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Table 1 Welding parameter
JEIE JREEE IR IA R NE 0/ JE422 BE v/(mm-min ") U AE/(kJ-cm )
HLAR 230 ~ 280 24.0~25.0 900 4.2
B3 220 ~250 24.0~25.5 580 6.0
F) 200 ~ 230 23.0~24.0 600 5.1

®2 REMBFMEZHULERS (RESE, %)

Table 2 Chemical composition of experimental materials and core wire

HFR C Si Mn P S Cr
L4854 0.04 0.17 1.71 0.006 0.002 0.002
JRAES R 0.04 0.17 1.70  0.007 0.002 0.24

Mo Ni Nb v Ti Cu B Al
0.11 0.20 0.06 0.005 0.015 0.13 0.0003 0.03
0.12 0.20  0.059 0.005 0.015 0.14 0.0005 0.31
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CTOD values of welded joints before/after strain aging. (a) weld metal; (b) heat-affected zone
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Fig. 7 SEM micrographs of fracture surfaces of the welded joints before/after strain aging. (a) weld metal in initial state;
(0) 0.5% + 250 C, 1 h weld metal; (c) 1.0% + 250 T, 1 h weld metal; (d) heat-affected zone in initial state; (e)
0.5% + 250 C, 1 h heat-affected zone; (f) 1.0% + 250 C, 1 h heat-affected zone
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