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Table 1 Chemical composition of HS690 welding wire

1R S Cr Nb Al T Ni
18 29.07 0.4 0.32 0.37 RE
28 28.31  0.77 0.34 0.33 E3
38 28.90 1.09 0.29 0.36 KE
45 28.95 1.3 029 034 &Ki&
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Fig.1 Dimension of STF sample
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Fig.3 STF curves of 4 kinds of welding wires
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Table2 E, and susceptive temperature of 4 kinds of weld-
ing wires
B MR E, BURIRE T7/C
145 0.58 900
25 0.65 1100
35 0.82 1100
4% 0.76 900
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Table 3 Results of EDX

Nb Ti Cr Fe Ni
Vgt k7] 41.9 36.2 7.9 2.3 1.7
EREH Y 33.0 16.0 16.4 4.4 30.2

Fik 2.8 0.3 31.3 9.3 56.3
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Fig.6 Electron diffraction pattem of precipitates
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