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2.1 4% A=

AREE AEE A 9 77 6mme] STS304L 2ol
o TIG 849 87 47 12 mme] ER308S AH&-319]
t}. ER3089] s}et 248 3 10 YeRITE 97|A4, L& &
2okES 0.03 % ©]3k= A 3kA1Z] Low carbong 27| &hH,
o] AlghS el ogk JAFA o] dojuk= A
A5k 918k Aelt). HolA &A1 d«] @@@% A= 7E
o] HA(Gap)s HAastslr] $1ste] 4 A
Rom, TIG S A Hode o’l‘}%ﬁ—?—q Freas 8o

SHA st7] ffske] 45°¢] 7B (Grove)s AASHATE

o]

A
3

11 As+4

b

Element
[wt. %]

STS304L 0.026 | 042 147 | 003 ]| 0.002 | 1838 | 8.04 0.19 0.15

ER308 0.041 [ 041 1.9 - - 19.8 9.71

2.2 &4

S g7l olFoR Sisith deolA &4 HAEH
16 kW tl2== #lo] A (Trumpf TruDisk 16002)E A}8-3+51
Oh AldE ZHolX|o] GAIZL -, oA W& ol FAlT]
HA A TIG $4& &7HE ARE-sksled, o]
A SR TR R AIRES ZEolA ¢ g7 F- o}
A5 ol sA7IH AAsTh TIG 852 HYWEL-306AE
AHEBESloH, S §1E flste] 49| aE AAleeinh 1|
13 % 28 8349 mAxe 248 ekt

Welding direction

Welding machine

Cooling water

as

Laser TIG
Wavelength 1030 nm
Beam Quality 16 mmrmrad
Power 5.5kW
Defocus -2 mm
Incidence angle 10°
Voltage - DC 16 ~ 20V
1st:75~80A
2 nd:85~95A
Current
3rd:85~95A
4 th:75~80A
Arc length 1.5~3 mm
0.06 m/min,
Welding speed 1.5 m/min .
8-Weaving
Shielding gas Ar Ar
gas rate 21/ 15 >5/5~10
[L/min] (Face / Root) (Face / Root)
Improvement angle 0° 45°
Gap between materials 0 mm 32~3.5mm
Filler metal not used 1.2mm ® ER308

2.3 71AA 54 H7t
SR 7AH EAS AS

SANGo R Hrleloth AEE wlolAR H|AA ALY
(MMT-X, Matsuzawa)& AH&-3te], 8552 % wgko =
AR Y ka2 200g, EAE 10 % 3
A HHY w3AFAL M7 ASME  Section  IX
QW-462.1(a) B QW-462.3(a)ll whehA] A28 t)] A73A]
§2 10mm/min® =2 AAEAY FIAgHS 158
& 180w 3ataitt A W A% UH-F100KNX,
Shimadzug AH&ste]  AAstiel A,
ASME Section II Part A SA3709] w2}A Charpy V-notch
types AZeFATE[17] =X+ XAl (Base metal, BM), €%
H-(Fusion zone, FZ) 2 ¥3gH(HAZ) 212} 713819 T
SAANEE OTC-H500, Oriental & AF&-3Fo] 220l A 2 A5}
Aok ¥ 25 AIREY RALRE vEhd

=4, A, WA

32
o

SN

- 980 -



2021 g=s

w
>
el
b
&

)
M
%

3.1 8% ¥4
Zol4 2 TIG &
Z71E& MAEte] AAE} :
WS UeRdLh o4 488 84
(Root)ol| 4] =LA} 9dole] W alo] L}E}
Z/zl0] H|(Ratio)’} & €957} &
A D=7 vl 327] vl 86
& 7172 §500] | Aoz s
ol AW 9 & vl=9] ok [0mm ©]
o] esov, e At
‘l‘*/] T Z/zle] 7} A

]_

u:Zi
rlo
o
-y
ot
=t
i)
lo,
iy
ot
1T
ofk
oX.
of
o,

2
[
o
w
flo
oo
iy
4z
1o
o il
_1(){, NE

-
SO
so
=
o
8
e

o

2
=)
=2

Iy
ol &
rlo
-3

z
2 :
Q T
T o
Q‘L

L)

oo
o

2 rlo

o & oo (I
Mo ooy o om N Toor fR oA

tjo
k4
& b
e
o
=5 2
D

13‘
il

o rlu
iy
o
o
ins
Tr
2o

fru
W
S
@ 0
k1
N
-

Front

Appearance

Back

Cross
section

rf
@
i)
tot,
Ay
L
i)
i
)
23]
'
Mo
i)

= dolAs TIG §479) % el JEpEs
kT F §RE P2 B ok A b,
go]#] 839l FZ+= BM9| 7%= (233 Hv) Bt} &2 2507300

Hyel =227k tetseh, Ade] AHge Ans Asks 4

FoluZ Col 93t Ak sl A5 FoR drtErh A
e WE Wzt 710 A Y mAste] Jgo R
ety BMeF FZ9] A7) 492 4% Wbt 719 vep

A F3kek o] 21 HAZZE 719 A8k 35S ofvleitt
TIG €49 FZ&= 2207257 Hv W91¢] A% 27} Yepsith
BAje] Frest vjagls W 7gstet st A vebsitha
-4 2ol o7 vhepe] Aol gl FZ Well =

3k 2= o)
= T M
RHoz s g AHE Ao Azt 13 4=
ol A%} TIG 43l 70| e AmiEs vhepch
e B AN e ARs Yeigl
ojZ > FHF-o| Wrte] wher] wLole} ddtdnh TIG &
Mol ol ARETE L W] ARRIs} )5
A3} o] ekl
Y —&- Laser
290 - TIG
20
%250 -
/]
| .
] 1307
- LY
£ 20 5
BM (233 Hv)
190
170 :
47 6 35 43210123 456 78
Distance [mm]
(a) dolAet TIG &7 & W] i
310
290
w270 1
)
2 250
v
£ 23 ress==—=
B
T 20 -
19 BM(233 Hy)
170
0 1 2 3 4 5 6
Depth [mm]
(b) #lelA e} TIG &5l 2ol ‘C‘Jﬁﬁ:ﬂ BEEE
[ 4] #elA & TIG §39 A& X 54

- 981 -



2021 d A=y aes] £ et EeTy

w

=] =
45 A 54

gst7] Slate] UGAIF S AAleH
Aol At spdite] S
CdlolA 8359 A== BMO 1A =R of
A Yebsk o, shekizt BMell A8kt o] 42w
Zt& el of gk FZo] wiAleh A4 o] o] e

I

o o
a1
rr
_L}]_,
Ji J[N.

o Hi
N

©
53
il
L
i,
Ko
e
>
1l
rlo
12
)
o9
=<
o
o
pie
rlo
=
tio
i
ful
=

¥ o orfu AL T

T
T, 1Y 62 SEMS o $3ko] 913
3 TIG $4%-9) shamolw, mAg 952 e 434
3 A4 TS Yepig,

Tensile strength [MPa] Elongation [%)]

BM 637 )

Laser 650 46

TG 627 37
Fusion zone

Laser
welding

TIG
welding
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