SARTTE | e G, 45T 1993 /185

J. of the Korean Society for Heat Treaiment
Vol. 6, No. 4, December, pp.185~193.

G X

®Mxid|2) %= 300Grade 18% Ni oj2ojo] &2t 4ol
o|lF&xol o|x|= dxiz|e| WE

HYs UM TR 2
w5

Fabg e &

EFREE TR

Effect of Heat Treatment on Joint Strength of 300Grade 18% Ni
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ABSTRACT

The effect and Condition of heat treatment on the tensile strength of welded joint was investigated in 300
grade 18% Ni—Co—Mo-Ti maraging steel sheets welded with electron beam.

A good tensile strength of welded joint was obtained by following heat treatment cycle ;

At 1100°C the specimen was high temperature solution treated for 1 hour and then it was repeated
solution treated at 900°C, 820°C for 1 hour respectively to recrystallize the coarsened y grain.

These heal treatment cycle was completed by an final aging heat treatment at 480°C for 4 hour.

Moreover, dissolution of dendrite, a significant decrease in seregation of Mo, Ti in weld metal were
observed and also the coarsened ¥ grain formed at 1100°C, 1200°C changed to fine grain due to the effect of

recrystallization.
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Tabel 1. Chemical composition(wi. %) and tensile strength of alloy used

Lomp o | g I mn| P | S
Specl.

UTS

Co | Mo | Ti Al Cr Fe (kg/mn’)

18% N1

—Steel

Maraging | 0.03 | 0.12 | 0.007 | 0.01 | 0.01 | 18.04

9.12 | 4.73 {0505 | 0.25 | 0.01 | Bal 205
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Fig.l. Dimension of smooth and notched tensile

specimen

Table 2. Heat treatment cycle after welding

Heat No. Heat Treatment After Welding

A 480C 4H, W.Q

B 820°C 1H, W.Q—480C 4H, W.Q
1100°C 1H, WQ-—900C, 1H, WQ—

¢ 820°C 1H, W.Q—480°C 4H, W.Q
D 1200°c 1H, W.Q—900¢C, 1H, wWQ—
820C 1H, W.Q—480C 4H, W.Q
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Photo.l. Schematic illustration of structure and

transverse cross section of macro—

structure of weldment
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Fig. 2 Transverse micro-hardness distribution of
weldment under various heat treatment

conditions
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Fig.3. EPMA contour of macro-segregation in weld metal under various

heat treatment conditions
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