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Fig.1 Butt welded specimen
Table 1 Mechanical properties and chemical compositions

Mechanical property Chemical composition (%)
oy ov | s [yYR| c[si[m [P s[cu] Ni [cr[Mo][V]BI[Ti] Ceq
(MPa) | (MPa) | (%) | (%) x107 %107 x10” x10° x107
HT780 804 823 21 95 15 | 36 120 12 1 1 1 10 12101 - 42
Welding wire* 710 830 24 - 8 38 125 9 11 - 222 - 63
Ceq=C+S1/24+Mn/6+N1/40+Cx/5+Mo/4+V/14 * ! catalogue value
F—U—F L—=YvE—=7 RHFEm IS REEEEET  HI780
HHE S TH67-0047 KEKHFARTIRFE» 11— 1 KPKF BEAFEMZAT  TEL: 06-6879-8667
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