2 32 mm X 65 mm DY ARXDT Ty N—2 Y THRAFEL THRDOETEIRTH S, A% 71
—hBIF AT 7T LITHY T8 IRITIL, W iLh Table 4-TIIRUICHIRZAEHL, 2T
A I JIS SNA9OB JAE D7 o ks —ZAF L=

RO L7 AT 7 REEHE TSN T Table 4-4 (ORI IRBESMCERIL 72, ARBR
T, AT 77 L8E 60 mm OFFETHIXL, 25 mm X 60 mm DEHFEORSETZ 28 mm DR
& CIAREY A Y &4 L —hkL, 0.20~0.24 mm/s OEE T EAIEMER, A AT

85~100 kJ/mm OHEPHIZAe~7=. FERED L7 Na AT 7 YRR ORIE Fig.4-2 |2, IREEE
FB-32 X 65 i
(JIS SN490B) Table 4-4 \Welding conditions.
=k \ S Welding current 380 A
Y < N
N Welding voltage 53V

Welding speed 0.20~0.24 mm/s
Heat input 85~100 kJ/mm

Y Wire oscillation width 28 mm

300 2560

Fig.4-1 Configuration of the welded joint.
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Fig. 4-2 Setup for simulating electroslag welding of the diaphragm to the skin plate of the box
column.

10 1 ;. Thermo-couple

L
BP
L0

60

60mm

Fig. 4-3 Example of macrostructure of Fig. 4-4 Positions for temperature measurement
the welded joint. of electroslag weld metals.

DOWr~ 7 kD —F% Fig.4-3 IR

RANBATL 7 N AT 7 YRR 36T DU R OB A 7 V2 HGDNT T 5728, #1488 0.5 mm
? W-5 %Re/W-26 %Re BNEEXI A2 Ol RICEBHR AL, IsHemOIRELFHRIL-.
BRI ET Iy 7RIS TE, Figd—4 (RTINS, BRI T AT 7L — B K
O THUTIN LU 72Xz i L CBRSE IS BN EE R et B HH 9D SO ICRLE L 7. IR E A&
1%, AF T —MUE AT 77 IIEHFRAR Y &P (SPL), A7 77 2EHJ36 25 mm
BIEALT- 4T (SP2) , BL UMY THRIAIARS 7 L—Rh8 10 mm DT (BP) D3f&FTEL, FE
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Position : SP1 and SP2 Position : BP

Fig. 4-5 Observation of thermo-couple positions after electroslag welding.

TR RAR 600 mm (XL C, 8BS 100 mm, 300 mm, 500 mm D& CHIELT-.
Fig.4-5 12, % CBVERTTO AT SO iR 2 BERL, BAERHT AN EZ MR LI BlE R~

ERL ==L Ve AT 7 B OYIMEIE, JIS Z 2242 ITHESH TS 4 Sl A
(Cmm-V /T T L — GRS ) (2> CRHMIML 72, Fig.4-6 (R30S, X AT 7T 50K
JEZ&HAEL L, HEH IO DRER T A BRI, TREERR TP IS /> T I T A 7o, T /v
B —EBEERERE X 9XTC 0 Celiz. L ZhaRAT 7 BB, Sl OAROZE{ b
(2 &> QB RO RN E B T 5720, IS ROILFR TS L e — e
B A BRI 72 BT T CIRRA TV, T4 SR BN E LA LR O BE S IERE L R T A DI
7-.

ZDfth, —EBOWHAKTF OWEHEIRIZONT
1%, JCFBAMERIC LD E G, B GREE
7B BEOSHT, BLIO T BEEMT T TR
D AT E TS (SEM) I LD Bk~ LT
A (MA : Martensite-Austenite constituent)
BIEAAT, RGBT A L. ¥
BE&EONTH B &iX, 10 %7 vF AT —
1 % T RIAF VT =g LT aTAR — RAZ ) —
ISR s B R O E A 7R S E LTl
L, &S B ZAbpomtiL TRz, F7e, &

Fig. 4-6 Charpy impact test specimen.
(Notch location : weld metal
center)
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OIZFDFESE 4 %PV F AR —2 %t )T L — A% ) — VISR PRG035 28T
Mri BN oLZHiHL, Z2ofEmo B BEOYN L2505 24T BN ELTHIHLZ B
BEBION &2 E&bLT-.

4. 3. ERHERBIUEER
4.3.1. KABILIMARSY BEICEITHBEERDODEY 1L

Fig.4-T7\Z, TAHEBREA D 300 mm DAKL 7L —MAIX A7 75 SRR H JeFH 4 & AT (SP1) ©
DRt BOMRERER o~ . ZORBERELIT Tk FOREEABIHHIL 85 kJ/mm
Th-oTz. Figd-TITRUIZINTRABATL 7 MR T 7 EREE S 36T DIt B OmELE I 3k
HAZEELS, ZORERE R TIE, 1073 K25 773 KETOR AL 735 s (A ELEE 3 0.41 K/s)
Loz,

Fig.4-8 |2, AFx 7L —MUF AT 77 LARJE A JAR Y T (SPL), 2 A7 77 DRI )
5 20 mm BN &P (SP2),, BN THIRIIAF 7 L —R5 10 mm O &P (BP) O 3f&E
OUNT, EHEBIAAS S 100 mm, 300 mm, 500 mm N E CIAREE: B OIRIE 2RI Ui R
K72 1073 K 5 773 K ECOBHEIFHE (A £y ) 2t WIHORIEMEIZBO T, I8
P RO IMHIRER] A ¢y 03, TEEEBIAE) 100 mm OALE ST 300 mm, 500 mm ONALED

2000
1800
1600
1400
1200
1000 F
800 F
600 | <___’[‘hh“‘“‘-—~—-__________h
400 735s
200 . ' ' '

0 1000 2000 3000 4000 5000

Time (s)

Temperature (K)

Fig. 4-7 Example of temperature measurement result of the electroslag weld metal.
(Position : SP1, Distance from welding start point = 300mm)
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800

= O. A

S 600 f 8

[ap]

N~

S

: 500

s 400 | - O- SP1
= —e—SP2
g 300 + —i—BP
(o]

o

O 200 L 1 1 L 1

0 100 200 300 400 500 600
Distance from welding start point (mm)

Fig. 4-8 Cooling time from 1073 to 773K of the weld metal during electroslag welding.

FWREBRDLMBMDR S5, AU, EEOETICIVFFREOREN L3572 Thol
Bz N5, EEERREAED S 300 mm LIRS U, IEEERIER RIZZ D DXL EIIHDN, KHES
JROINHIFER] Aty 513 610~T740 s (HEBEEET 0.41~0.49 s/K) Lle>THY, KABATL /o
AT T VRS BOMHETEE Y, V7 ~— T — 84, DA — VR T — I RERB L OB T
—IVAEIRE DT — I EERC I D0 D LT TS DO THHZ MR- Tz,

4.3. 2. AEERMREOREIZEILSTVF15—TJ53MMABER T3V ADIEE
EDOMR—

Table 4-5 BX W' Fig.4-9 12, VA¥ WC £77> 7 A FHB (B,=0.82) 33X OV FLB (B,=-0.37) %
W28 OB R O L FAERk 7 mllifika 3. AR (B, =0.82) 7T v/ A FHB
Z FAWT IR BT RTL, IRIRELEE (B,=—0.37) D7 Ty 7 A FLB Z VIS8 B D 7 3 E i
#(0.0136 mass%lZXLT 0.0241 massh) &72o7-. Fig.4-9 OV aflf#kO s TlX, 7797 A
FHB Z Vel & 136 ppm OFEB AR FEASATARFEIRERD, Ty — =
PRIV =R VE=5T ] THHDITKIL, 777 A FLB % V- iE3E & 241 ppm DOIEBEE B
IR TR 72T o F 27— 7 =7 AN ERETRD, vEF123 ] Em W EMEZ RUTC.

Fig.4-10 3L Fig.A-11 12, 777 AL LR misi O BR, B R
F L 2.5 mm ANOFIR RO TEYE Ot FBAMEE TRk CE R 1 um LA EOHAR) D

46



FAFE TLZ IR T IR I S ip e B i o Lok DN B

Table 4-5 Chemical compositions of weld metals. (mass%)

Mark| C Si  Mn P S Al Ni Mo Ti B O
FHB | 0.073 0.23 1.65 0.008 0.004 0.007 0.06 0.26 0.015 0.0040 0.0136
FLB | 0.068 0.24 1.61 0.009 0.003 0.009 0.10 0.25 0.019 0.0036 0.0241

L
e

(@) Flux : FHB, O = 136 ppm, VEq =57 J (b) Flux : FLB, O = 241 ppm, VEy =123 ]

Fig. 4-9 Comparison between microstructures of weld metals with different oxygen contents.

400 1600

£ € 1400 |
. 300 + Flux: FLB k=
= 2 1200 }
L 20 } Flux : FHB ;g 1000 }
0 1
g 100 F 2 800 I counted in 2.5mm X 2.5mm square
> E 600 } areaof weld metal
< z (Inclusion size=1um)
O 0 1 ' 1 400 'l L
20 1.0 0.0 1.0 20 100 150 200 250 300
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Fig. 4-10 Relationship between basicity Fig. 4-11 Relationship between oxygen
of flux and oxygen content of content and number of inclusions
weld metals. in weld metals.

BRE T, RIS, DL AT S VA CIIE T IR A B O R SOS A MIEtES D T
D, EHEEEH OfEERIL 150 ppm LA FIZR5E DTS D, UL, 77y 7 AHHED
TR LR A E R I AL, HHE % B,=0.82 (FHB) />5-0.37 (FLB) ([Z FIF 52 &1
Fo TR R Th DR EZ5K) 100 ppm, SMEMEAE 20 SREEEHIINISE 5L TEZ. ZDK
VIR T T A I E LR R IR R B SO RN DT O BIURIE, 7 ~—7
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Fig.4-12 SEM image and EDX spectrum of the inclusion observed in the weld metal.

—IEBECIIBEROLOTHD O, LI haAT 7 BT TH RBROFE R LD ENT
ZCHAGN 2o T,

Fig.4-12 12, 77y A FLB % Ao iated i h CRIZES I EY O SEM 148 EDX 4347
T Ra T ZOMEE TI B AP EVEGT I THY, T F27—7 =T M EEROM
fkEIp o TS BTN Ti BAMBCFEL TODZEDP RSN, T3 FaT—
T 2T ANDEFEEIRDNIE OIRIEL L UL, VT ~— VT — 7 IEEERICB VT,
MnALO, DJEFEIZ TiO BATEASIIZIREE P20 MEMn, TI(ALT),O, DX Mn FLON Al
O—HH Ti IZEHESIIREE ™, $FE T —7VEBEERIZHB\ T, TiMn U4 —hHIZ TiO 23
BHEINTRE Vel e OWENRHD. RIEBRTIIMAEDDIRREIZ OV CREZ T XA T
STWRWD, L7 RT 7 PSR ZNODOHRELFED T 256 3 5w E
RS, TV xR 2T —7 2T MDERMIEELUTIERLIZEE 2 55,

LU EDOFERD D, RABTL V7 a 2T 7 BB Th, @ Ti B UA Y LR L7 5
ADFAERIEY, YT ~— 7 — IV LIRERIZ 250 ppm FEEDOEASE BOIR S BN S
B, TVFaT7—7 2 TA MDA EESD Ti &8 T D2 I E D53 AT =D
HIMZ Lo TR OISR L3 L OVEEWE LS FTRE THHZE DB/ o T,

4.3. 3. BREEBEEBRIUVPMEICKIEY B FMEDR

Fig.4-13 |12, WA~WF O6FEEEDOT A Y LR ILE 757 A FLB % FV - fE 4~ OIR4)E
IZRWT, @B O B #& N D= (B/N) 3SR O v /L e — RN TR/ F —|Z
M T L R RERTEOLN- B4 EIE, B #=27~65 ppm, N &=40~91 ppm,
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B/N=0.48~1.18 D#ifHL72~7-. F7=, Fig.4-14 (1 Fig.4-13 H1iZ(a), (b), () TRULIZ3FEEEDA
BB afifikE R T, Fig.d-14 OSFEAORESIEO H v RINOMHIE, Wiht 7
F 2T —T 2T ARET2 o TNDEN, /LB — N L —(L B/N=0.5~0.8 OHiJH T vE,=
100 J £E<, B/N MEOWGA B I OGO AT EDIZEIMENME T L2, B/N<0.5 TOEIMEL
T, Fig4-14 (@D ik GG 72 8902, 1By BIFUTH KRR T = A M R LT
72O THD. T, SR O B 23BN &7220, [H v RIRUZ T 57 =7 A RO AR ] 3~
HIeDIT IR [E R B AR LI ZENER EFE 2 DD,

Table 4-6 |Z, B & B0 3ROIEHSBONTH B BLUMTH N OGR4 7~7". Table
4-6 CTIX, B X > THRONTZ S 2RO B 98T EZHTH (Insoluble) B 2, BN (A%l
HL727S0 B BXON &2 Z 21U BN KB # (B as BN) IBL VBN IR N & (N as BN) EL
T/RLT=. Table 4-6 M(a) TlE, # B EIHTH B BRI OVBN IR B EANTITELL, 8848+
D B 34T BN ELTHHHL, N 358725 BN LISMDOIERE TIEAEL CWOAZEAVRENTZ. (b)
T, B, N ELRUSIMEIATHERS L O BN RIEL 2> TS ENELL, BHESET DO B &N
AT _T BN ELTHTHHL CWAZ EvRaiz. E72, (T, # N &E BN R N #E0RELL,
AR ON BT RTBN ELTHTHL, Bid—E EARRE CIEEL QLB I EAVRENTZ.
B &N OF/LEN 1:1 £70% B/N X 0.78 THHDT, Table 4-6 OATHERIE, RIEFRTHS
NIcT LV N AZ 7 BRIV L, WSRO B &N IXXEAT BN ELTHTHIL,

200
B =27 ~65ppm
(b) N=40~91ppm
150 | B/N=0.48~1.18
=
- 100 }
LU
>
(a)
50 O
(c)
0 [ [ 1 [ [

0.2 04 0.6 0.8 1.0 1.2 14
B/N ratio of weld metal

Fig. 4-13 Effect of B/N ratio on toughness of weld metals.
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ik

(c) BIN = 1.10, VEy = 43 J, HV = 215

Fig. 4-14 Effect of B/N ratio on microstructure of weld metals.
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Table 4-6  Insoluble boron and nitrogen analysis of weld metals.

Total B Total N Insoluble B Bas BN Nas BN
(mass%) (mass%) (mass%) (mass%)  (mass%)
(a) | 0.0036 0.0054 0.67 0.0037 0.0036 0.0046
(b) | 0.0045 0.0056  0.80 0.0045 0.0044 0.0056
(¢) | 0.0051 0.0056 0.91 0.0044 0.0044 0.0056

b7 RN ERI L7257 B £721E N B ERIREE CHAET 2LV O 2 A BT 5.

VT =T = IR L O ARV T — I REECIL, tREEER T O Ti, B IXERRIRAELL
SN F SO LD ) OFGRE CIAET DS TS WP, Fiz, 38T, L—W
HEAIRICH T, BEREENEWVIEAITIE B OB LICE > THER B 2384 A2 B L
7. LLRDD, REBROTL 7 ATV EHECI, WESREHICIE B B FEE T,
F2 BB IRINSIVARRE Tl Ti BB EE T, 7~ =7 —7IEe0 i A VT
— Vs, SOICL—PIER L IR AT B A R U, ZONTHHEE ORI, =L 7haR
T VAR B DR - 1 HERFE DD TIRWZ &2k Ab e EZ BND. T70bh, KFERD
TLIRaAT T VEBL, SME CIRBEABD KEEHERAD 0.20~0.24 mm/s EFERITIR
78, Ve @ P C OB LRSI LD SRR AET < ETHEITL, FEED A v nimLyz Ti,
B2l O e R B e L CaRE B T EL, 277 LU THRHEN 3 < 700 E 1 5
5. Table 4-T 12, TABEBRIAENLERIILT- AT 7 L, Vi8R 600 mm OIEEENNE T LIz
DERILT-AT 7 2 ot LT e s . ZO0HERDD, K& 600 mm OFHEEIT 712D
AZ7 T, TIO,BI B0, 23N, DA TIZ L > T A HUIL = TIi B L UB
AZ T NI b L CHEHES =2 8305, F72, Ti & B T Ti OB I1DT5H3558 Ve
D, Ti 3 B IDBEMEMETERRLCT L, AT7 ORI L > ClReEd B P IR LS5
REMEL D EE 2 55, FBIZ, Table 4-2 ITRLTZUAYHO Ti Bl 0.2 mass%FEE TH
ZHOIZXKFLT, Table 4-5 (2R VAREA EAHER CIE Ti 81 0.02mass%AS £ 720, TABEAJE -~
D Ti OAEVIL BAZHATIR . 72238, B I Ti R LIRS0, B B b
FAELZ2 (BT 53T C BN LIS B Hri#23 R tHS 720 DI, Ti SR L3 s C

Table 4-7  Slag analysis at start and finish positions of welding.

Position SiO, MnO TiO, ALO; CaO MgO B,0;
Start of welding 333 224 46 6.2 79 114 0.13
After 600mm welding 259 214 159 9.1 74 104 0.51
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VG e T TR b E U THFE(EL,, SHfC d» TR 8 TP IS A DICHL T, B L
W AR (51 20X B,O, DRI 480 C) THAlE B CITIRFRE R, % L TAT 7LD
T Wb EBEZOND. EHIZ, WESBEEZ O HEI O WL, 37T ~—VT—7
R Y T, BEETDOT U RIARMENT Ti, B, N 28 OTTHEMRHITL, BEE %O ZMmEfET
AN DT IS DB S SITOD 908, REBRO K ABTL b AT 7R
BECIE, BEE - AR YT~ — DT — I SN AR CIE R NS W28, ST
IRBECTHT AN ZY, ST OILBOREEDN KEW B AMESEANC N EEJSLTBN LT 58
HeESNA. LLEOZEND, RIBRO L VNaRZ7 A B CO B OZEENE, N EORIG
(282 BN DA A B E T UL RO EHESS.

Table 4-6 | ZRUTCE @B OMTH B OOHHE R TIE, B 2MbFEimi9liERe /2% B/N>
0.78 TRATAULENA B MFAEL/RWZ L2250, Fig.4-13 TlL, B/N>0.5 OREE CIaAR A8
DS B35, Fbh, FHE EIE N IS LT B SR EL TS 0.56<B/N<0.78 D& T
b, [EE B AZRDRIART 27 A MISIZRDMGONTZEVIFERIT IR o7, ZOF JBIZHL T, &
B B BIUYN O HHEEIE L TLL T OBENE 2 Hivs. #ild1 (v ) TO B-N OFfrEdk
K IZLLFoU-1)RTFEEN,

log K =log [%B] [%N] = —13568/T + 4.63 (T :{REE(K)) cereevverreescerascncns (4-1)™

%12 1F B=0.0040 mass%, N=0.0050 masshD¥F4, BN Se2EIRIEFEIT 1454 K L7250, ©OFD, IE
P DIBFEIEBFRIZIUT, BN OFrHIE 1400 K PLEOEIRTHAEY, IBEOK T EEHIZ BN
OHFHEDINL, —J7 B & N OREEEITEDT5. FHEMREETIE, B B &iX@-D=UZL
TeRoTECT 203, EHEENBIRED IS DR MENEE R @A, FRREE T
BN O HEIT D72, ZAUTHHIEL CHEVE B &03%<725. LI203>C, {LFEmIIC B &3
N Z2IVRWGATY, BT =7 A O LRENIEEDIRFE T £ CEVE B IXFAELISDEE 25
5. o7, B/N<O0.78 DOEHEEBIZIW T, BT =7 A MEREBRIGIR I3\ TIH v RL
FUTEL pom FREEDERS B DMFEL, KR =7 A MBI A RN B - EHEE LT

—J5, B/N=1.10 OFE%4 8 TlX, B/N=0.67 OiERA R L7 okl LOMES O 2 RN EL
AET2 (Fig.d-14 (D)) L) 12 BT IMEME T 7%, Fig.d4-14 O/ iz 7wl
\CBIERT DL, TFaTd—T7 2T A PRDOMIZT =T A S ORREDBIZR SN, Fig.4-14 (b)&
D HHZIZIBNT, ZOFFRD =y F U 7 IREEDN DT INIE(EL TOAEE A ADNS. 20
T 3% aT—7 =74 PRI OO ZET, [EVAB OHEINCEDLOEE Z B, [EIAB AR
TEREUTYER 2L L CCoffko 2 EH LY. Fig.4-1512, B/N=0.67, 1.10 OA#E
LIBD By F U T HHRRD SEM 1425+, Fig.d-15 (a)&(b)DHHETIE, B/N EEAYE \(b)D
TIXaT7— T 2T A MR RENCEEE D Bk~ T A~ (MA : Martensite — Austenite
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(@) BIN = 0.67, VEy = 123 ] (b) B/N = 1.10, VEy = 43J
((b) in Fig. 4-13 and 4-14) ((b) in Fig. 4-13 and 4-14)

Fig. 4-15 Observation of martensite-austenite constituent (MA) in weld metals by SEM.

Table 4-8 Comparison of martensite-austenite constituent (MA) amount between weld metals
with low B/N and high B/N ratio.

Total B Total N B/N Soluble B VE; Area fraction of
(mass%) (mass%) (mass%) () MA (%)

(a) | 0.0036 0.0054 0.67 0.0000 123 2.4

(b) | 0.0053 0.0048 1.10 0.0016 43 6.2

constituent) AL BIEREIND. T2 T, 20 MA BOEZIHEHHTIZ L~ TRD7=H5 F 4 Table
4-8 1R T, [EA B EOEINCI>TMA &2 TEY, B/N>0.8 OFEIE COBMPER Tk
FEED MA DHEIILTZZ LI Db D THLHEZ X HiID. T72Dh, T3FaT7—7 71 MilH]
DIV AR, B B 2320 B3 S—F A N2 DIZxt L, EYE B 2NERINAFET D55
% B RT3 F 2T —T =T ANRO TR 52 & T N—F A MERBAIHIL, SRR TA
RET 2 MA OERRZIET 5. 20 MA OHEAINCE ST B/N 23\ AR TRIMEDME T3
HEHEES -

UL EDOFERDD, RABATL VhaRZ 7 EHEERIZBWT, [Hy R CTOMKT =7 A ME
FRZENHIL, 23Dk~ LT A SO AT LD T4 8E T 270 D IE B WRINEHIE,
AR D B/N WA FEIEL L C, IREEAEYT B EAY 0.0027~0.0065 masshDEIPHIZISUNT,
0.5=B/N=0.8 ThHDEWIfEFmAI1FHIZ.
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4. 4. #EH

RABTL 7 ha 27 7 EHE: GEERE AV L 7 ha AT 7R (81T DIRtEA R O E
PefbA BRIEL, Ti-B ININEHED A LRI T T V A XD B DT 3% 2T —7
=74 NMIER LI DOV TREEA T T AE R, LU OZERIALI -T2,

D) B85 k]/mm DORAFATL 7 AT T EREC IV T, RSB OMALEE 3R C
B, BRI A LT BV Z LD R INED D, 1073 K735 773 K ETOMAIFH)IZL 610
~T740 s (B AETEFE L 0.41~0.49 s/K) E72 DT LSBT,

2) RABATL I AT 7 IRBAZRBW T, IR DT T 7 2%H 4 5L CIsEe B Ok
FEEFHETE, TUX 27— 7 2T A MERKIZIHEE SIS 0.025 mass%FEE DRESE EDOVRESE
JBFHIT.

3) Ti, B ZINLTZUAY LRSI E D7 Ty 7 ZAOMERICLY, L7 e X7 7 EEeR

ZTi 288 T BN TEW & 2B BSE, By RIS CORIR T = Z A NEREE I35
_kﬁﬁfﬁbf‘é@@, MEEAEE L TR T DT U FaT—7 =274 MR RO B A 155
ZENTET.

4) RABATL 7 NaRAZ T EBAZRW T, T A Y OIatEaE iUz B I3 BN £721%
[EYE B OIRRETIFEAEL, |H vy KR CORINT =T A MERKZE I3 572D 2037 B iSINET
0.0027~0.0065 mass%DHiH THdlatid | O & A & B/N Z#F5fEE L TB/N>0.5 Th D
ZEDITRSIZ.

5) T F¥aT— 7T/ NERRE LT R ALV aRT 7 TREARIE, B TRINE 0.5=B/N=
0.8 DFPAIZIBVNTEEIEE 72D, T2 AEN 100 kJ/mm DR A Z BT vE, =100 ]
LI DI DR B MG,

6) KABATL 7 AT/ A IBIZHB T, B/N>0.8 L7220 D B 2RI 58, 7%=
F—7 = FAMIRNZ IR~ VT AN (MA) DVERS I, T B EIMEDME R L.
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FEEE L IR T IELES [ I RO S T
E£5E ILYFORSST BREEREHNMHLRMTOERE T E A
5.1. #5
5.1.1. B¥MILINORSY BEEREOERTERICNT 558

AT TIE, RABRTL IV NaRAT 7R BWT, @ Ti-B BA VAV R E T Ty 7 AL
LG T THEHL, e R ofmRERAHET 5201 B/N HaE Ef I 524
(& TN I T AR BRSO N A L O a 5. OB VT 17 H
JERIMU IR Y7 AT DL AT 77 LDV IO AT T ERBETI, RSB OYINED 217205
TVRPER B (HAZ) OBIWEL HEECHY, F72 600~800 mm (ZH7=5FEV VAR 2R TO
EIWED L EMZARFET DB B 5.

RABYEH 11T D HAZ BIMEIZ DWW T, FRCE SR ORI DD DR RED
BV T ONRAZ2 R CTHY, AR RESOIMAR T HIHI D7D I8t s 2 ki, Bebinl
DOFEHIRE T2 ST THEN VSRS 0, ZnSD 2 LB b L, TABERHZ v ki
FRZHIT O kO RE AL, AL RO AR AP U2 S+ 5. FED
1%, TEIRE OJEAIRK O M EEATHE SN D R AL 7 ha AT — 7B T,
PABRL 1-0D y BRI (LD ROFN NI, IEBA R DIEET 5 B A2F A LIZR R
EIPED ) BN 2B L. 7. PARCRFILI- DL 7 e AT ERAY, TL ke AT —2
TREEL AL EO ANBADIERE T, 1B B OMINER EDT=0I1Z B 2RI B4 )3
WD, LIzhioT, TLIMaATTEBAZEBW T, IEESRNDO B ILBEFIALIZAR R
ERORIVER LN TFTRE THDHLEE 2 BND. FZTARIETIL, FARE CEIIMEOREES RIS
NIRRT T, R NEOBIMERHIZT TV, =L 7 haAT 7 I BV Th =L/ ha
TTAT =V EEEERIRR, TR b0 B YERUZ L8R DG ThomE DD E iR
RETHZEELT.

FTo, TLIMART T AT AEHER RO RO ZTEMEIZ DWW,
1 600 mm OFFFOREA OALE)NHRERA ZERIL, e RO ARE T 52812k
>C, EHEEAER TEWMOEESBISOND FEC OV THEILC. FHIH4T T, a8
HDRZ 7 ALV RSO R IR B TP A~ DR EDMRNEF K LT B IZHOWT, 545
SRPOEHEBOLEMNAIRGEL, WSRO B/N A #iE (ERip #3572 D FE
M EDOFEEBRTDZEELT.
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BOF TL IR IR [F s B LN o0 b LB
5. 1. 2. KARBEICEITHFEEREMN LD B IEREF ALY MEREER L

AETIL, FHEODRABTL VI a AT — VBB TRRIL, & B GHRESE
HO B AR LT REIME R EHEACOW R 5. ZoHE, ARy
KA A9 HE 1ED YA RE L TNERIC TN 2258 S8k © 0L s B G H RS
JBE DRGNS TEBIREL 250 D THD.

Fig.5-1 {TRULTc =L I M J AT — 7 AL - T, Fig b2 IR LIZARIE 65 mm @ TiN
IINEIRR (B HEAIN) O V BSEZE G-/ A ER (H2 AN 60 kJ/mm) L, HSELHREIAR N
D B ARIRIERB LOEMEAFREL T2, ZIDDFERD D, TaHEEEI OO BITHELSZfRATL,
B JERIZ L DR RERD B R EEHE NS 2 M E 3 A RREL 7.

TR D B S AmRREIE, ZIRAA L E BT 2EE (SIMS) 1285 B 53 ARHIE 36 L UEH
RSN & a #NT v 7 oo T 7 BIERICIOENTL 72, SIMS 1285 B 23471, Fig.5-3 1~
IO, TR EE DA JE) S HAZ DFEIRIT 35V VT 200 pm FEFE TI 7V, &4557C 100 um
ORI E A A B — ALV AF P LTZBED Fe (Zx79% B O —IRAA M iR LA FE R
LT BIREARHIL 72, 13040708 oA Fig.5-4 (o~ 3. HAZ 80D B JREEDS SR OB
MDD > TR T35, 97205 B 25 £ il HAZ IZ B 25 Tiaia)@n s B 73
PLEL QBB FAVEESI-. B IR EE VAT DK 500 wm OATE CHEEE B DD 1/10
FERELTe o7, Fz2, B &A= 33 ppm & 10 ppm OF$EE4ERTIE, HAZ \ZPEE T2 BIREIELB
B 5 33 ppm OFHESIRD GG, BHEERD B B A BREWIZEILHT 2 B &E13Z 02
EDODRZ Tz, £o7C, 30 ppm LA 0D B A G AT HUARES IR TIE, BRI 500 pm FR AR

Backing material

Torch & wire

Cu block
~N

Shielding gas
(COy)

~

) o ) Fig.5-2  Cross section of the EGW weld of
Fig. 5-1 Schematic illustration of electro steel plates 65mm thick produced
gas arc welding (EGW). at a weld heat input of 60 kJ/mm.
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lon beam scanned area

Fusion line (100pmlsci|uare)

Weld metal

HAZ

P>t Dl

Intervals of 200um

Fig. 5-3 Analysis method for boron distribution around fusion line using SIMS.
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Fig. 5-4 Boron distribution around fusion line analyzed by SIMS.

M7= HAZ (2388 ppm BRED B WMIEEIASHE D ZEMNHEERS =, SBIZ, Fig.5h-5 [IRLTZ o
BRNT o7 Ty F o 7T, VRN 400~500 pum OFEFHTHERIZ B MFEEL TUWODIRAED
Blgzshlz. ZORMRD B 13X B 2WrH#EL T BN OHEL R~ T=b DO ThAHEHEE S, 184
RFDEGZENZ X > T TIN BEAL TALUTZ N S¥te R DL 72 B 3G LIZb D THY,

REEBT A7 NV OB HBPITIBRSNZb DO THLHEEZ BND. LTehi>C, IRRERITES 500
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FBEF TLZNIR T IR B (L B0 FE b 1 g

um LANO HAZ (213 LRI is4
JBOIEBLT [EPA B DMEAEL, B B
DI y RSO L > THIFR T =
FTAR, Z2TAMART L —MaE DK
EIPEDFHRR D A RS IS D VAT RE
P RS UTZ.

Fig.5-6 (Z# 24 & H B &7 11 ppm,
40 ppm T D 2FED VL Ok A R~
. ZORRRO BT, AR REHRL
WO v RIFUZEBNT, 1K B OFREE4E
J& (Fig.5-6 (a)) CIIHLR/RIA T =74
IMBIERSINDDIZRIL, | B OiEHA
J& (Fig.5-6 (b)) TITRIAT =T A MEK
DS, BN DO B DYLE
N REFARR O WA LIZF 5-L T\ D

Fusion line

W

% B=24ppm

Boron diffusion area
(Distance from fusion line = 400~500 pm)

Fig. 5-5 Observation of boron distribution
around fusion line by a-ray track
etching method.

RAEDV RS-, IRIZ, B BN R0 2O B2 A T DIREEIIC BT, Fig.bh-7 IR

Fusion line

Fusion line

(a) B content of WM =11 ppm

(b) B content of WM = 40 ppm

Fig. 5-6 Microstructures around fusion line of EGW welds.
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LUTctste @ P i KOVERIER B2 /o F 238 ALTo S v b —fli ki GRBRIR 20 °C)
HATOTAERE Fig.5-8 (TRT. /b —EEa e R ClE, 2MOEEEBOIMEIC AT
IR TS, R REEWEIERESE T B EREW TN LEL CREVMES o7z, Ty —
EERBR TR R LX — (VE,, =50 ) &72o72 B EIMEVVREEE BN R ofEss A
S, Fig.5-8 MO G IITRUIZINNT, BRI BEEET 5 HAZ OMAE CTh-o7-. LA

P

1/4t = i \ 4

16.25mmy| \ ...... I ................. |
Plate thickness
= 65mm

Fusion line
1
Center of weld metal
1 1 v

N/

Fig. 5-7 Notch location of Charpy impact test of EGW welded joints.

300
B content in
weld metal ®
O 11ppm 0O .
@® 40ppm ®
200 — ®
2 O Fracture
& > starting
- point

100-—' O

0 | |
Weld metal Fusion line

Notch location

Fig. 5-8 Charpy impact test results of EGW joints.
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-7, Fig.5-8 DFEEND, @& B GH BEORESIELOMETIZI > TZOFN O M ES
NAHEHEES .

VU EDINT, RABATL Il AT — 78BN T, e @i b HAZ 12 B 23EHL,
B IREEDHIINT Jo TR RO I LS AVEIPEA ] B2 WD 3RS R S o 7z,
LLFIZZE DR REIVER) I OWCER LTS 375, Fig.5-9 |25 B AR
DEFRIFHEH BT 8T e B OFEVEARRAN TR T RABNEEE OV I,
1400 CZ 2 5 i INEAS U= AEsE CEl P 2 B 7= TIN DSERAL,, v RIS R L3588
HIZ TIN B ES Ao CTHEA N 238800195, ZOHAHE IR LT v Rk U HLR
KIRT 2T ANDDNET =T AN AR T L — NI EL, F2EVE N OIFFEIC I~ TEIrE
K TFABEE LD, Lo, BHER OMAN LB Cisted @i b HAZ IZ+5372 80D B DML
BT D282 E- T, THy B TO B RATIC LD KRR T 27 AR B LT =T A M AR T
—NERTH ETBN TR L DR N ARG JOWH ™~ = Z 4 M) OZIR55H1, HAZ
RO O ARG L L ORI LS FTREE 0D, T/ 6, & B B ARESEE TIN i
LA TSRO0 B LBEFIAT 2281280, TN GO R L RO B W)

Fusion line

p® &\
TiN resolution
MR

High-B
: Weld metal :;

B diffusion Fine grain area

BN formation

T )

Coarse grain area
*\e || N |

1530 1450 1400 Temperature (°C)

Fig. 5-9 Schematic illustration of TiN resolution and boron diffusion around fusion line of
the high-boron containing weld metal.
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BOHE TLZPIRZT D IR 5 i LoD T T e /]

SEDLTENFREL 2D, HERIB DO B LRI 2R AU, TIN EEICI>TIDELD
[V N DMFET DI PH T E YT 2 B BA%<720, JlTHITIEED B iNE 152870
BIRANAR L FEGHRR T TEH LD RIZHD. ZOIIRE AL, 1R T T Btk
MR IEALIZ I D HAZ EPEa) BB ST 250 DT, InEeRLOME T2 4528
ARRUTSHT- 72 HAZ AT T 5.

5. 2. HEMMEIVERAE
5.2 1. #HEHH

TV I NaRT T ERPE T DIRHEA B EIWE D2 ENER LOWR U REIMEO R 24 TO Mk T
I, FATECTT VX aT—7 =71 MM LIZ I D R LS R CE IR R A A T kT
ELT-. Table 5-1 [ZAF L T L — MBI ONT AT 77 LMY LU CTRER L 78RO b ARk Z R~
T 2O, RABABEHEL THTIZ TIN 29 BSE7-HUE 60 mm 05 [ERS 520
N/mm? R THo. TL 72T 7 BT LT BT, Table 5-2 (7" 3-2FED¥sHE
U A& Table 5-3 (IR ARIEILED 7T 7 A THY, Table 5-2 DYUA-¥ WB & Table 5-3 D~
T I AEOMATNL, FHAFEICB WO TEESEOT ¥ 27—/l ki ORI L R
INTHEETHD. Table 52 DT A Conventional %, =L 7 bRV EREEHEL T—f%IZ

Table 5-1 Chemical composition of the steel plate. (mass%)

C Si  Mn P S Ni Ti N
0.08 0.19 1.53 0.008 0.002 0.18 0.01 0.005

Table 5-2  Chemical compositions of welding wires (mass%).
Both of them were solid wires with diameter 1.6mm.

Mark C Si  Mn P S Al Ni Mo Ti B N
WB 0.04 021 19 0.005 0.002 0.028 - 0.61 0.18 0.014 0.005
Conventional [ 0.05 0.29 1.4 0.006 0.003 0.003 0.87 0.44 0.03 - 0.002

Table 5-3 Chemical composition of the welding flux.  (mass%)

Total Fe SiO, MnO TiO, ALO; CaO MgO B,0; | B,
1.6 392 224 42 66 87 126 0-13 [-037

"B, =6.05[Ca0]-6.31[Si0,]-4.97[Ti0,]-0.2[Al,0;]+4.8[MnO]+4[MgO1+3.4[Fe] ([ ]:mol%)
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TSI CWNA B IERIIOU A YT, R REEIEOFHRMOBRIAZ 4 B H O B D 2% [t
WA L.

5.2 2. BEAESIOBFHERAE

R DT 7 AT 7 VEBSETI, Fig.5-10 l R TIRC, IEBEEIE 600 mm & L7-. A%
T —RBIOF AT 7T MY T HHIE 60 mm OHRIZIL Table 5-1 (RLIZ R ABE
BRI, 24 THRICIE 32 mm X 65 mm HA XD WE D JIS SNA9OB F824 D7 T kX —A-f8
U7z, BWHESAIE, Table 5-4 \R L30T, HFATELRICSEAFEL.

AR B BOEENE Tl 5720, ALY hOUINT 5 B BOSREENEBL, 84
JBOFAIREA KD, AR, Fig.5-11 (IR IINT, IEBEHANLE COWH G EL) D RU
PEA BT AR 5 2 EBARINTI RS (A% T L —b, XAT 7T, 4 THRIREET AL
) AL RO 2. WA B OMIMET, Fig.s-12 (ORI IAEA BTGB /v F 2B AL
7 2 mm-V oy F b e —EEEERER A (JIS Z 2242 D 4 SR 200l SBEE 0 Cl
TEEERBRETT-> CGEHIL 7. 8480 B BB X0 B/N LB BIRE IEHEI RS
728, Fig.5h-12 |TRT I, Tt —frEsti i L R U2 SERE L 752 Qi
SED B, N a1V, BEBIOB/N ey v/l — I R — 2 S E 7. 723,
ZNBDOEEERBOREIZIBW TS, BB DS B ORI AR T 5720, B

300 & 6

60
L Table 5-4 Welding conditions.
Welding current 380 A
Welding voltage 53V
600 Welding speed 0.20~0.23 mm/s
Heat input 90~100 kJ/mm
Wire oscillation width 28 mm

FB-32X 65
(JIS SN490B)

Fig. 5-10 Configuration of the welded joint.
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DP + SP + BP1 + BP2

Dilution =
Total weld metal area

Fig. 5-11 Macrostructure of the welded joint and definition of dilution.

BERRARNL B DO BRBEZ FrE L CRBR T A B BT 5 3512 L.

LT IART T PSEEROR Y REEIE KT T m OO0 B IEHROPEIC OV T,
Fig.5-13 (/R I AF 7L —MARERER B2 /T A8 LT /b e — R 2
TU, dBRIEE 0 CTHBHABRAITOLLBIT, TAF— Ty TF U TV UIZAR RO
FAA B CGRHImL 7=

Analyzed ! 5
position ~ ’ i

/} /J

Notch location : weld metal center Notch location : Fusion line
Fig.5-12 Charpy impact test specimen and Fig. 5-13 Charpy impact test specimen of
analyzed position of the weld metal. fusion line.
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FEE T NaR TV E LB D FE b T
5. 3. EERHERBIUEE
5.3. 1. ILYFARSYTBEREIZE TS B ANMESLUVEHIEDLZTE

Fig.5-14 (2, Table 5-2 {T/RLTZIEHET A WB & Table 5-3 (RUIZIAREY T 7 A& L
THERL7- TR T, e HALEDN BRI 7o L e — R BRERER I 2 K> CaE B
PEZ BRI RE R R T, RSB O Ve — IV — I, TREERIAAALE ) HEELD
(L7223 TR R AIEA12350, TEEBRAA7 N 150 mm DOALEIZIBWOTIE VE=130 J FRETH
STEDS, TREEBAED S 300 mm LA Tl vE=60 JFEE £ TR FL7-. ZOMFETIE, IBESED
B &, N &, B/N uiZZinEi, EER4E2 5 100 mm (& C B=37 ppm, N=57 ppm, B/N=0.65,
RBEBREED S 500 mm AVZE T B=51 ppm, N=55 ppm, B/N=0.93 L72>TY, IAHH4 - CIRES
B B EABINLUFEATE Citaas L CESN 2@ E&iPHE (0.5 =B/N=0.8) /M7= 1A
P RIIMEME T L2 EB 2 65,

IR T ORR LR 5T B 2 LNDHEHESRE B BOEE LM 57290,
Fig.5-14 CTIEHEGROY v VB —HEBERBRE T 1O LRICHFIZIBW T, e RANLE
D B MBI OWTH B 25941 (10 72 F LT Rh —1 4T FIAF LT =T DTTTAR — R
X ) — VBRI X DR S T2 D) AT T R% Fig.5-15 ITRT . ZOREN D, &
PEBHAR OIREEDHEI T3 DICLTo S Tl B R D B &03EINL, ¥EEERA4A7 5 300 mm LA

200
B=37ppm _ B=51ppm
N=57ppm | === === =n s »{N=55ppm
150 + B/N=0.65 B/N=0.93
R {%%()
3 ON
100 |
> q:) O
50 &
0 1 1 1

0 100 200 300 400 500 600

Distance from welding start point (mm)

Fig. 5-14 Change of Charpy absorbed energy of the weld metal.
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Fig. 5-15 Change of B content of the weld metal.

B CIEIE—7E (0.0050~0.0055 massh) L7252 L3035, Tt B i, IEEEBRAAD D 200 mm
LINTIFH B EEDZEDVINEL, 200 mm LAFEKY 0.0043 mass% C—EE72Y, TEEERIIAD D 300
mm DA CIIR B &Y 0.0010 massWFEEER OV EE7eD. Zof B BEATH B EDZ 0.0010
mass%7SEVS B B CHY, FHEBILAD NS 300 mm AREOTREEE BEIMEOIR NI, 4. 3. 3T TR
N[ B ®BOEINZED MA ARUZER T 25D THLHEHEES L.

Table 5-51Z, Fig.5-14 33X U\ Fig.5-15 DiRBREF T Tk FAVREELT-BRC, TREERIIAERDD
PRI T2AT7'& 600 mm RSOUHAAT TR DUHHE TR T2 AT 7 % o5 LT
RATRT . WMEOOHTHERAZ LT DL, IWHET A YO BLEIINLTE T BEOY B O—H 13 A77
HNZBLSAL, AZ7 D TiO, BITO B,Oy IREDNEINUI-ZER3 0035, ZOTEND, e
JEBHD B &AL A THINUT- B E LT, Fig 5-16 lIORUIZEEEH D AT 7 AV ISIZE
% B OBEEVEAINBZOND. T S OIRRETIL, B0, 23 ERNT Ty 7 ADN Akl
L TERENDAT D B0, IRENIEFITIRN 8, TAYINLIRIISIVA B 23 g H

Table 5-5 Slag analysis at start and finish positions of welding.

Position SiO, MnO TiO, ALO; CaO MgO B,O;
Start of welding 333 224 46 6.2 7.9 114 0.13
After 600mm welding 259 214 159 9.1 7.4 104 0.51
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Slag ——

Molten
pool

Early status Later status

Fig. 5-16 Schematic illustration of B oxidation behavior at the interface between the slag and
the molten pool.

TEAEL CAZ 7 PR SN D SOGAMESEANTEEZY, IAEEERE T D B OARFOAMEL IR
HEL72D. Lo, NI TL CAZ 7 T B,O, IBESEINT DL HIZ, 277 HD B0, L
i3 2VsEa BT O B IREENIEINT 57280, R TIIVAYDIRINT 5 B OISR
HCOBEFONREL2D. 20 B EOBEIN, BN BT 25 BbSH, B/N
LeS B ESFH DI D T D N TR A% IR B B EIEDME N30 WA AT D EHEE
s,

WA RO LZ L, EHEEB T O B BOZE2IHTHZLNNETHY,
Fig.5-16 |ZRULTC AT Y ARV A BRI O B O IR L RICIRABIC T2 2 8030 2h
THHEEZOND. T T, 7797 AT B0, ZRNL, D AT 7 D B,0, BEAE S
H, SR T B BOZEMZTIA LT, Fig5-1712, 797 AIZHINLT B,O, B HERLA
735 100 mm & 500 mm ONLENZ BT DR IRO B 0OBRE R~ 7. IbIZ, BHEeET OB
BNUAYOLEINEND B OAREEN L > TIRESNDZ IR IR 5723, K00
NEOTREERMIIBIZR AT T, Fig.s-11 (ORLIZAIREERD, FIREICL - CGGHESNAE
P @ B ®ITK T 2 EROEES BT B BT EOEIEE B OBAEEVLL TROT-. #ERk%
Fig.5-18 (27”9, Fig.5-18 TIL, 7T w7 A~D B,0, I L> TABEA R T D B O ED
N EFTDHZENIAGNEZ RS TEY, 0.7 masshlh EO B0, 2777 AZPINT 5281240,
TAXYHIENNLTZ B 2375 FRERE 360 100 %iatd )@ IR £, SHIZEHBILA)S 100 mm
& 500mm D B DAEEDDZEN 270D, TIROBEEAIEIZLD B IRINOABE F0 2037278
HEVIFERDFHIT.
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—~ 0.0100

X

2

E 0.0080

©

® 0.0060

£

o

2 0.0040

“E Distance from welding start
c ® 500mm

; 0’0000 1 1 1 | 1 1
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B,0O; content of welding flux (mass%)

Fig. 5-17 Effect of B,O; addition to the welding flux on B content of weld metals.

1.00

0.80

0.60

B yield rate of weld metal

C Distance from welding start
040 r O 100mm
@® 500mm
0‘20 1 1 1 1 1 1

0.0 0.2 04 06 0.8 1.0 1.2 1.4

B,0O; content of welding flux (mass%)

Fig. 5-18 Effect of B,O3 addition to the welding flux on B yield rate of weld metals.

P EDZEND, & B WMV AYEFERAL CoL 7 Na AT EBEI TS, RE4ERO B &
BIOEIAZELS DL B0, ZUINULTZ7 T 7 2% 52N A CThHHIEIVR
XN ZOMRAIEAL, Table 5-2 (Z/RL7ZT A WB & Table 5-3 (Z/RL7I=7 7w/ AIZ 1.3
mass%® B,O, ININLT=7F 7 ZZAHE L TYERLTZARFIZ I8V VT, Fig.h-14 L[RICEEGE Tk
BJBOV N — BRI T T fE A Fig.5-19 (IR T, 7797 A~D B0, IINCE - T
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200
B=58ppm B=59ppm
N=78ppm EEEEEEEEEHR lI’ N=86ppm
BIN=0.74 B/N=0.69
150
- M
~ 100 | © 0
1w O
50
0 ' : ' ' |

0 100 200 300 400 500 600

Distance from welding start point (mm)

Fig. 5-19 Change of Charpy absorbed energy of the weld metal using the welding flux with 1.3
mass% of B,O3 addition.

FHEBRIED DI T E CORHER BT O B 'L ELL, R B/N Hdd—ED D 4
PPN (0.5 =B/N=0.8) IZHMHIS VAR, IR AR TIEIE VE =100 | L7220 mfIMEORs S
JBFHIT.

5. 3. 2. ILYMARTGYBFEEENOD B ILERIC& SR R EREIE A L3R

Fig.5-20 38X 8 Fig.5-21 IZEHFM, Table 5-2 (TTRLIZ2FEDTUAY (5 B #IO WB & B
RN Conventional) & Table 5-3 (T RULT=7 T 7 A%Adi L CTHERLLU - IRBERE T D, IRRER
UTEEOFARE VAR A8 TP 016 L OVATRIR b v v — sl Bt B4 7~ 97, Fig.5-20 OFHA%
G TlE, B 250 L2 RSB OWRRITEE HAZ (Fig.5-20 (@) 128\ T, Hy RfHC
HKRIRIN T 2 FANB LT 27 A M AR T L — MBI SINADIZXL T, B % 0.0040 mass%
G AR B O RS HAZ (Fig.5-20 (a)) D 1H v KLU LRSS R b7,
F72, Fig.5-21 ORI JOVARR b v /L v — et Lo Ll CI, a4
B, FREER EEY B A S A LR AR (Fig.5-21 (a)) KV B % 0.0040 masshi A3
V4R (Fig.5-21 (b)) D7 MR = F/LF — 3 E0, FRHTIRRER v e — et
BUWTVE, <100 J L7 DARMEDN R AT 2 EIMDFEENRKE, Fig.5-21 (a) OIREER E2 1
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Fusion line

i 5 U RE DA A5, £ .,4" ,- _'..‘_._ - . ‘3

7 Gl R g R S 2l

(a) B content of weld metal < 0.0001 mass%. (b) B content of weld metal = 0.0040 mass%.

(Welding wire : Conventional) (Welding wire : WB)
Fig. 5-20 Comparison of HAZ microstructures of the B free weld metal and the B containing
weld metal.
350 350
] o 0
300 i (I | - | 300 i FI @
250 | ‘[}}f_«( 250 |
= 200 | WM EL = 200 F wwm FL
o o
- wl »
W 150 u 150 8
100 8 O 100
50 | O 50
0 : 0 '
Weld metal Fusion line Weld metal Fusion line
(a) B content of weld metal < 0.0001 mass%. (b) B content of weld metal = 0.0040 mass%.
(Welding wire : Conventional) (Welding wire : WB)

Fig.5-21 Effect of B in weld metals on toughness of weld metals and fusion lines.

b — AR FV VT VE, <100 ] &eo7o i B ORI, Fig.5-20 (a) CRIZRSHLIZIATRRR
s HAZ KR IH v KR KIRIINT =T A D NET =T A M AR T L — MBS s
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1RoTebDEE R B, @ BN RO AN IR NEEI O M 11, e @ oik
LT= BAZE > TIH y BER DMK AE RS BIHISN A R Ch D L HEES NS,

LU EORERFE RS, 5. 1. 2T LI RABAT L VAT — VPR BT Dintee:
JBNSD B LU LD REFHRER OB LI LOIMED 8] 2, RABTL 7 harT s
BV THIRBILIZZED LS T=E#E 2 5. Lo T, AW THENZLIZR B O7 %
27— 7 27 A NERHR A T D AR S RIL, AR REEMER OB L EFITSH
HZEDHGLINELRY, WA v ALV TA~OM IR CREREAEE AT 5L
DIRES Tz,

5. 4. #EH

& Ti-B B IAVYUUREIE T Ty 7 ADOMERIZL S TT o F 27 —7 =7 N ERERED
RSB FONTZRABATL 7 a ATV AT, 600 mm OEEESEROEES)R
O BUSIMEB L OEIEDIZL & A FHAL, BUSINEB L OEWEDOZEMEIZ W TRFE T
TAER, LT OZED BN /2T,

1) B DOART T ANV OGIZEST, TAYDOENLE B OWEEEAER P ~OHE FONE
EL, VAT B OB E0MEL, I T3 212072035 C B OAEE0ENIL,
VsHBRAGD D 300 mm LARET B OAEEDMEF 100 %&7p>TLELT.

2) EHHE N TIRES B T~ B DB FON NN 52T, AR T B/N HeANE E4S
(0.5=B/N=0.8) DA, IHESBEWENME N DR ENH DL LN RS,

3) TIvIAIZBO I DL TS E T B OSRRE EV ZESE LR 13HY, B,O,
% 0.7 massbLh_EIRINUT=7 T 7 2% 352 & TR BRIt B U A YOI B I SN
5B OB ENEIFIZ 100 K2 THIENFHETHY, WSRO B BB L OMIMNZE LU,

F7o, RABTEL 7 M AT 7 TR T OR L RO BIE LORIMRHm ATV, RAZL
T ART — IR FIRE DT B O D B YERIZ LA RS bds J ORI
M FNRARRRELTCRE R, UL FOZEDHLNNIe T,

4) B % 0.0040 masshe A LI ROR L REIERE, 1B v B COMKT =T A MERKAH
IS, TARIRR 1T o F 23 AT v /L — R BR ORI L — 73] FLT-.

5) RABETL I AT W THOIRESRGD B JEBIC LA RO s
FOEWED B ERNRNMESN, T3 FaT—7 =T A MAREK RO 5 B &4 R4 B 3,
R REREIME R EOBLE GO AR THAZEMHD LT
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2B, AL RO EEINED =L 7 haRT 7 IREe R E EB T DM EH (A Y B &
D797 RA) 1%, BESIICIBWTRAZBNEEM G HAZ SRR L6 I b, JRETH
BRATCHTALONE LT 27 (T 4 B, HiL 38 B, 5198 m) 72& OBEEBE /LT 27 D3
i A3 ST 2.
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$6E 7oXaT7—IxTA/MEBORRIZRIZINEYLITRELY
AEIREDFE

6. 1. #E

BB O T > X 27 —7 27 AMUICBL C, H2EBLUE3HE L —Vine)R,
FAERB LS CTL I AT IR BEE B OV TCORREI TV, TN ENOIREEIEIC
BWTT v F 27 —7 =74 RO GO DN TI71E, TSR L O IR
FPHAZ SN U . I B A2 T o % 27— 7 =7 A M RO E 52 LTt
{EAK, ARFZEORFTClE, L—EBEB L O 7 b AT 7 VEBATB W TRERD J71ELD
b EWE DS B IMGFON DR RA R UTZ. LU, L—Y AL T L VO R 7 Vs
DIRBEARE BT 58, TNENT 2 F2T7—7 =7 A MEROMGRE LT 55 DL~ 1
%, L—WIERET vTrs=120 CFEE (Fig.3-14) THADITHL T, TL I b AT/ E# Tl
vE~150 J F2EE (Fig.4-12), 977205 vIrs (IZHE 33U1E-10~-20 CHYEREL B> Tz,
Fo, FONTET T F 2T —7 T A MHRkD, Fig.3-10 & Fig.4-13 D TH 5012, L—H
AR D T INT L 7 Na AT 7 RBEA R TR L e o7z, 2D Jol, L—YiEiEL
TL I MRV REETCIE, TN ENEGEEE 2 DNDIRIE TS RIZT > F 27 —7 =7k
FREE AR SE T, SONDT v FaT—7 2T/ MAROREB L ORI IT R E 22034
Co.

BHES B OT VX a7 —T7 2 TANTE, BEIRITEMERZE LTz vy — o BREIZE > TERK
SNDT, ToFaF7—7 274 MEROIRIEZRE ST DEER LU T, LMD 5y
AR, BEATUME ((BFAR) B L ONRERE N HF LD, TNBIKTFO T, SEANMEIC
DN, S B X OVREM B 2 B LS D ZE CTHRIEFTRETH DY, IMEDD F3 Ak
RERB X OV HIRE L, IRBEHIAICIDEZARKEL, AL CRFTLI-L — iR oL 7he
ATV EHECIIREIAED BD. Lo T, L —REGRBETL 7 RT VRS RICBITD
T3 F 2T —7 2T AMARKOMEE O L P DI20E, SITEM DO ATRREE I AR A B 8
TR DD.

st @ OWAL RN AEM D AU TFER B REFET 5. AFFEOL —Fistee
JBETLINa AT IEEERIE, EBICT U 2T — T = T A MBI E S SN DR SR B
T DIREEAT TG, 0.02 massbRi#4DONESE B C RO B A ST, L LD,
— WU L T Na AT VRO, TR B~ DERININITER O SR OVARIRE,
BEENERFE 2R OWRFEN 2D, IR R DR BN RIRRE Tho THRM LR TEM D
DAPRREIZITZEZD DD EFE 2 HID.
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Fiz, BHBEEIZOWTE, b —VIEE DL bR/ R IR A BN K EL B2 D
7D, RERFENAETD. AT CIHEBREToT-L—IEBEO ABNL 0.6 k]/mm T, ZOyk:
SBOBETREENL Fig.2-4 72689 150 K/s EHEESNADDITHT LT, TL TR T 7 RO NEL
1% 100 kJ/mm T, Fig.4-7 OFERIFERNDZ DIEHEGBOMETEEIIR 0.5 K/s THY, HA)
B DZFET 300 f52h725.

U EDZEND, RETHE, L—VIEEESL I aAT T RE RO TV F 2T —7 271
NEREOYEE I ZEH N AT B R Z LI T 5720, EILENDEEESBIZOWTIEY
IATIRAEA I L T2, SOICHEE IS RICHEHEET A 7 VA 5L, MR LA 53 i3 52
LIZRY, ENENDEEESRICBIT DT VX a7 —7 =7 MNERSEIE B2, JOHHITH
DEIED T VX 2T —T = A MERE LT O Dfa# A~ T 2 A R 5.

6. 2. HEMHEELIUVHARAE
6. 2. 1. {#HeH

BN A7 NV a A 53 55BN, L — PSR B IO T L 7 M A5 7 it R HE
L7z. Table 6-1 3L Fig.6-11Z2, =L AR/ Ve R (B ESW) Dbk Rk s L ONHA%
Y. COBBEARIL, FAREICBOTT Y F a7 —7 =27 A M EROMBEA SO N TR 4
BT, SR, EEET A, TR, EESIEE, £ Table 4-1, Table 4-2 ¢ WB, Table
4-3 @ FLB, Table 44 |Z/r T LBV THA.

U—FIEHESRIL, L7 AT Ee R LRI E/2 DI, T — VR AR
T HIRFELSNDES S Table 6-1 DL a7/ EHEERBEFICHRZ HEL, L— RN
\ZEDANVNT B EEAT S TE-IL T2, &7, B3R T v F a7 — 7 =T A DRI ZE ]
WrL7= T2\, TIOF B IDNMEM AR LI OT VX 27— 7 2T A MERRIR O 7%
BT 5728, Ti BERINOS A VERLL R ZL — P IREEE1T o7, Table 6-2 (2 Ti IiRIIL—H
ReEA R (Fos LBW-Ti add) 5L O Ti EERINL — VR4 8 (Fi 5 LBW-Ti less) Dk 1E
FIF D7 O I AERU -8R DAL 2 A 7R3, SRR T B4 1%, R BRI HEAFEI L, AR
JZ 6 mm X M§ 170 mm X & 300 mm DOV R EFT-. L—PABAZ, Table 6-3 (R $5c

Table 6-1 Chemical composition of the electroslag weld metal.

Mark C Si Mn P S Al Cu Ni Cr Mo Ti B (0] N ch°
ESW | 0.075 0.25 1.69 0.008 0.004 0.010 0.15 0.07 0.06 0.26 0.019 0.0037 0.0202 0.0057 | 0.435

‘Ceq = C+Mn/6+(Cr+Mo+V)5+(Ni+Cu)/15
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Fig. 6-1 Miicrostructure of the electroslag weld metal.

Table 6-2 Chemical compositions of steel plates for laser welding.

Mark C Si Mn P S Al Cu Ni Cr Mo Ti B (0] N Ceq’
LBW-Tiadd | 0.079 027 1.72 0.007 0.002 0.009 0.15 0.10 0.05 0.26 0.016 0.0042 0.0010 0.0054 | 0.444
LBW-Tiless | 0.10 0.26 1.72 0.005 0.002 0.009 0.15 0.10 0.06 0.26 0.001 0.0037 0.0010 0.0056 | 0.467

"Ceq = C+Mn/6+(Cr+Mo+V)5+(Ni+Cu)/15

Table 6-3 Laser welding conditions.

Laser power | Welding speed | Shielding gas (He-O, mixture)
(kW) (mm/s) O, content (vol%) Flow rate (1/s)
5.0 8.3 5 0.5

T, IEER 300 mm O EI@IAR A1 To7-. Fig.6-2 3L\ Fig.6-3 12, L —VIABRRO KT
i~ 7 ks O — P iaES R O willikA R~ . TIAIRIIL 72 LBW-Tiadd 1%, =L 7k
RAZ T Yt RO SO TaEdD DR FE Y i (Ceq=0.444 massh) L7728, Mok 7
2T =T 2 TANE T A NNRAE LT A R LT, — 07, Ti 23N T
LBW-Ti less 1%, 73 Fa7—7 27/ NIUFEALBIERSNT, IRE AN EERA~A T MR
Lipotz, L—VIREA R ORE B, EREIL, BRI Fig.6-4 R T HIETONTESI 772,

L — B RBITIE RN, L—EESRE ST 5 mm AV ARXDT ay s &K% 54T
LIcotTliEs, Rt OfgHR &, EREOHITIE, BIOVHE RO BRI R OIEHR
i, BRELFHELEL. Table 6-4 IIL— PG ROMBERLLIOEREL T, BBEEIT,
TLIaRT 7B B LD 0.0020~0.0040 massth FREEARV S, 7% 2T —7 = I hDARK
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(@) Mark : LBW-Ti add (b) Mark : LBW-Ti less

Fig. 6-2 Macrostructures of laser welds.

i S B S i
GG

o

(b) Mark : LBW-Ti less (Laser weld metal without Ti addition)

Fig. 6-3 Microstructures of laser weld metals.
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ONw = ([O,N]T\;\EO,N]B)

+ [O,N]s

Vw : Volume fraction of weld metal

[O,N]w : Oxygen or nitrogen content of weld metal (mass%)
[O,N]g : Oxygen or nitrogen content of steel plate (mass%)
[O,N]r : Measured oxygen or nitrogen content (mass%)

[O,N]+

Fig. 6-4 Analysis method of oxygen and nitrogen contents in laser weld metals.

Table 6-4 Oxygen and nitrogen contents of laser weld metals.

Mark O content of weld metal (mass%) | N content of weld metal (mass%)
ar|

Start” End" Average Start” End Average
LBW-Tiadd| 0.0157 0.0168 0.0163 0.0123 0.0107 0.0115
LBW-Tiless| 0.0185 0.0172 0.0179 0.0118 0.0096 0.0107

" "Start" means 30mm from welding start position
" "End" means 270mm from welding start position

I ATRE R B CTh-o7-. — 7, EFEEIL, 0.0100 masshLd EERF 0L EMEE 27, Zh
I, RIS R O E RS RICRINEN 72 LB B, L—Y IR ICY
— VR AN TV RWERENDERPRINS 2L HEES D, BRITEHESET T B
EREALTBN 2L, B DIH v RIS COT =T A MEREINHIZh R AR5, Fig.6-3 DIEHE
FEOIVfHIETIE, KRBT 2 7AMPBIEESN TR T EREIMOEEN R oz
WS, B A 7 VR BRICB W T Z OB R EDO L Z B L CTRIMENRDS.

6.2 2. BAEERPNEVSMOAESE

TLIMaAT T AR T B L O — VRS R T ONMEMOBIELRB LOVEE M, &
BEEEORBIE VT, BB E TS (SEM) BL T R/LE—45 100 X SR HrtE
(EDX) IZ&o T o7, BB ONTEM OIS LOWA X534, Fig.6-5 1”951,
SEM 147 B R AL - SOERALPRU 7 g BHG AT L CoRed 7. ZO X7 mg T2 93 um
X 70 pm PAXOHEFT 10 1B D40 GRmfE 0.0651 mm?), BESNIZT_XTOI
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Original SEM image Converted binary format image
Mark : : S A
ESW S 2
‘ 10um
Mark :
LBW-
Ti add
| 10um
Mark :
LBW-
Tiless
10um

Fig. 6-5 Image conversion for analyzing inclusions in weld metals.

TEMIODEL A 2 O RS A STk LT-. 7238, ZOMTFIETIE, SEM 4l JONEig AT~
NOFUGIEDIRF D, 0.1 um ATEDH A ZRDAAERIHHT CEIRN0, ST —H D
%3 0.1 pum LLEOPA XD EI IR
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6. 2. 3. BRESEHHOERRY(VILEHERAE

TERL 7 =L 7 b 27 7 it )d GL s ESW) B
L— VIS8 (GL 5 LBW-Ti add, LBW-Ti less) 735, <+
B 2 LERBRFEREH LC, Fig.6-615=L723 mm ¢ X )
10 mm OMHFFEOAEZ G HUINT. L. 21270 -
AR, B LEER T8 Formastor F &2 HL TIT Thermo 10mm
VY, BUBHANTE 2V 2 B AT CGRBHRE 2T =4V -couple
T UG, EEEFHEINEE He 7 AL AN LT ___/
TEDEMN AV N EAFH LT,

FHBHAT G LB A 7L 72—, Fig.6-7 BIO Fig. 6-6 Specimen for the
Fig.6-8 D2UBNLLT. Fig6-7 1%, \ by s thermal cycle test
/%ﬁﬂfﬁam (WCCT) ZHA27)LC, £ 100 K/s D2 NER

3mm

%, FerE INEE BT 1623 K 2 O Ff & O3 T/Aﬂl(o 15~30 K/s O#iPH TS L, mHhEE

D L AR A2 A LT, Fig.6-8 1%, S NBEEE 1623 K 75 6 K/s O—EHE T

Peak temperature = 1623 K

Induction heating
(Heating rate
= about 100 K/s)

He gas flow cooling
(Cooling rate = 30, 15, 6, 3,
1.5, 0.6, 0.3, 0.15 K/s)

Fig. 6-7 Thermal cycle patterns to investigate the effect of cooling rate on the microstructure.

He gas flow cooling
Peak temperature = 1623 K (Cooling rate = 6 K/s)

Holding time = 100s

Induction heating (at 923, 898, 873, 848,
(Heating rate e 823, 798, 773, 748 K)

= about 100 K/s) He gas flow rapid cooling

(Cooling rate
= about 100 K/s)

Fig. 6-8 Thermal cycle patterns to estimate the formation temperature of acicular ferrite.
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DRHIEIIZINT, 7 =T A MEREASE D% OIRE (748~923 K ORI C84AF) T 100 s
HIERFEL, 73 F 2T —7 = 7 MVER T HIREZ FFELIOELIZb D TH .

A A7 NATEZOREN T, T AUl bHEEL, A2 — vy F o7 T Uk fkE
JCFBEE CRIZ LI, By — RSB (T 49 N) ICL> TE DS 23R
7z

6. 3. EEBHERLELUER
6. 3. 1. BEEETONEMHMIRGEE

Fig.6-9 |2, TL/haAT 7 e B SOV —Iaed B h CRISRSZRIES 1 um @
AAERD SEM ok EDX ST A 7. Ti 2 G 1oL /A 7 it i (GL 5 ESW) L
—WIaEe R (R0 LBW-Ti add) TlZ, EBICMTEY I Ti SN, T3F%aTF—T 54
MERUZAfET: Ti G AEGRRIMIDOIERE THLHZEMHEESND. FBRIZ, SEM 4TI, SME
Wy FLEL TR T 2% 2T —7 2 T A MNPV RS IV COD DA BIELS L, FRIZ LBW-Ti
add C, MEWND 3~5 um OREIOWHNRT > F2T7—7 2T A M ERSIVCODEET-23H
WECTHD. TizaER2WO L — VR4 o5 LBW-Ti less) TIZ, MEH T T ITHSNT,
IAENET > 2T —7 = TAMERREMMRNESND AlFSi-Mn ROBEATRLIDOIREL 725
THY, SEMAZTHIEMIN SO T L F 2T —7 =7 MERITBIEES ) o T-.

Fig.6-10 12, SEM BOBEEAHTIZ Lo RO T VEBE G B T EMIORIE 53 A% 9. Hif%
FHTIZ L TRHIITET 0.1 pm BL EDH A XON{EREIE, ESW, LBW-Ti add, LBW-Ti less
DZENENOVEREEET 1 mm’ 5720 3702 f#, 9708 {#, 4977 {HTH -7z, TNLENDONTE
WIRIPE o3 A% Ll S &, L7 b AT 7 sted B I0b L —EHEE B O 1 S M EM 3 %
<, FRTKIFE 0.6 pm LU FO/INSIIMERID BN SO EVHEIND B D . 1 ROREFR T
1%, TLIhaAT R84 0.0202 masshiRTLC, L — a4 0.0163 mass’ (LBW-Ti
add), 0.0179 mass% (LBWTi less) &L —WEHERIBDTTHMRNZLNS, ITEEAERDAFED
AT L7 M RT 7 RS R IVb L — PSR DO T AV SN EEZBND. LTIEA - T,
L —WVEREA B R ONTEM A IRIEIY, L7 AT 0 VR B L L LTI 2 DM«
DRIFERFEDNSNEWDIRREL 70> TN, FTe, AL — VISR T, LBW-Ti add &
LBW~Ti less TIFITEMIEL S 215 F2 B Fe70 5 TI8Y, Ti DIRINIITEYHEER D 27253159
DOOTTRHBITH % JIFL, 0.4 pm LU FO/NSZ2 A RO EWE IS 280 R i D2
/by SYIEY
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SEM image EDX spectrum

e fha gy -Inclusion

Mark :
ESW

Mark :
LBW
-Ti add

Mark : Mn
LBW

-Ti less
Fe

0 2 4 6 8
(keV)

Fig. 6-9 SEM images and EDX spectra of inclusions observed in weld metals.
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>1.0
09~1.0
0.8~0.9
0.7~0.8
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0.4~0.5
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0.2~0.3
0.1~0.2

<01

Total inclusion density
= 3702 /mm?

Diameter of inclusions (pm)
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Density of inclusions (Number/mm?)

(@ Ti containing electroslag weld metal (ESW)

>1.0
0.9~1.0
0.8~0.9
0.7~0.8
0.6~0.7
0.5~0.6
04~05
0.3~0.4
0.2~0.3
0.1~0.2

<0.1

Total inclusion density
= 9708 /mm?

Diameter of inclusions (pum)

0 500 1000 1500 2000 2500 3000 3500

Density of inclusions (Number/mm?)

(b) i containing laser weld metal (LBW-Ti add)

>1.0
0.9~1.0
0.8~09
0.7~0.8
0.6~0.7
0.5~0.6
0.4~0.5
0.3~0.4
0.2~0.3
0.1~0.2

<0.1

Total inclusion density
= 4977 Imm?2

Diameter of inclusions (um)

i i i i i i

0 500 1000 1500 2000 2500 3000 3500

Density of inclusions (Number/mm?)

(c) Tifree laser weld metal (LBW-Ti less)

Fig. 6-10 Number and size distribution of inclusions in weld metals.
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W, ZONAEMDRIBESATINT V% 27— 7 =T A MDA I MIE T B DN TE LR
%. Ricks 5 8, BRIRNMEMIDSERIRD T 2T A WDEERT DA DI L= F L —%
FHREL, WERAEROGAEOIEMA L= VX —1Tx T 2R EL T Fig6-11 (R REREFS
72, ZOFERTIL, SIMEMD DD T 27 AMEAERIT v FIR DGOV IEME L= L
—I LB, ITE T A X RENFETEHA L= R — R0, SITEO D3 1 pm &
B2 DEREROIEHA L= RN =R —EL>TWD, FT, B R T ONTEWM AL T
XTI = TAMERDOBURE TR LI AERELC, VT ~—U T — 2T 0.8 um™
BHHUNE 0.4~0.6 pm LA, YT — 28T 0.45 pm LALE D20 0.3~0.9 pm™ Do
ADORNIEINT > F 27— 7 2 TAMERRIZ TG T HEMESITND. ZIHLOHIAND, YA
APRENAEIOTTINT > F 2T —7 2T AN AR LTS, T > Fa7—7 =77l
LB CEIT — 7 A4 R T, U 0.4 pm BRE LU EOYAZXDONEMN T Fa
T —7 2TA MDA THH LRSI TUND. Fig.6-10 DMTERRIE /A1 C TiInD
LI NaRAT 7 R (Rl ESW) &L —Estee® (Gis LBW-Ti add) ZHi#z 354, ESW O
FFDIAEREE T2 0B DD 0.7 pm A LDV A ZDNERINE N2, TV FaTF7—T =7
ANDAERUIIIFERTHLEEZLND. LLIEND, EEOESEE R TIE, L —IAESE
DI CTEEDT > F 2T —7 = TAMPERSITEY, L—PFEBICBW T
0.4 pum RFEOREEDP N2 NES T > F 27 —7 27 A MERICA NI EE X DD DY
Thb.

LT, NEMN AR T DT v F 2T —T 2 TFANDEESE - YA XZHDONTC, fEHHRET LT
REAEL CTHD. R ONTEWDN BT BRBEZ 35\ TSI 2/ 32 D1, Fig.6-12

1.0

-
o
res o 0.8
5 [ =
: @
i £ 061
i g ! )
3 g inclusion
@
o 0.4 austenite
inclusion 2 e grain
o
£ 021 boundary
(=]
=4
0.0 . ) i :
.01 o | 1 10 100 1000

Inclusion radius / pm

Fig. 6-11 Calculation result of activation ener%;y for the formation of a truncated spherical
nucleus on a spherical inclusion®8%.
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Inclusion Acicular ferrite

Fig. 6-12 Inclusions array to estimate the size of acicular ferrite from the mean distance between
inclusions.

(ORT IDNIE = ATORTE RIS DR ESND G ThD. A 61T, TvFaFd—T7=
FA MDA I L ORI 0D R R I T BRI TR T 52 L CEREEF LA MEtL T
58, ZZTHEDOEZERAL, Fig.6-121RULIZINS, SIMTEDNLAER LT % aT7—7
=IANDERGEDORED, BT DM EDN DR LT T > F 2T —7 =T A hEfEiZEL TS
1L RLRET DL, MEYMRI ORI E>TT V% aT7—7 2T MDY A XNRESNDHZ
Ll h. IE=ATEOTERICITEMNES T D556, 1 >OIE=AFHNIZIE 1/2 HOE
(1/6 {E23320) BEFEI, ZDHEDELE p (/mm*) IZLL FOXTESNL.

_Yz2_ 12 :2\/25 ................................................ 6-1)
S 3, 3a

4
ZZT, S BAITAIE=AEORER (mmd),
a: E=AROUOES="1t i (mm).
EE o T Fig.6-10 TR TEME A RAL TR ERIREE, Table 6-5 (2.
IMEMEREIE, B2 0.1 um LA EOFT X TOMEMERSILT-5E, ESW T 17.7 pm, LBW-Ti
add T 10.9um &720, 0.4 um LLEOKEDOIAEDO HZBIILT-SrE, BSW T 24.7 um,

Table 6-5 Inclusion density and calculated distance between inclusions in weld metals.

Mark Inclusion density (numberz’mmz) Distance among inclusions (um)
Size=0.lum  Size=0.4pm | Size=0.lpm  Size=0.4um
ESW 3702 1890 17.7 24.7
LBW-Ti add 9708 1428 10.9 28.4
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LBW-Ti add T 28.4 um &72%. ZOIMEMRINRO DT 2 F 2T —7 2T A MREITRDH LR
ESNDN, Fig.6-1 DIZ ik D, ESW DFEERDT L ¥ 25 —7 2 FAMESIF 10~40 pum F2
ELERDI, 0.4 pm L EONTEMIRIFEIIRIL T, ZOE00F N EOESOLOMRE, —
77, Fig.6-3 (@)D 7 afli#k) 5, LBW-Ti add D7 3 F2T7—7 27 A MESIFMR 5 um LA F T
HLHERLI, TN TOIMEMEBS LTS E DI EIRRO 3 /56T 5. LLEDZEND,
TUIMaRT TR CIX T X TONTEM O G HHRII A XD RENS DN T v FaF7—7 =
FTARPAERTADIZKL T, L—PEETIREET R CONEDNS TS F2T7—T7 =T (b
INERR T HEVIRIE THHZ LD HELZSIA.

72720, Fig.6-12 |TRLIZIIRET VT, 7o FaT—7 =74 Mhila O MR KE 7
D, FOEFEENE DZ NS ORRREIRIZ LR TNSS, EBROERES R THRLILD I
IR T VX 2T —T 2T AN DMERO IR T, FHIT a2 T — T =T/ REE
DRENTL I AT 7 R84 8 T, Fig.d-15 @ SEM & CTRLIZEI R T v FaF—7 =71
BRI/ S—=F A M HNE MA &R LNARRO R A SR RO HR ThH L) F I
DTEBENREN. RSB T TIET %27 —7 =T/ MDA B L O EIT =R TS S
720, FEMRET LV TIET X aT7—7 =T A MERE Ol E + 5 ICFH TE R0,
Fig.6-13 (RIS, MEMN DA LT T 2% 2T —7 =T A NERZERED v LD FHH
TIRENCT X 2T — T =T A NMEAERL T 5 Sympathetic nucleation®SEEZHEE Z HL, TS
DVEBEA BTV VIRBEDMHEE TE 5. SFIROIL, RSB OMMIERE (LD DSEIZIC L
S7C, 1073 K25 773 K DB OB EIRERDY 153 s OS24 v T Sympathetic nucleation (242
STT o FaT—T72TAMNERRS
HZEERLTND P, AWFZED L7
N AT 7 R RIT, SR DOBLEE Acicular ferrite
PR A HS D nucleated at inclusion
Sympathetic nucleation (2> CTI{E
MO AT DEE L, E DT %
27 —7 =T ARSI, FERAIC
BTy F 2T —7 =T A Mk L7
STNDLDEEZZ HID.

728, Ti BRIMOL —iae R
(f 5 LBW-Ti less) (T D>\ TIZ,
LBW-Ti add 0% 0.5 um LA WA
A DI TEMBIN L NZH BT L TR

Sympathetic nucleated
acicular ferrite

Inclusion

Fig. 6-13 Schematic illustration of sympathetic
nucleation of acicular ferrite.
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BEEPICT X aT—T 2T ANIFIEAE LRSI TEE T, Ti 28 FW{tmo 7T %
27— 2T A MERRED i) TR N EUND Z E 30D THERRS LT~

6. 3. 2. 7oXaTo— oM NERIZRIZT AIEEDFE

Fig.6-14~Fig.6-16 |2, L7 aRTZ 7 4R (Fis ESW) BLO2HEDOL — Vs iR
(F&5 LBW-Ti add, LBW-Ti less) 2>SEREL7=5806HZ, Fig.6-7 {Z7RL7= WCCT A7V %
fHELI=B O oz~ d . NSRS R CRE .

Fig.6-14 @ Ti IR "o AT 7 {EHE B AR ClE, MAELEE 30 K/s TV Fa7—7=
FTARE~ VT ANDOIREMGE, WEIEE 15 K/s LR Ty ¥ a7 —7 =74 M EROMfkE
7pot. WHEBEEE 15 K/s CTIIEFE IR TV F 27— 7 = 7 A NI SO, MEBEE
KT T DI > TT o FaT7—7 = TARDHRITARD, mAETEREE 0.3 K/s LU T T EE~AF
AN FERORIEE 2% . FERO LI AT 7 YD MR L 0.5 K/s BREETHD), Fig.6-3 D
R HERE 0.6 K/s OFFEDS Fig.6-1 OFEBEE EOFMRBEFALIL THDBIEND, ZOEY A7V 3K
BN BRSO RO ERERI A FEE ISBHEEL TWDEBRABLND. T X TOMEREICE
WG, I Hy BIRUTRIA T 2 FA MBI T 27 A M AR T L —NMIEKRL TE5HT, B ORIRA
REIIHPNR D BN N TNDEB X HID.

Fig.6-15 @ Ti YL —VIARA B CIE, MAREEE 30 K/s TR 7L ¥ aF7—7 =7
ARFEAROFARRE2D, AR 15 K/s LR CHAEDIK FLEbiZT v FaT7—7 =7 A3
FIRALT D281, 1Hy BRI T = A N335, AR 0.6 K/s Tl
FHRR AR HD DRI T 2T ANDOEIE DRI DD5, v FINO#MEL 7> %27 —7 27 AT
1372 EERASA T AN 5. 1y R TRIR T = Z AN T DD, B COZEREA I
THIDDREYS B AR T D20 T, L—PEEEE T O N 23 0.0115 masshé = 2 EITEA]
T5. FEEOL —PIREOHHAMRET 150 K/s FRELHEESN, AR A7 0 i B Cleb in Al
IR 30 K/s KOHESHITH . Fig.6-3 (a)DIEHEE EOMFE CIIRIA T =T A NI AL EIER
ST, B A2 VRO CHRATEEE DI T IZ - TR T = 7 A NEDSEEINT 52800
B2 T, WHEATRT O B ITMHAEEDEOEE N SEEUICK, b— RO M AR Tl
N &H DV NE B/N HIZBIRZe< B 23 y RIS COZEREIIHN AN B EHEE SIS,

Fig.6-16 @ Ti AL — VP IABE A B CIE, MARREE 30 K/s T 7 A bl B
AT ALDIRERRE, WHEBEEE 15 K/s LA T CEEASAFTAEROMERE 2D, WFhom Al
HEIZBW LT VX 27— 7 =7 MOAERITBIZESNT, Ti 288 LRWITEDTIET %
27— = TANDBARRPEID72WNZEDRIRS NS, [Hy R CTORIRT =T A MERKIZD
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Fig. 6-14 Microstructures of Ti containing electroslag weld metals (ESW) after WCCT thermal
cycles shown in Fig.6-7.
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Fig. 6-14 Continued.
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Fig. 6-15 Microstructures of Ti containing laser weld metals (LBW-Ti add) after WCCT

thermal cycles shown in Fig.6-7.
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Fig. 6-15 Continued.
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T2 IA NS,

P EDZ LS, WEBEEISHOG AN, NS AZXONED THT V¥ 2T —7 =7 M3
ARSI, B EIZ<IAET DL — RSB D T M2 7 % 27 —7 27 A M
L7203, MEEEBENG AN, IR KREI A XD DD BT v FaF—T7 x5
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6. 3. 3. AIRENELLIBEEETTDT O F15—T75/MNERHE

Fig.6-17~Fig.6-19 |2, Ti N7 a7 7 fEHAeE (Bis ESW), Ti IRV — s
J& (R275 LBW-Ti add) 38X Ti fERIIL— i (Fis LBW-Ti less) ) OERHRL 72780k}
\Z, Fig.6-8 l{IRUIZB A7 VA B LTt O 7 affififz 3. BUCIERBHES S R CRid .
Fig.6-17 @ Ti Il 7 A7 7 VR4 8, Fig.6-18 @ Ti WL —VIAREA R L, (A
JE 898 K LN TT vFaF—7 =T/ MPAERKL, (REFAREMELRDIZLIZ > TT v ¥ aF—
7 A MEREDNEINT DR 7SR B CUD. Fig.6-14 381 Fig.6-15 OHEFHAEIT
[FIL 6 K/s DA ALV RE RICHRE 22 D1E, EHLHRFHRE 748 K D5
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Fig. 6-17 Microstructures of Ti containing electroslag weld metals (ESW) after thermal cycles
with holding time shown in Fig.6-8.
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Fig. 6-17 Continued.
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Fig. 6-18 Miicrostructures of Ti containing laser weld metals (LBW-Ti add) after thermal cycles
with holding time shown in Fig.6-8.
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Fig. 6-18 Continued.
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Fig. 6-19 Microstructures of Ti free laser weld metals (LBW-Ti less) after thermal cycles with
holding time shown in Fig.6-8.
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Fig. 6-19 Continued.
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Fig. 6-20 Driving force available for the nucleation of bainite or acicular ferrite at the

transformation start temperature®.
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SHITIRRIZZ2 DL, JO/INSIe P AXDNTE) THT X 27— 7 27 A MDA 58D
(27200, W ENREE DS IEF B0, FTT V% aT7—7 2T A ORI AL E
il 7 0 DR E D HNT V¥ 2T — T =T A MO ENMELT S (Fig.6-21 D E2).
Sympathetic nucleation (2> TIHEMNOEEAKRURELIZT > F 27 —7 =274 Mnbb IR
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Fig. 6-21 Schematic illustration of acicular ferrite formation mechanism in different cooling rate.
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