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Fig. 1 Experimental installation Fig. 2 Microstructure of base metal
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Table 1 Chemical component of T91
TE  Cr Mo \Y% Nb N Ni Si C Mn P S Fe

8~9.5 0.85~1.05 0.18~0.25 0.06~0.1 0.03~0.07 <0.04 0.2~0.4 0.08~0.12 0.30~0.60 < 0.02 <O0.01 it
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Table 2 Welding parameters
Fr RS SR KL s
P/IW yw(mm/s) vf(m/min) E(kJ/cm)
1 5600 20 1.2 2.8
2 6000 25 1.5 2.4
3 6400 30 1.8 2.13
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Fig. 3 Weld appearance
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Fig. 4 Weld section morphology
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Fig. 6 Microstructure of HAZ and WZ at different weld heat input
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Fig. 7 Result of RT at different weld heat input
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Fig. 8 The microhardness distribution at different
position of the weld section
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Table 3 Result of tensile test

Y5 BURLIREER,(MPa) JiIRSEEER 0 o(MPa) FE{HFS(%) Wi &

1 695 545 17 L5

2 697 550 15 BEAF

9 it R RERE
Fig. 9 Tensile sample fracture morphology
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Table 4 Impact test results of different area at 20/0/
-20 C
g5 sOhE ERET(C) il I RE REK ()
1 BM 20 24
2 HAZ 20 26
3 WS 20 28
4 BM 0 26
5 HAZ 0 29
6 WS 0 25
7 BM 20 23
8 HAZ 20 31
9 WS -20 28
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