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Table 1 Chemical composition of pipe and welding material
Cr Ni Mo N C Si Mn P S
SAF2205 22 5 32 0. 14 0.030 1.0 2.0 — —
22.9.3LR 22.5 9 3.0 0.12 0.030 0.8 0.8 0.030 0.025
2.8.3L 22.5 8 3.0 0.14 0.020 0.5 1.6 0.020 0.015
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Table 2 Welding process parameter
u/v /A v/ (mm°s™ D E/ (K mm
1 1 93 0. 47 217
GTAW 2 11 113 0.9 1.38
3 1 13 0.7 1.56
1 1 104 0.78 1. 47
MMA 2 24 61 0.9 1.07
3 2 58 1.4 117
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Fig.2 Microstructure of GTAW joints
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Fig 5 Shape and size of tensile specimen
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Table 4 Results of tensile test
o/ MPa LEZD) (%)
30
ad 30pm MMA 771 9% 25%
() 4R (b X GTAW 779 61% 33%
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Fig.3 Microstructure of MMA joints ’
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Fig. 6 Results of impact test
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Fig 4 Results of hardness testing GTAW  MMA
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