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Study on surfacing technology of all-position stainless steel inner wall

LIU Wangcun, YUAN Liangwen,ZHAO Jia
( CFHI Dalian Nuclear Power and Petrochemical Equipment Co.,Ltd.,Dalian 116113, China)

Abstract: The all-position surfacing welding technology of stainless steel was developed in view of the technical difficulties of the
all-position surfacing welding of the inner wall reactor pressure vessel. Through the welding test,the microstructure and mechanical
properties of the surfacing layer were analyzed and discussed. The results show that the flatness of the surfacing layer is good,and
no coarse grains are observed in the metallographic structure. PT and UT test of the surfacing layer are all qualified. Both the
mechanical properties and hardness of the surfacing layer meet the relevant requirements, and the intergranular corrosion and
pitting corrosion resistance are good,and meet the technical requirements.

Key words : all-position ; surfacing ; microstructure ; mechanical property
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Fig. 1 Schematic diagram of welding equipment for

test parts
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Fig.2 Welding gun position
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x1 2NENBERESRENTIZSH
All-position inner wall surfacing process parameters

Tab. 1

for different welding zones

SIS WREH/A EERE/A HIRRE/V
1 265 175 11.9
2 255 165 11.9
3 255 165 11.9
4 255 165 11.9
5 255 165 11.0
6 255 165 11.1
7 265 175 11.1
8 275 185 11.1
9 275 185 11.1
10 275 185 11.1
11 270 180 11.2
12 260 175 11.3

B4 H2EERIEIE
Fig.4 First layer weld forming
TERRHE S AR o 5 b i A 5 A TR Ak
FH, IR e U BRI () 2R A7 R AR S0 5, U B
I 5 A TUEAE 500 mv i Fl N % 3, 15 A
HH 250 ms, 555 50% .

x2 IMERESHE

Tab.2  Arc voltage selting parameters

BiH HUIHL I/ V RIYE R/ v KT SR /ms WEAE I A )/ ms
28 10.8 4 0.1 W {1 SR 4 250 250

1.2.4 R B BE

A \
[%5)
<
2D }{\'
=

HEARCICE S, =6.5 mm; B ImEIRZZ(EERS D, =2.5 mm;
JRLARIL AL S, =8.5 mm; # A% EARGERYIE S H =2.5 mm; ik %
HHER I A=T70°

Bl5 R BESHORE
Fig.5 Schematic diagram of wire feeding position parameters
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Tab.3  Chemical composition of ER308L wire and base metal %
RS C Cr Ni Mo Mn Si P S Cu
E308L 0.03 21.5 10.8 0.75 2.0 0.45 0.03 0.03 0.75
b 0.47 0.04 — — 0.57 0.28 0.013 0.003 <0.01
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Fig. 6  Weld surface morphology
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Tab.4 Ten groups of typical welding process parameters
=% 1X 2 X 3X 4 X 5K 6 X 77X 38X 9 X 10 X 11 X 12X
P/A 265/175 255/165 255/165 255/165 255/165 255/165 265/185 265/185 2715/175  275/175  210/180  260/175
P/V 119 11.9 11.9 11.9 11.0 11.1 11.1 11.1 11.1 11.1 11.2 11.3
P/A 265/175  255/165 255/165 255/165 255/165 255/165 265/185 265/185 275/175  275/175  270/180  260/175
P,V 11,8 11.8 11.8 11.8 10.9 11.0 11.0 11.0 11.0 11.0 1.1 11.2
P/A 205/175  255/165 255/165 255/165 255/165 255/165 265/185 265/185 275/175 275/175 270/180  260/175
P,/V 117 11.7 11.7 11.7 10.8 10.9 10.9 10.9 10.9 10.9 11.0 11.1
P/A 205/175  255/165 255/165 255/165 255/165 255/165 265/185 265/185 275/175  275/175 270/180  260/175

P/V 1.6 116

P/A 265/175 255/165 255/165 255/165 255/165

P/A 200170 250/160  250/160 250/160
P,/V 119 11.9 11.9 11.9

P/A 255165 245/155 245/155 245/155
P,/V 119 11.9 11.9 11.9

2507160
11.0 11.1

245/155
11.0 11.1

P/A 2107180 2607170  260/170 260/170
PV 119 11.9 11.9 11.9

260/170
11.0 11.1

P/A 2757185 265/175 265/175 265/175
P,/vV 119 11.9 11.9 11.9

265/175
11.0 11.1

P/A 205/185  255/175  255/175 255/175 255/175
Py/V 119 11.9 11.9 11.9 11.0 11.1

11.6 11.6 10.7 10.8

255/165
PV o115 11.5 11.5 11.5 10.6 10.7

2507160

245/155

260/170

265/175

255/175

10.8 10.8 10.8 10.8 10.9 11.0
205/185  265/185 275/175  275/175  210/180  260/175
10.7 10.7 10.7 10.7 10.8 10.9

2007180 2607180 270/170  270/170  265/175  255/170
11.1 11.1 11.1 11.1 11.2 11.3

255/175  255/175 265/165  265/165 260/170  250/165
11.1 11.1 11.1 11.1 11.2 11.3

2107190 2707190 2807180  280/180
11.1 11.1 11.1 11.1

215/185  265/185
11.2 11.3

215/195  215/195  265/185  265/185
1.1 11.1 11.1 11.1

2807190  270/185
1.2 11.3

205/195  265/195 215/185  275/185  270/190  260/185
11.1 11.1 11.1 11.1 11.2 11.3
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Fig.7 Weld reinforcement and width in each zone
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Fig. 8 Microstructure morphology of base metal , surfacing layer and HAZ
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Tab.5 Impact performance test results

R DL - Ak
AEfR/T THR(%) {H/mm

0 PUXBEIAAZ 1 mm gb 47.2 15 0.75

PXBEE AL 4 mm4b 7.81 0 0
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XA 4 mm b 7,11 0 0
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Fig. 10  Bending specimen
5 A0 A KRS bR £5 52 25
SRRSO PE Al VP 95048 4 b1 25 0 3
JEFN S8R AR T B R/ 4% B GB/T 2653—2008

CRe ek 2 it ik g0 Jr ik ), sCRE i RS R
10 mm x47.5 mm x 160 mm, (&K 2 4>, T
H D =4a,a=180°, Xk 180° )5 , BLfiiia A
FOVF BT AT B R T 2L, B8 A AL it Y
KEHART 1.5 mm, {EERFEN] AEHERZ
M5 Hh B SCAE B, IR 10 FT7 o I L 3
PEVEREFS PR B EEK
3.5 dh R R ARIREE

Fi JR GB/T 4334—2008 ( 43 J 14 4 19 JE5 1ok
AN B it T b vk ) R i T R
3 mm x 10 mm x 50 mm, %877 eGP,
ke 180°, 25 il P A2 5F T lAe 5 A, 2l s
15 10 AEHOREE T WSS, A SRVEA A 8] JE 1k 5 1S Y
BB E T 3T o WSS SR, X2 1) 3 7
JEIAFER) =FRZS (PWHT ,PWHT + 4625 (700 +
10 °C x0.5 h) A5Z) FEAT b (a5 bl , Y vefy
TR I i ) JE T SR SO R A1), Bl JE AR SRR
3.6 EMLELEM

IR GB/T 2654—2008 A5 2 4 3 ffl 7 1 6
FEY, BL 10 mm x 30 mm x 100 mm =
(PHWT) , 7E3E K7 2 J5E 3 J5 ) b oA B 32 53 A
LRI AE , ISR T 1] b AL FE HEAR 2 AR TG i
DX BRARE 3 AN X, BRI S R, AR A i DX
FZIAIFEES 0.5 mm , HEXRZ 5 BEAF DI 5 2 1]
FRES 1 mm, 287 98 N, #2¢ B2 5R KR 4 G e [X Al
E HV <320,

200
195
=
= 190}
5 sk LK
180
61
175 L
1 2 3 4 5 6
It )75
BILL HERRR BERE AR AR W) DR 70 A1
Fig. 11 Hardness distribution of hardfacing layer,

base metal and HAZ
HEARZ (BEAF AR R RAGE  DXCRE R 731 1 4G
RUNE 11 FroR . mT LA 2, P40 e XA B2 e ey
Je H TR X2 B AT L 450 22 0 I 5 S AR =



XUTTAT 55 - B AN N BEHE S ER 5T 31

R 8 R AR o T G ) X AR B — R
B A ERA S T AT T — IR PE R
EEFRGE I DX AR R T ARAE . MESRZE BRAF AIX
i 5 G R PR K
3.7 AL AT

K LS A A B AR R OB (ICP) |
AR A B AL KRR B A B A, AR
GB/T 20123—2006 #98k LA 2 5 I E =4

SRR B IS L1 i ) L GB/T 20124—2006
(R A& R AIE 1P S Bl S5 )
GB/T 20125—2006{ ik & 4 # ZIL K HME
R S5 B TR AT ) LGB/ T 223. 81—2007
CHUER KA A BN EHIN 55 St I 2 I8 T
- MU S5 B TR B ik ), X HEAR 58 T AR
ASFRMEL 0.5 mm J5 Y9 2 mm JREEE B A BT
JE AR HEA TS K7 e iR AR 6.,

xo6 HEEEEBUFMS

Tab.6 Chemical composition of surfacing layer metal %

JLE C Si Mn p S

Cr Ni Co v Cu N

R 0.02 0.09 1.72 0.011

0.010

21.14  10.33 — — 0.03 0.029 5
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