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1. [TL®HIZ
TEOHEDOZE LR 5L OEEVIZEY | $EED ORI T 2R gL L < 72
S TWNWD, £z, FEEVORBUGIZE Y, S E O R Ic L &l & & biT, %1@®;ﬁ%$
fb. THIFEHME 72 & EEHIN IS T2 2R b L <, @iRE & @SR Om 2RO b5, filx
T B Tl =2 > 7 741 10,000TEU (twenty-foot equivalent unit) % x 2 # K% = /Tﬂ‘ﬂ”i)ﬁ‘\z
L, ZO8EIC N E TUEORBIESREMMBSSBE VL o TWE, £, TR LXF—FIFICE
WTITHRE DRI E D7) RREBEAEAL TS, BRSBTSV CIIEED O R IE1L,
Rz, BHEMEDOR L& Wo e Blmns, EREREITMZ T, BEEHOREMENRD LD,
AR T REEEEM IS S D mR SRR OBRZE vy 7 X & Z i Sk H S D i
DWW THEITT 2,

2. ERSEFICERAShIEEEMM & AR

MR D22 MRS . MEVERREERS L OBLE 6 . IEARHSIM IIZEN T CAMERER SN D, £,
BEb - @l b, gEERom L BEHEmbE VI 2l 23EO wRARD b b, EiEE -
mLAMEE Vo TeBERIZE 2 5 1<, JEHROBEHE T & LT TMCP (Thermo Mechanical Control
Process : VN THilfH) Hifr23 52 L CTE 72, TMCP i L 28 o @midE « & U AMEiX, B
HIZHIBEEAEIC K D A — AT A N ORI, IMTEDEA L | ZO%OHEGEN K 2 28 Rk ik
1 & 2SR A AR OB EIC Lo TH 72 b SR TR Y 2 AN LIC £ 5 @i i3 msmy 5 A4
TREORZE b 72 D720 RERG AL O PN X 2 EKIRE O I R U AMED [
Rl Wb BT IR RSP BT AT v B D,

X 112 TMCP Eifli O 2% 774, TMCP £ilf TidA— AT 4 hORERER 2L, »5

VI T OTAZEESE T, SIEHMEITONOIEEOKLERYT A NOBEEZNEEHZ L% H
& LT, RSB E 2 > 7 M3 5HHEE (CR : controlled rolling) 23T 5, HilfHEAE
#. BlEHEINERA LB T DL, K0 — BT =T A FBENRT 5, 2O K5 e REHk
D — « ez 8 LT, S s L, & CAMEERR b TNS 2,

VAR IS H O @G HEEAL N X0 | @R & d U AAE « SR T A3 7= - e B 23 B
FENTEY . YPAON/mm’ 8 (570MPa #&8H) o L 5 7250 A E MK T & TMCP Hifff Tl S h %
Wiy, K=y T i~ S ntan s D9,

AT IRIT T T T EEAL DI, ERBRICRE RS2 AT oM EEZ AL TR,
s LoD ORI A EEICALE T 2Ny T A Ra— 3 v 7 OB - BIENRH
g5 V0 Z OMJEHR OB ITEERER N E O E O L7 ha H AT — 7§ (EGW :
electrogas arc welding) 723 H S5,
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Structure

Recrystallized
Austenite

Non-Recrystallized
Austenite

Ferrite/Pearlite/
Bainite/Martensite

{ Ferrite Trans.
Start Temp.

CR-OLAC

Temp.: Temperature CR: Controlled rolling

AC: Accelerated Cooling *BEP 5 | JFER#RNo.18 (2007.11)

K1 TMCP T EEDEXE

EGW (235K 600k)/em (2 & SR ABE R 8 S 4L, W@ HUE 65mm £ Tl | EMEEEN, Zh
BB DHUE T2 BRIEHENER SN TND Y, 20X 2 RRABIRBHCE O T, IR A

(HAZ: heat affected zone) DRAMRIZFE L < HLKIL L., B ET O CUAMERLILT D &) [FEDR
b5, Fo. BMIBEHEDO - OICILRE L BEOBINIAR AKX TH Y, YP460N/mm” #i T, HAZ U
AERBIET HZRENEL D, 2O XS BRFFEICKHET 27202, mER~A 7 ur A » 7il#E%z
T2 RNBAVS BV B U A vE e BB YO03BR S S h. RABUAEMK TR ICEN
YP460N/mm* $f23BR% YEh T 5,

29 L7 LW & R ABIRBESRMF SIS+ D IR BB b RIS P& h TR, KA
EGW 733 ] & 4072 ) YPA60N/mm” SIVATEE T2 3\ Tl BAF B MERE M S DT B, X 2
I3 BEGW Z i ] U7~ 7 v & S BISRERAHE D X 7 il o—61Th v | X 3 1T5HE
DY L E—RBROFER, BLOFE 11X CTOD RBOMEETH S, YP460 #i D R ABEEEIZ B
TIF20CITB VT REF 2 Y b B — BN 3L (K 3) Y, CTOD i (£ 1) 2% 6h T
%,

&
.I\"- ?’%‘L
AL
S

n‘-'l
.\.F'
e

i
i
LR -
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:
1}!

. I ENe IR T ey T ey 20
WM: Weld metal, FL: Fusion line, HAZ: Heat Affected Zone
*—& 5 JFEH#RN0.18(2007.11)

K2 EGNBE#FO<Y OfES I U Fusion Line @ =0 O
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350 2mm under surface
| O
300 P
O
250 | o )
O
S 200} e e
2
Y150 |
s O ¢ Open: Each
100 |- 8 O Solid: Average
O
sof ©
0 | | | |
WM Bond HAZ1 HAZ3 HAZS5
JE: Absorbed energy
WM: Weld metal HAZ: Heat affected zone
*—&= 5 JFEF#N0.18(2007.11)
K3 EGWBE#MFOIvIILE—HERRER
1 EGW B#E#F CTOD HERFER
Thickness  Test teanerature Notch location o Fracture mode
(mm) (°c) (mm)
0.705 u
60 -10 Bond 0.725 u
0.403 u

*—®=5: JFEH#iN0.18(2007.11)

HA A A 28 & S TR T DA X, A7 ~— U7 — 73S, A — LV RT —
VEHENEA END, V) v RUAYERWRIEH AT — 7 EHEITEEDENEL L AT 7 ORA
DTN E D | B O Z BRSO R R T oS, a2l A Uz issaesn FIoaw)
REETHLD, ANy ZREENL L, ) ZVRHIRER R ET D ANy X ORETLREPLER
ZENBETH o O W, RIEH AT — 2 B W TR A Sy A LA EHRT DL (K 4)
MBI VS, I OMIRAEBICEA ShTnWd 10 ZOEBEHEL Y A Yl E ERR L 95 AR L
L. ##&? REM (Rare Earth Metal) Z RN L72SHEY A Y2 W5 2 & THRITE, (DAY 27
WIRNQR)T — 7 BER LT IABDE - 3)A T 7 OHBEMER LWV (OFTHRERENAE 2L
DAYy bafTDH, RS BIOR 6 IARGEEEL Y L —DA =R o (B73H) O
BHRICEMA L72BICTH 5, mEifb. BRI, FANBED R SI2L 0 | BEROERRRHIT 2/3 12K
BEND ' B 6 1TEBEDA v F— R N ADOEBRILTH 508, RERIEFIRE 228y X 0L
TWDHDITRE L, BIBIETIEA Ny 2N DRVERFRREIN TN D,
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a) Convention CO), arc weldin ({ eldin
) Con ion CO Iding b} I-STAR® Welding
(DCEP: Direct current electrode positive) (DCEN: Direct current electrode negative)

Wire Wire added REM

'/@ @ Wire feed roller

— Shielding gas (COy) LA Shielding gas (CO;)

/ Contact tip / Contact tip

: Mozzle
Droplet : Droplet
i / Arc

Base metal Base metal

One side welding of butt joint, Groove:V40° ,Gap=0mm,KC-550,
DCEN (Direct current electrode negative), 2pass,100%CQO-,

Welding current: 380A 485, JFEF#RN0.18(2007.11)
5 FBRELEERAW-A UF—R FLBESONR EHE Y 085

(a) Conventional welding, DCEP(Direct current (b) “J-STAR® Welding”; KC-550,DCEN(Direct current

electrode positive), Welding current:280A electrode negative), Welding current:380A
*A 5 JFEF#No0.18(2007.11)

6 A1 2F—RFLOBFEEORKR
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*#5: JFER$RN0.18(2007.11)
= 7 Roh—0EE (BEKXAEH)

3. EESFICEA S IEREMM & Bk

IEDOFRBEREY TIX, FEAR—A 4T 4 A BTV EOERBCA EITEO KA AL
EOBHA LIS, SRFIEDE R LRI LA EA TWDS, 20k 5 2RgkFiEo Kimikic X 5 &

SN Z B L, SAATRLE | BN T, R, B e AR CORBEAM & a X M EKET 5720
BRI DMLBENENE E - TN D, — ., BEEMEEY O8E Bﬁ_i\ﬁﬂﬁ_ié@%%%<k
@\éﬁQ%uiofizw#~%&Wﬁé EMROOND, TDID, FERRA E OBESE
MIZHW BN AL, < O5E, BRI (YR : yield ratio, YR= (B&RIRE (YS)) / (BIIEM
F‘@&D7%%%MT@&V%%(&YM¢%%¢E*§M6 S HITIE, Fph - B RE S LARE
Pt bEEMEFIHTE D &5, MEROLE 2 HIEFFEN & T % LML TR0 | k4 AR
LD =— AR EE - TN D, LA LA b —ANICEM TR E OB > T YRIZ LR T 25729
BRI LK YR ALOWNIIREETH 0 . R D 590MPa #kilil T 5 SA440 Sl CIIBiE7R 2 BLEL
LB X0 | K YR F5PE & 590MPa DFRJE & N7 L CUhe, LA LikiT, TMCP B oEARIC LV &
PR K YR 2N L, WESROFHESTH D SA440 # & [F15 ORI FRE 2 A3 5 FEFHE 590MPa
AESh D L2122 Tna Y, K8 BLUK 9 I3FEFE 590MPa $ 2 Hlit 9~ 2 JinsE 4 A4
ORRK LI — B TH 5, 1K YR &9 57200 (CIMEAR & @A O 2 FMRRICT 2L ERH D
NN YD LA 24T > e a . A4 A4 b+/X—F 4 F +MA (Martensite-Austenite
constituent) A3Ef% L CrgsfE LK YR 23N S D, 3 2 ISILER OB A PERE 27”9, 8 [T~
T & 9 @7 TMCP HIC & 2 MR35 3R 1) | & BRBRIE DR T2 TREiC Lz 'Y,

K2 FAREOHMAIEE

Thick Speci Tensile properties Impact properties
ickness (mm) | Specimen YS (N/mm?) TS (NNmm?) YR (%) El (%) | VEge(@) vIrs(C)
19 490 619 79 18 358 -95
25 JIS 1A 487 613 79 21 371 -65
40 485 614 79 27 364 -45
Developed steels 50 484 612 79 31 380 -105
60 JIS 4 482 631 76 29 347 -50
80 471 601 78 27 348 -85
100 471 603 78 28 340 -80
19=5t=32 JIS 1A =15
Target of HBL440 32<t=40 440~540 590~740 =380 =16 270 -
40<t=100 JIS 4 =20

YS:Yield strength TS: Tensile strength YR =YS/TS El: Elongation
vE0°C: Absorbed energy  vTrs: Brittle to ductile transition temperature
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COHtI‘olled
A I OIling
Accelerated cooling

Air cooling

Ferrite

Stop
accelereted
cooling

Pearlite

Temperature

(b)
(c)

Martensite

>

Time

*K#5: JFEE#N0.33(2014.3)

E8 MEAHICKHEHEI Y o (RXAR)

700
(c) High YR (Bainite) @ __
= 600}
S
o :
Z SR (b) Low YR
(Bainite + Pearlite + MA)
400 ' '
0 5 10
Elongation (%)

*R#FHD: JFEF#RN0.33(2014.3)
B9 BA—U0FHHEDH

FiR O E AW 4 R v 7 AFEORIEIZIX S00k)/cm 2R XD SAW EWNZ A T 7 T AOIRHEIT
K 1000kl/cm D= L7 k1 A7 7R (ESW : electroslag welding) @ 2 ffi > K ABASE S FH &
% (KB 10) 72, FiFta2 7 FHoONy FH A Fa—3 7 L ERRICRKR ABUAEER O U A VMR
EHERE L 725, FRCR v 7 ZRENEA 77T LD ESWIZBWTIZ A T 7 7 LAJEE ) 60mm D
Yatr. TEEEAENZ 1000k)/em (26 38 KON S ~OEEE S RD THilG & 72D, 2O L 9 e KA
PR O U APER) EER & LT, TMCP 912 & 2 KA b0, TIN Balilsiniz & o~ A 7
m7aA 7 EWRICINZ T, SRR O Si b PALSEA v T\ b, Zh b HEifoEAkic
L0 BGEEIICART DA T A RO MA ERkE RIEZE L, B o U ALK S
NTW5, B 11 ICHEFOIEBE Y v L E— I 3L X Ofl, £ 3 I 0E#EREEZ R+ D, 0T
T4 70] L EDENTZ UAMENE LT WD, £7-. F 410y RSN RBROH) 27574 '), TMCP
B L 2 IEA4bic kv, PRV L THENSFED ST, BARRHEKREIEN RS,
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HALT IS5 .
> iR
(WITR—O7—0EH)
Ry P ZERER
FAT IS5 L DA
(ZLYFARST 84
B10 Ry AEOHEXE
o 400 S 400
£ .
=300 8 ° > 300
& &
5 200} S 200}
E )
3 ° %
.E 100 |- o § 100
@ =
< 0 . . . . < . . . ,
WM FL HAZ HAZ WM FL HAZ HAZ HAZ
Center FL+1mm FL+3mm Center FL+1mm FL+3mm FL+5mm
Notch position Notch position
(a) Submerged arc welding (SAW) joint (b) Electroslag welding (ESW) joint
*RFZD JFER#N0.33(2014.3)
B11 BESEF O v ILE—HEBRER
&3 BEEH
. . . Consumable .
Welding method  [Thickness (mm)| Pre-heating Groove shape Welding conditions Heat input (kJ/cm)
- Wire(L):KW-101B
N = Wire(T):KW-101B
. o 60 |Flux:KB-551
Submerged arc welding 60 no(17°C) A v (L):2300A-38V 572
0 (nm) (T)280QA-52V
19cny/min
s Wire:KW-60AD
> Flux:KF-100AD
Electroslag welding 100 no(8°C) " 2% —| (mm) 960
10 300 380A-52V
= = |1.2cm/min
*RF 5 JFER#N0.33(2014.3)
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&4 yRBERINLERER

Thickness| Welding Test condition Cracking ratio (%)
(mm) method Consumables Pre- Surface | Section | Root
Welding condition |heating

MG-60,p1.2

GMAW | 250A-30V-26em/min 0 0 0
100 (CO,) (17kJ/cm) no (5°C)

Atmosphere: 0 0 0

5°C,60%RH

“R#% 5 JFER#RNo0.33(2014.3)

Ry 7 ZAFEMFETIZE A S D SAW 1IHE 60mm £ T2 EBMTORME 1 7 RN E SN TR
V. SAW & L THEFECRIR D 500k)/em % 8 2 D ABDSEH ST\ 5, MBS LT, BH
20mass%lh O E G T T v 7 AL KBV A Y (6.4mm) & OMAEDLEIZLY | KE 60mm F
TO1 7 UEEEARRICLTWS, —FH, WX A7 77 50 ESW Tid, 1.mm ¢ OFEETY A ¥z H
WV IEEZDERICEN B IEMEE ) XOLEN EIRIC A - TV D, IH4ETIX ESW 2B ISk L TH 0°CT 707
UEDOREUCAMEEZRDOGNDHGENHV | Ti-B HABRIMIEID2T X277 —7 =74 FOfHML &
MR T = T4 bOMENC LV | b BRAE 2 2 3 IR BRI BIR P ST, ol
TIXRE SR AERC U A YIERIEAR L. RAMAREIEICER S a7 — U A Y2uM P a8 5
B Y, 2013 FITE ST JIS Bk (23353 : Bl OYmiR O L7 b e 2T TEEET A Y &
N7 T 7 R) IZBWTCHESWHIATYELTT I v 7 Rar7— RUAPHRERINT,

4. MESFITEHAShIEHEENM & %&Eﬂﬁ

INA T T AT LTUE, mEECIRIRER . *ﬁf)%fiTé:b\o 7ok LM SRS 3 2

REDTRITHN % | HIE i&ﬁ%{ﬁﬁfc;%ﬁﬁ%%% YR T OB E B 72 DI EAEE LT @A
HEEWSTHTRBERBTTETWD, ZDOFER AT T A 0 2‘225?) HALD A TVERRIT., EERE
FI*] iR CAME, BER., MU — & oo EA R L LTSN 28mnEmE->Tn5

. EIREALOBLE HIZ APL (7 A U BAMHIHE) X120 (K 1000MPa #k4f) £ TORAZ " 23k
HHILTERY, FEHME LS LTI APIX80 (9 630MPaf&frJ) FTOEENEALTND, &IE 40mm
FTORERER, -30~-40COIKIR CAM, @ER., MU —OEREA SN mRET 1 ]
A TNELE S, Z OB RREA O Rl JE?ﬂjlj\ Loy BF & [AERIZ TMCP HRF 23 R WMz %5 LT
W5,

JE 5 EE 0O UOE $i% D Bl ] o — Al & LT, BN TIE 3~4 S SAW 753‘%3@%%’(
W5, WA 1JE, shmEfilz | EasEd 2 1 @R ch 0 | mAEENEEZ XX 572D, filx
JZ 16mm &£ D UOE ﬁﬂﬁ’(“ X, 2/ B2 D KO N i E N D,

Z D — NRPEEATC W IR RN SR EE R O HAZ U APERESR OBLE N O 163K 4.0~4.8mm
DU A ’V@%ﬂﬂb\’(b\f:%@%\ 551 BERIZ 24~32mm DU A YEZEH L, WITIAARIS O K
EVEAEEE ORI RICL Y | EHEABE KT 2 BB s B V8, ERCtEh T 5, &S5
ER121 i{e&%?ﬁﬁﬁ& Wi~ 7 m OB TH 5, B 13 ITEEREELO L vy LV E— RO R TH D

D, WEABDOKRIZ LV, HAZ CAMEOH ERK SN TN D
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&5 AT SAW DBEEEH

Electrode Heat input Travel
Process Electrodes diameter speed
(kJ/mm) .
(mm) (m/min)
1st 4.0
. 2nd 4.0
Conventional 3rd 40 7.2 1.3
4th 4.0
Ist 2.4
2nd 4.0
Developed 3rd 40 5.5 1.6
4th 4.0

*E A5 :JFEH#RN0.34(2014.8)

|
10 mm

(a)Conventional (b)Developed

* £ A5 JFEH#RN0.34(2014.8)
B12 fERESIUVREREOHE <Y Ol

Outer weld metal Outer weld metal
} 2mm

Inner weld metal Inner weld metal

250 350

300
200 - -

250

= 150 |- =200 [ A

100 L 150

100

Absorbed energy, VE ;o (J)
n
<
|
| N~
I 1=l
Absorbed energy, VE ;o (J)

50

Conv. Dev. Conv. Dev.

(a) Outer weld metal HAZ (b) Root HAZ
*E A5 : JFEH#RN0.34(2014.8)

13 REEZGLVICHARED Y vILE—EGREBRGR
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5 BhYIC

HT O S R T FHAR D BAFEIRBL, FFIZ TMCP £t 2 His & U7z Sis el THE DSt & % O
AR L TR Lz, 2 2 TN TE 2o TS A o, f8H o BHS b, Qe
PSR, ARIRRTRE A 72 & THET LUVERER b > 2B BIR A ED DTV 5, 5% 138 = % /LF
—, Ak, IR X FOBLEN D EIRSIEOE T E HITIER LTV EF X B, b OEEE
DD, FHEE - BB A S DE TCHE L TV ZERNEETH D,

BEXH

1) BHEE, K& &, M=K 27 HRoREUE L EEORY $iA, WE-COM <~ H ¥y,
135 (201447 H)

2) BN, ZMREF, =% KT TMCP (2 X 2 JEHGEE I o R & @ittae(t, JFE
e, No. 18 (2007 4= 11 H)

3) R %, PHIER : JFE A F—/L D TMCP il OiEAx & 2z X 2 mPEREEM, JFE £, No.
33 (201442 H)

4) —EIAT, 4 M3, PHEEE : [JFE EWEL®) B2 L7 K ABUAEA LR YP460 Hedmi,
JFE £#, No. 18 (2007 4 11 H)

5) BORUR, FHEA, #HEAL Mtk A2UsREE LR IcER 7= 2 v T T IS YP460N/mm”
PR OBHFE, JFE £, No.33 (201442 A)

6) NG -, IKEFREIE : EHEHNOZE L o oBhm,  HAMMMEE T%5E, No. 51 (2013 4F 11
)

7) R, RAKFZ  BHEMEIOES  —EEAM B OEOBFREIN —, B AR L6,
No. 51 (2013411 A)

8) AFEE, A [HE, KB I AEEEREIEICE L B R B & AR, TFE B,
No. 5 (2004 4= 8 H)

9) FiAE, dIHE, A IE : [J-STAR® Welding) % H\V 7= & RERISHEEATOBI%E, JFE £,
No. 18 (2007 45 11 A)

10) £ fHsE, AR, K4 65 0 [J-STAR"™ Welding) D3EMY, HE~DOREBH, JFE %, No. 34

(2014 8 A)

1) KARER, Il B, SHEEZ B EH mPERE 590N/mm’ # TMCP $fkk THBL®440), JFE
e, No. 33 (201442 H)

12) RFHED, 1 188, KA 5 TIABEEIIE B 7 B 5 0R FBRb & Vs HapBL ), TFE 2,
No. 5 (2004 48 H)

13) FJINEE:, A s, KR : =7 b XT3 7EER A2 Va7 — RUA YOR%, JFE
#, No. 34 (201448 H)

14) SENRF, PEARTAZE, FARES, BAGA : 74 34 7HEMERE UOE #M%, JFE H#, No.
29 (201242 H)

15) AJIMEAT, BB, mpk S0 @& LA T A 3 A 7 OFR3E, JFE £, No. 17 (2007
8 H)

16) AW, BJINEE, KR AARY T ~—U 7 — 7 8GN - JFE 808, No. 33 (2014
8 H)
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///<%@> \\\

Bl E& (Xehh LEP)

1991 4 B RF RSP LFEF7eR MBI L sese b aiiiife &7
1991 4F  JIIRFRERR A4 (B ] F E A F— A pkiatt) At
RAABFITAT  SRMAFIEED  GREE - BEGAFEE BB
2001 4 JUSTATBUE NWBEMBHFTRRRE  —7 1 T« TREEM B EE o 2 —
(BT HEERMR e v & —)
W RME 2T —2 3 > BRIFEE (3 4ER/)
2004 £ J F EAF— KAt AF—UWF5ERT  #45 - SRECHFIEED

\ EERIRE BUEICED /
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