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TRANSACTIONS OF THE CHINA WELDING INSTITUTION
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1.1 REHR

RIGHRER R SAS08-3 4NAFEAR , 1 (K x 98 x
J&) 29 500 mm x 200 mm x 100 mm. B Ak2F R4
1 N, BER 12k E R, = 600 MPa, R, =450
MPa,8=18% ,A,, =50 J.
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Table 1 Chemical compositions of SA508-3

C Si Mn Cr Ni Mo Cu \4 Fe

0.19 0.121 1.35 0.2 0.6 0.5 0.08 0.05 K&
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PR FH K R0 2 ] i L IR L, AR 3 11 oA iR
“U”IE, %80 3% 1T HIOMn2NiMoA | %84% T. 2 2 803
W2, BEHALFET 70 15 h(550 £10) °C HL &
N ARARFE . AR SR A N 0 R R E LR,
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Table 2 Welding parameters

CERES HL I JR TR BRI
u/v /A o/(ememin™) E/(kJrem™')  N(iHK)
530 ~550 30 ~32 38 ~42 27.3 30
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Fig. 2 Welding stress distribution before heat treatment
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Fig. 3 Stress distribution of heat treatment after welding
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Fig. 5 Longitudinal stress comparison on different paths before and after heat treatment
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Fig. 6 Thickness direction stress comparison on different paths before and after heat treatment
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Fig. 7 Transverse stress comparison on different paths before and after heat treatment
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Fig. 8 Equivalent stress comparison on different paths before and after heat treatment
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Fig. 9 Comparison of simulation and experiment results
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