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g 98 7152 BE stripg o83 &4 x4
£ ole 2R AHAQ o g Aztgr)

d44 0= disbonding 842 ¥ 87] AR
2 AR =] Qo] 487 AZA dREY AS
oujgo] £3%9] disbonding 549 tE AEE &
Tata glem, ojd Fga AFAr sl <3 A
gz FPHY F2R71E AlFel 1996 ASTM
Standard Practice G146-962.2 F2o=® 43}
=7} o]2F},

24 XZFAX2| (PWHT, Post Weld Heat
Treatment)

JolA PWHTE 38719 <k 2 A, 71AF
dHe] A Fag Mot} Table 12 ASME
Sec.VIII Div.2¢] #3€ Cr-MoA +EH8714 79
PWHT X712 vepd Aolch. ¢=87] Az A+
PWHT 732 943 #sm Aol depre B
Aol ®Hrh JAsA FHE  code (customer
mandatory) el walok & A% gt}

o

Table 1 Requirement for PWHT of pressure vessel by ASME Sec. VIII Div. 1 & 2

1
y C/jl\ioMo 1Cr-%Mo 24Cr-1Mo | 24Cr-1Mo-V
2 2 1 —1 _ — o
s 114Cr-%Mo 3Cr-1Mo 3Cr-1Mo-V
P No. 3-1.3-2 4-1 5A-1 5C-1
Min. Holding temp.
i }(Iﬁgd;nogF) emp 590/1100 590/1100 675/1250 675/1250
. 1hr/inch
Min. Holding t<2 (Min. 1hr) 1h.r/inch
S i R i
' £ 5 5+(T-5")/4"

REHREERE 204 5%, 20024 10A
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44 A% WA WA E o PWHTE 7Fedt
g 8382 AAshe Alo] wigAsht At d39 A
H] 2 2z Ao Aoz Qlate] AMIAY 8RS
PWHTE AAlshe Aol /18 72971 gdh. me
A dFoAe ALdd WAE A5k £HAF &
300C~350TlA &4 Fae e BEdoz &
4 gA2](DHT, De-hydrogen Heat Treatment)
T 550C~625ColM 532 PWHT(ISR, Intermediate
Stress Relief Annealing)S Al 3t} Azle] 2§
A& PWHT(LTPWHD) 2t1= &9 IAsA 8§34
Bt =3 A4 93 3t PWHTE A=ste W
gboll gt AEI ki 52Vl 28] o] fojA ALFY
o WAl A5 &85 Ut

2.4.2 37 PWHT Zze] 4%

QRE 23XE AfE 2387z AEe o
#4719 A PWHT2E H9e A9 Hnges
HAE A2t A3lehe Aol gnkdoltt, wekd PWHT
o & AMe FEF fEe FA} Fme AE
ZYg 27t Jomz 25 E fAAZR] Meo) 4l
< 718 et it

Fig. 95 2iCr-1Mo+4V79 €133 parameterol

2 QA= F4U4 # ¥sE JeErd Aot
2 33 M 9} o] Larson-Miller parameterol o
2t A4 Fre 7Ae AR ATHIA
9] F7hE vepdt. weA gE4719 AF 1A
A8 Aol PWHT &9 93] AFHeg o]
A 271 AL 85 ARsHY AA, €L o
A 2ol HF 7144 429 F83 M2 JL3A Ert.

o go] 7133 BACA AHgEE 4 e 87]9
7% heating bandl 93t local PWHTS] 2 &-o] |
g5]o] furnacedl 23 full body PWHTE AA&

90 0

80 -
N
5
g —~
E ot £
)

=

> 2
EU«) [
1)
>~ 50 |

40 1 1 1 —-60

19.5 20.0 205 21.0 215
(T+273) x (logt +20) x 1073(C. Hr)

Fig. 9 Tensile strength and FATT change of the
2.25Cr-1Mo-V steel with tempering para-
meter54)
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AFE= over tempering®9] spec.olA 878k A7
e BEsA] 23 He EAZE 24 2t 9
cuz gAY AGIAdMEE AF HF V1A
2 el g AFE 71 29Ut g &, EA)
9] "9y, 57t PWHT, PWHTS =24 % £3%¢
AR A HFA GEgs vA e golgd sl
A& Larson-Miller parameter 59 ®1¥% parameter
o 98 FFMdoz A=l ool Y.

ot

3 % =

0jo

g @7 8719 A Ak dig) S3] 45
qF He Weolvnl 2] sdsidt. 53
HAollM 3] olel g dRFY Arle dFL dA
Uolgo] EAlete ZIexE2REH A 2o He g
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Aoz 7ldigc}.

A 48719 T SHdME os F&9
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%, vl AL b 2 A T 3T Rk
o] A AY T L& Y dAYHo] 8FH+=
298 ¢FHE719 Zledele Ul A4, 84,
ATFNE 59 resources} infra.9] A& QA 43
synergy’} S
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