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ABSTRACT

Repair welding technique is one of the important approaches to various industries
in which this approach can be applied to improve a mechanical property of a damaged
surface of a machine part in a specific area, and also results in the reduction of production
cost. For this reason, a preparation of optimized welding process parameters, that can
produce a higher mechanical property for a specific part, is required and performed in
those industries. This research aims to study the effects of gas metal arc welding process
parameters on a hard-faced weld metal property and to study the relationship between a
mechanical property and the microstructure of weld metals.

Materials used in this experiment were cylindrical JIS-S45C carbon steel, which
had an outer diameter of 135 millimeters, a wall thickness of 25 millimeters, and a length
of 100 millimeters. A gas metal arc welding (GMAW) process with no shielded gas was
selected for producing a hard-faced weld metal layer in this experiment. Meanwhile, a
flux-cored wire with high chromium and a wire diameter of 1.6 millimeters was applied
to produce a filler metal in GMAW process. Welding process parameters were a welding
current of 150-250 amperes, a welding speed of 150 millimeters per minute, and a
hard-faced weld metal of 1-3 layers. After the weld metals were successfully produced,
the weld metals were investigated for weld properties consisting of hardness, wear resistance,
macrostructure, and microstructure.

The results from this experiment can be summarized as follows. The increase
of the welding current affected the increase of hardness and wear resistance of the hard-

faced weld metal. This was attributed to the formation of a chromium carbide phase in



the weld metal which tended to increase when the welding current and the number of
hard-faced weld metal layers were increased. The optimum welding parameters which
produced the maximum hardness of 874.20 HV and the minimum weight loss of 0.244%

was the welding current of 190 amperes and the weld metal of 3 layers.

Keywords: flux-cored arc welding, hard-faced weld metal, microstructure
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134 fwlsnsideu
1.3.4.1 nszualilidey 150 170 190 210 230 uas 250 wouuwUs
1342 pnudufudeu 150 fadwmsdeund
1.3.5 Anwilassastslangine)
1.35.1 laseasnegania
1.3.5.2 lAseasneunnia
1.3.6 @Anwaudaniena
1.3.6.1 NASUAINULTS

1.3.6.2 MA@DUAUANNTD
1.4 Uszlgvinaininazlasu

1.4.1 WuANeNINNITITBLATHAILILA AU NS NAYDIT TLIUTULAZ LU DUND N LT

ninaseaudemeuazandfiniinavedavenenulataiangnisaiessafeuaruindty
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1

1.4.2 Wuanuslunsidesoly Tnen1siauiesinnusiuguuedninaresinuiy

Y

Funardvdnauuadounenuds Afnaronnudemevesgnlsaians

1.43 Wuitugueaduiaegsiafieilugnmsidamadendsd Tnsnmsdanion
foya B3 uasmeveaeadesiu fasnsailumusurnrgpamnssumstomiisueiesinang
nsnwasle waganunsailuldusslevilunisdeutigalaviui

1.4.4 Wadszavsamlunisnda Tnsaanivinnamaaesdildazidunilslunaden

Tunmslddudeyafiaginsannislddninavedinuiulaswuidionnenudiiinadonudenie

a o

wazauUAnnanenulsiyTangnisaiaessnneiwazindm madentdmuuslunseusiig 1

%

P Yo = a i ° 19 = A a a X =
LW@Im@IW'JLLUiﬂ’ﬁLGU'EJlWllIﬂ'J']lILW@JW%aN@@lULLa%WWIm@ LUAFDUNUUTEEANIAIVULATUAUN U

Y 9

ANSNARNGIN
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Ui 2

awv oad v
LRNANILLASITUIYNLNYIVDY

2.1 Fagildlunimeans
1 1 < 1% s <3 Y g v L I

nswlangumannatiueu (Carbon steel) [2] wdnnanyildeglugnaimnssuivane
Uszlan anunsauuslssinnveaninnateanidunatenay wu mudnvuzlasiadafiusnguas
Uszanuassianay wanndiasusululansnaunuszneumesismaniazasuou (O WJu
drunaunangilaguniuaiinagisiguaanida (Mn) @aneu (Si) dawles (S) uazWearleda (P)
| 2 v = . . . v o < -1
Haegiileudntoy Fensaunay (American iron and steel Institute: AISI) lanvuawmannayindl
eildrunanvasuusnita (Mn) ladiiu 1.65 Wasidus daneu (i) ki 0.6 Wesiduduazveans
(CulaiiAin 0.6 Wesidus uenanidadisnndu q F5mae o wardazdvsunaiesunsaeay
wianifivsinaesnnazinunduilemandusisunsudamananduusmaneia i uiands
NflAaanUfAn1snuLdans (Strength) wagauwmile) (Ductility) lneidsundasauusunm

vosn1svauleglumanilimngiasidenldlanuanumuizanvesdinuaeinluminndn

[
a

ArsueuamsanUisaniduussaneig o limudsuuaisveuniegludawin uenain

v

ANEIaluNswenveanna a1 ldlngasiuediuusinamsveuninaneg Jud ey
dusndu o Inavegaziinaisadntoswiniuy wlnndiasusuaiunsautasents 3 Uszan
waneidfgyfie wanna1msuaus (Low carbon steel) fidrunauvessInaIFUBU (C) AN
0.2 Wesiwud wdnna1a1suauliunane (Medium carbon steel) fidaunauvassgaisueu (C)
11nN31 0.2 Waslususning 0.7 wWeosidus wazimannaIm1suauas (High carbon steel) dl
AIUNANTBIANTUDUATUA 0.7-1.6 Wosidus
' & . a < o & & c Y

agelsAmunsuUlLenstinvesvintagldununinaunawman-maneisluauudu
nsuuseninen1staelasasganiadunan Jaduisnsneeudndundmivimnsniand
Tldnuass shewslamnaumanuasdnndumsews3na (American iron and steel institute: AISI)
LazaLIANIAINILATBINALMIBLNTNT (American society of mechanical engineering: ASME) Jala
a 19 1 1 <3 1% 4 4 o Y é{ a o
AnAuszutlunsuvsngumannalunsiluldnulagnmsimusduav@uinldlunsien 4 i
Tifavaosiusnuunefissanauvan bumanndiy vasidiavaesiigavineuny fausua
Ansuauluman wu f7eg13 Wanna1 AISIL040 Ae wdnndAsueu (R 10) NTvsinuAisueu
Wiy 0.4% (Faia 40) WANNA SAEL0120 fie wdnna1Asueu (Faiay 10) ASUsHIMAISUDY

Wiy 1.2% (Faiae 120) 1Wudu degrsveandnnaisiinng o uandlunnsed 2.1



A15199 2.1 AuNauNLATIUDAUNANNAININ AISI Lag ASME [3]

LASH %C %Mn %Si %Ni %Cr Other

1020  0.18-0.23  0.30-0.60 - - - -
1040  0.37-0.44  0.60-0.90 - - - -
1060  0.55-0.65  0.60-0.90 - - - -
1080  0.75-0.88  0.60-0.90 - - - -
1095 0.90-1.03  0.30-0.50 - - - -

1140  0.37-0.44  0.70-1.00 - - - 0.08-0.13% S
4140  0.38-0.43  0.75-1.00  0.15-0.30 - 0.80-1.10  0.15-0.25% Mo
4340  0.38-0.43  0.60-0.80  0.15-0.30 1.65-2.00 0.70-0.90 0.20-0.30% Mo
4620  0.17-0.22  0.45-0.65  0.15-0.30 1.65-2.00 - 0.20-0.30% Mo
52100 0.98-1.10 0.25-0.45  0.15-0.30 - 1.30-1.60 -

8620 0.18-0.23 0.70-0.90  0.15-0.30 0.40-0.70  0.40-0.60  0.15-0.25% Y
9260 0.56-0.64 0.75-1.00  1.80-2.20 ’ - -

Tugmaunssulng nsldaumdnndiasusueraduineiuiuunsgiugnaInnssy
glugaimualirinndinsueudmsulasiadnaeioninsdminainn1stuguiou 1w nsse

[
} v v o

You vion13ft uguou ndsduthluvinigdn n1stusy uagnnsUiuugsauiidieainy
$ou Fundnuariiminnd) winndudngueanfiu 23 nauuasidasnunivoandnngt 39
Junsieszidiunananniiivesy aisuaiusig 9 1wy Cu Ni Cr Ni+Cr dmsungu S09CK
S15CK S20CK STUFanaulaiiing.25% 0.20% 0.30% way Cu Ni Cr wag Ni+Cr dmiungudu 9
TaiAa35LAu 0.30% 0.20% 0.20% way 0.35% WANNA1 3 N A SO9SK S15K uag S20CK 14
drnsugayannelun1siguiudesiensusu (Case hardening) MaNN&1AISYINITHARN
wisdunevmmdnnanda (Kiled steel ingot) wazyn1s3ansoRtusUINLYBunendisnsau

Y

nsavugUlaidesndn 4s [4] dwnnsen 2.2
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A58 2.2 dyanualuazdiunaunIaivennannaninsgiu JIS G451 [5]

drunauall (% Lngununn)

fyanwal
C Si Mn P S
S10C 0.08-0.13 0.15-0.35 0.30-0.60 0.030 max. 0.035 max.
S12C 0.10-0.15 0.15-0.35 0.30-0.60 0.030 max. 0.035 max.
S15C 0.13-0.18 0.15-0.35 0.30-0.60 0.030 max. 0.035 max.
S17C 0.15-0.20 0.15-0.35 0.30-0.60 0.030 max. 0.035 max.
S520C 0.18-0.23 0.15-0.35 0.30-0.60 0.030 max. 0.035 max.
S522C 0.20-0.25 0.15-0.35 0.30-0.60 0.030 max. 0.035 max.
525C 0.22-0.28 0.15-0.35 0.30-0.60 0.030 max. 0.035 max.
S528C 0.25-0.31 0.15-0.35 0.30-0.60 0.030 max. 0.035 max.
S30C 0.27-0.33 0.15-0.35 0.30-0.60 0.030 max. 0.035 max.
S33C 0.30-0.36 0.15-0.35 0.30-0.60 0.030 max. 0.035 max.
S35C 0.32-0.38 0.15-0.35 0.30-0.60 0.030 max. 0.035 max.
S38C 0.35-0.41 0.15-0.35 0.30-0.60 0.030 max. 0.035 max.
S40C 0.37-0.43 0.15-0.35 0.30-0.60 0.030 max. 0.035 max.
S43C 0.40-0.46 0.15-0.35 0.30-0.60 0.030 max. 0.035 max.
S45C 0.42-0.48 0.15-0.35 0.30-0.60 0.030 max. 0.035 max.
S48C 0.45-0.51 0.15-0.35 0.30-0.60 0.030 max. 0.035 max.
S50C 0.47-0.53 0.15-0.35 0.30-0.60 0.030 max. 0.035 max.
S53C 0.50-0.56 0.15-0.35 0.30-0.60 0.030 max. 0.035 max.
S55C 0.52-0.53 0.15-0.35 0.30-0.60 0.030 max. 0.035 max.
S58C 0.55-0.61 0.15-0.35 0.30-0.60 0.030 max. 0.035 max.
S09CK 0.07-0.12 0.15-0.35 0.30-0.60 0.030 max. 0.035 max.
S15CK 0.55-0.61 0.15-0.35 0.30-0.60 0.030 max. 0.035 max.
S20CK 0.55-0.61 0.15-0.35 0.30-0.60 0.030 max. 0.035 max.
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o
2.2 NUIUNITLYBU
dl & ' - a o $ A a

nszuIunsien (6] Wunszuaunssslavevsoslavenvilansuuniinainnisnau
Wmenuvellelavevseilloalany Ingnisldanuseuniinduaingumvginisien waviile
gaungilameainlniangeuvseviasuarmeiileTanidwieiu nswaulaveidisleiuaiuise
wusnsnsevilanane 9 35 Feenaaziinsidvielildussiunlavavayldvieldldarndonila
AUIPNNNIYOUYBIENSFEIISN (American welding society: AWS) lavinusugiiaguuiainssuiunis

v 6

Wousne q 17 uaneiagun 2.1 elunuidedaziiunssuiunseneniadnldnand

atomic hydrogen welding . | AHW gas metal arc welding GMAW
bare metal arc welding .BMAW —electrogas. . . . . .. GMAW-EG
carbon arc welding . CAW ARG —pulsed arc GMAW-P
—Qas viae .CAW-G WELDING short circuiting arc. . . . . .GMAW-S
- uhmldnd «ovo o CAW-S§ (aw) gas tungsten arc mlulmg .. GTAW
—twin. . . . CAW-T —pulsed arc e .. GTAW-P
flux cored arc wnldmo ... FCAW plasma arc welding. PAW
—aolecirogas. .. .. .. . FCAW-EG shielded matal arc welding . . SMAW
stud arc welding . SW
submerged arc mlomo SAW
cold welding . ..........CW - T SAW-S
diffusion welding . . . ... . .DFW
explosion welding . . . .. . .[EXW g
forge welding. .. ........ Fow arcbrazing ............ AB
friction welding . ....FRW scm(nmo block brazing. ... . . BB
hot pressure mrdmg HPW nocusu diffusion brazing........ DFB
roll welding . . .......ROW dip hrulr_\g iy %5 ...DB
ultrasonic wnldmg usw flow brazing.............FLB
furnace brazing. . . . ...FB
induction brazing ai in JB
infrared brazing ...IRB
dip soldering ... ... 0s resistance brazing . . ..RB
furnace soldering. . . ...F8 OXYFUEL torch brazing. . . . . . .18
induction soldering .. ... IS REBISTANCE BAS twin carbon arc brazing. .. TCAB
infrared soldering. . . ...IRS WELDING WELDING
iron soldering. ... ....... INS - ) (oFw)
rasistance soldering. . ... . .RS
torch soldering. .. ........TS electron beam weiding . . . EBW
wave soldering. .. .. ws electroslag welding. . . . . . ESW
flow welding . FLOW
induction welding . <o JN
laser beam welding LBW
flash welding Fw . -
high frequency resi istance werdmg . HFRW RamR WG, 1. 1 1» 11 TH
percussion welding . . . . . 1 PEW
projection welding N .. RPW
resistance seam welding . . .. . ASEW air acetylens welding . . . . . AAW
resistance spot welding RSW oxyacotylene welding . . . . . .OAW
upset welding . . ......... ... LUW oxyhydrogen welding . . . . . .OHW
pressure gas welding . . . . . PGW
wlectric arc spraying ... .. EASP
flame spraying . . . . .o FLSP
| . y air carbon arc cutting. . . . .AAC
plasma spraying. .. ...... PSP carbon arc cutting .« . - .CAG
gas metal arc cutting . . . . .GMAC
tungsten arc cutting. . .GTAC
chemical flux cutting FOC %I arc cutﬂnn‘j . ﬂﬂ . .MAC
metal powder cutting . . .POC plasma arc cutting . . .. . . PAC
axylual gas cutting OFC shislded metal arc cutting SMAC

—oxyacetylene cutting OFC-A
—oxyhydrogen cutting . . .OFC-H

—oxynalural gas cutting . .OFC-N
—oxypropane cutting . . . .OFC-P rlectr:::nnmn:umng Egg
oxygen arc cutling . . . AOC — S :
oxygen lance cutting .. ... LOC
& welding process.

JUN 2.1 M3angunsEUIUNISHeNTDY American welding society [6]



2.2.1 msﬁammm%aﬂé’vﬂé’ﬂsﬁ (Flux cored wire arc welding: FCAW) [7, 8] ﬁ%a
ISENAINNINTFIU AWS (American welding society) A mw‘?‘iamﬁawﬁaﬂﬂﬂqu (Gas metal arc
welding: GMAW) 1Hunszurunisiouaninuuuasiad tneldarndidnnsmdududen
onsnldedeaiiauulansiunu pnudouiiniuainnisensnavinnisnaetasaneanioy
Alaneduausinsdndudodontu lunssuiunsdouianunsaldansundosfiunangnd

ngnussgegmelunnuvieaindidninsndsaunsaldufiaundes (Shielding gas) 3nneuenu

' v
IS v 6

195umseldldnls anoundnd

= 1d

ADSNANIINKAULHANNAULaEgNIUTUgUL T uenad
meluvionarsazussgndndiihaniagvanseiiadild Wethluidesninsiounidniteganelu
mnfezidguanmnaneiduauanyimihfivnaquianihsesiden TnednvazisuidAyves
nszuIuMIBenaIndeulddndmieniinszuiumsienduife Wandazgaiiuussglistn
indamelusnuviomadeuedisdeiiios fuduauantiifimsonszuiunsdenifanns
slvamnmvesmadeuieuduamanisivliiAsnswanandousinitu nseuiuns
WewamldnidnaziiSmsumnsnetuey 2 stuutlumsiminiundesaquiaeninuasonasy
azaeiedosiulalvansuadiuluusseinia wu sendlauuarlulnsiauanusserneadilusi
Uf3en BWmsusnite meadudauntiosdues (Self shielded flux cored arc welding: FCAW-SS)
lpannsiinaiuviselesvmevaziiansvastazatsvesnandlasuainusauanUaianinii
wihiliduufaunaquieviasuazatsuazivaleninliies wansisguil 2.2 drisaiaesie 1Hufa
Untasannaieuen (Gas shielded flux cored arc welding: FCAW-GS) Uaseliufiaasunagunsou
fumsldufauniesiiairatuesnidndunaguuenastazaeneidnhnmadeuiiototy
aillansuaiindluinuiie uansissui 23 nszuuns@eserinanldnidndidunszuiums
\FouednAssnlui feiliedoadeuuazivamuaunistouandounuudalusifnisldusylov
yosiensndtvesnssurumadonainldudng enaassrdoututine wioghalsinmaussousi
$invesusansaasiaunsoiludimneauturutasnuld dwsunssuiunadeusiing
fenilUTHdeusumanndaisusy (Carbon steel) ndwausii (Alloy steel) ldnndnl3aiy
(Stainless steel) waginanman (Cast iron) msidenlfusaznssuisvesnisidonanldndnday

¥ o

waneanulUumuriinvasaindanings Tudruresautin1inaaztust AUl an NuAveIaesme

Y
[

A | ) P ac Y & = a ° 1%
WRUWALNNTODNLUUVDIT08#8 IneTlUlaInssuASuuvas1anauntesiuwee azteutluly
wnunszunsanliinmeile wiandunssdsuuulduiauntasnieusn aunsatlulduny
nszvIUNSauiinwazwiintav1sluu1lenta dusudendaLdeuednssulIunISBNNaNNIso

° = v vy 5% a Y] a S v a ¢ al Yo
u’]ﬂJ']L'LEEJUW]EJUﬂiﬂ@ LLWﬂma\TLﬂ%EJ‘UW]EJUﬂ‘Uﬂﬁgﬂ'J‘Hﬂ'ﬁLsﬁalluuwW@ﬂﬂqﬁﬂizmuﬁ‘]igiﬂsﬁuvmglﬂiU
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/~TUBULAR ELECTRODE

WIRE GUIDE /' - POWDERED METAL, VAPOR
AND CONTACT TUBE —__ /' / FORMING MATERIALS,
SOLIDIFIED SLAG] _mMOLTEN //  DEOXIDIZERS AND SCAVENGERS

L~ T~%sLac
e

| ARC SHIELD COMPOSED
OF VAPORIZED AND

] SLAG FORMING COMPOUNDS

S~ —ARC & METAL TRANSFER

o

gy F
= | #7 “wewroor™~_] ~
~ )r' o -..o
"/’/WELD METAL ;1,;’?*"(‘;-,0
“Omg™ o

—

JUN 2.2 nszviumadenaadenldnand Insnmsafaufaundestuies (FCAW-SS) [7]

{ GAS NOZZLE

WIRE GUIDE &
CONTACT TUBE

SHIELDING GAS
TUBULAR ELECTRODE

POWDERED METAL
FLUX, & SLAG

SLAG Y -
WELD POOL

ARC & METAL

TRANSFER

Ul 2.3 nszviunsideuaaidenldndnd lnsnsldufauntosainnieuen (FCAW-GS) [7]

222 mdsdnetilany (Metal transfer) nsdsanetinlavy wu1eds n1sfianiden
FsuamuteusuAenmmneuiiidnunsad efunemiud maaenanuaemaideurunsensn
dguinumavasuaratgveslanstunu densdsdiilangldduaziinainusanszisde
vealavizivaeanidon Inedufitesmiussrinusuasdunaumaaivesmnidon viaves
ufamgu nsvualiidon wssiuden sunvesmadeunazussiinssvivionenlany nisdsdnet
langanunsuuseant 3 dnyae Ao

2221 madsdeiiilanguuudanes (Short dircuit) m3dsanenlanedas

Wndullevangainideuuarlavsdunugnyiiiiinnisersnuasiioumgigmeagnasudaty
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adeulilidnuaziluvenlanzauiaidin vaieriuaindenizgnieudiduiianiiinig
vaeNazanemudnsITIgniiealavsuulany anwendudatiuusnaninisvastazane

fouarieneanNUangainiion Falansgui 2.4

UM 2.4 msdsneilangiuudniess [7]

2.2.2.2 msasansuntanswuunes (Globular) nnsdeaneunlansdazisuiile
Uaneandeugnuasudunenlanzuaziianisness iuvwalngduninduriugugnaiaves

MAYNUTENI 1.5 130 2 i1 NoudsngnanUateainiisua nsaaeuilangniun1sesn

Y 1 oa d‘

WNAUSIUNTINNSNABUALANEAIULTI L LUN AT LIIFIRT TI9LvNIenTINISHNLdalanzun

Y

wazdln1UaugNIINTEEleULUUENI9AT UanIAsFUN 2.5

gﬂﬁ 2.5 nsasansuIlavehuuen [7]

2.2.2.3 nsdsaedilangiuuuazess (Spray) nsdsansunlanziazisuduile
Uaneanweugnuasundinedilunenlangunadnnimsewiniuduniigudnansesainiioy
nenlavzavsEuanaInsdLiseny sEninsansaateuuazenlanslazgnuendiviogniu

TingreenanUaneainidensieusaidmantii duanaguin 2.6
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sUN 2.6 nsdssinglavieluuazead [7]

2224 msdsshelansuuuiad (Pulse Spray Transfer) nsdsanetlanyl
wintudlenssuaiadfasrfugaaandsndeloueslansudnssuaivanasinannudinely
nszuasihdiendliniseiniAnognanainat tsdensiinisdeloulangliiAntu nisadues
nszuadaudnasazinasensmuauUInanueuiiginuidenlneanudeundoing
nsteleulutarees Jumngdunsidessilunndumisinden vudadnies aunsold

mneavielauagnmsanelewenlavenuniserindsraluvenuinadned uwanwisgui 2.7

JUN 2.7 misdseedlaneiuuiiad [7]

2.2.3 MuUsTeINIsileNmIenIEUIuNIsiloNesnalnldnandfdfyuazinanse
NsviaeNazangdn (Penetration) JUS19MN49 15U1ANAYBILLITRL (Bead geometry) WagAMAN
TnysuveauIToN dasil
2.23.1 nszualvldion (Welding Current) fin dslnfiasstioundneanin
wazshlultlunisiden Fearimnuduiusinenssiuanuslumsdeuaindeunande d1usu
& a v X 4' I3 Y B4 o 2
Anuslunisdeuainwenligaliunseualiiveuitzgeliume wid1usuanuss lunsleu

angeulinanszudliieniasiasing dauanduui 2.8
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aooj- 420

g

WIRE FEED SPEED, INCHES PER MINUTE
WIRE FEED SPEED, METERS PER MINUTE

0 50 100 150 200 250 300 350 400 450
WELDING CURRENT, A [DCEP)

JUN 2.8 euduiusseninnszudlidouduanusilunsdouaindo (7]

2.2.3.2 usuadeulniilunisensn (Arc voltage) lWuusumdoulniiindu
SEMINNMTDSAUVETYIINIITeN 819288159150 (Arc length) Asiusaadauluilunisensn
=3 Ay J A 4 = v v v A J A k%
Aagasne uikssadaulniilunisorsnazdanuduiusiunseualwidouna e dnszualy
Wougwwuusuadeulwilunisersniazaume wadnssualnideusas usaueadeuluiily

AT9719NAEAAIAE Aawanalugun 2.9

_u—

B

-l

g n- £

w )

W\ [ MR & W

<

IS

al —

>

Q — /

E T ———
3 ®m- WOINMIN | oorarANT MELTING RATE
$ | {IN/MIN)

— / I -----
zsu_u____/m'""“‘" I CONSTANT ARC LENGTH
/ | 20081 (IN/MIN)

D I . L TR T T T I T T B
100 ki 200 300 400

WELDING CURRENT {AMPERES]

UM 2.9 ANUFUNUSSTUIINsERalRausulsaadaulninlunisensn [7]
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2.23.3 anasilunisi@ien (Travel speed) Wuausinensniindunaen
AULLIENIVDITUNY ANULSUTDN NTLUALTDN LASLSIFUDISNINaRDAMNSaUN AU LT oY
<@ d' = 1 1 d' =~ =
ANUSIToUTNARADFUT L WILTOULAYNTTUEN
2.2.3.4 wu1Av0a30L49Y (Electrode size) ArilNanajus19vaaiuILyoy
=~ A aa v v = & ! A aa 2 A v o )
Wasnalnaunivunlnazdodldnsewa i@ utuniuIninalnsundvuimaniisltdnsy

AsdsaneUnlany

23 aadeuweniiouds

madeumeniiauds 9, 10) anwnsadenldnudnuaziameiinasgrumadeuimun
lid1ezdiu madouneninudwnumsgiuresUssmaoiuinild ANSUAWS A5.13-80 11msg1u
w03 UL JIS Z 3326-1991 anasguvesUssmmsessuilly DIN 8555 Part | November 1983 #s
wiaznassuildsmsldnudunguueslangildan Munndeiu vielndifesiu lulasanide
gnamnssuiazvend nmndsumenfudwmanpsg e smasesiiui Tnenpsgudand
IHussdnuarvomndoumeniududnunznisdon uandu Ussamveaiouunionlss
weUszmvadlansifiu ulssesuauuds uavdnvawnsdeu dydnualiiotluldon

1msgIuaInLANTilddmiuneniavesieesiiu (DIN 8555 Part | November 1983)
195511 MeLdeufuusznauseiduain (Filler rods) wisan (Filler rods) anndidalnsa
(Wire electrodes) wazamidiealifiniumdnd (Cover electrode) Fsmmiiavindheimanndnlsinas
wdnndnan Tavenanunds lavsuduaslansnauuonngunanilddmiunonialangimdn

2.3.1 MSUUUTEAVAIRAL Rod kae Wire LUSUSELANANUAIUNANNILATIVIAIN
Houundnduarldndnd azutssmnnauansiidvonieidon

2311 TavgiiuUssnduTimamangs wadunduldsed
1) Alloy group 1 T,amLﬁumjmﬁ%’ﬁm%’uL%auwaﬂﬁaLmﬁﬂﬂé’wiﬂmau
viemdnnduausivieunnilidomsanuudweniodouiiy lunsdlidodeuaylsianne
FrunumsAnuse wasile Woudensondusisieiniosing 188nde maluldew: madeu
wenifloifougeu maiuieuazmaideusasiiy
2) Alloy group 2 IuiawLa:uﬂfjuﬁﬁmmé{mmumiﬁﬂmaﬁﬂdﬂa‘vzs

waungu 1 insgiilangdunguiisl lassadeiiuguudaniuazdszneudensiufludeiden

TneUnfnalblanunsandswpaiaaumewnsagansha n1sunluldau: Tdsuneandasia
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3) Alloy group 3 lavziiunguillaevilusisansiletennidanruudags

=

Ngaungiias Ineunfiillowouawiisny W Cr wazluunensaasnay Mo NiV uag Co dnae lnanaly

9 Y Y
(% '

& A =t vy & ¢ s & A A i % = | A o
Weweuilassadraduinsinuled WelioufinunsougouswaIaUTINGILAAIELATEITNS
lpfianuudsvazsou (Red hardness) aufisgaunind 500 a9 nsileusedlinuiouneuden
wagligudat 4 Wedasiumsuani msthluldonu: insesdioldnunignngiigs (Hot Working)
Dusiu

4) Alloy group 4 lavziRunguiliidiunauvessgpaieiuimaniaaln
(High speed steel) vilal¥ouildiunanvaisI W Mo Cr kaz V waglunalensilazidiusig C
asluine MIndausisrnein3nadnsagyinllanizsiloWeuiiiun15eUsauRAIINTIY Bniuanaa
wiasensdesely Msguudslifinnud e uwirnuudasiatulddieding Temper dWeldeu

1 %39 2 ATe Msbiauiounsukasndsdaudesimugiovesnannisurlule: insediedn
Mandrels lufiasin aunoniang 1Wusiu

5) Alloy group 5 lavzihunguiiiidiunaulasidengs 5-30 Wasidud

a I3 I a sz ¢ & A a < a X v =t % s ¢

wazdiansusuliiifu 0.2 Wesldud Weweuilauwdy wWinduiigni1silasiadiansinulem
A oV v Aoy Y v < 1% Y A < 6 A v

msWeuwennsvinlauulavenidiunauaseiuasumaNNalATE 1N ANULT A swBNA e
lavgifuviiailienandausisiieniesdnslaauely nislianuseunsunasniadeunseyiniy

Aa o Y}

Aloandndn n1surluldeu: Weuneniinudediunsfinging (ussernanianiiniusdu)
wazlod Tasilounau 12 Wesidud uieuinninuardiasdesiunisiinadudnaie loun
NUIUEINNT TFudruzeun [Wudu
6) Alloy group 6 lanziiunguilaaieiungui 5 wilivsunamnnsueu
' = & ! = v ! a A 6 X A a &
HAuDgad 1AUKTIEINTT 500 HB wazdl Anudumusenisinadudloweniiniuwdly
9177 (Air hardening) wagn15tILinle lan1zn1sideselumniuy nsieumlsiiainuseau

o o

Aeudieu 200-300°C Nslule: wsesdlesn Tudnuazansadmsunsiadu Jusu

v
a a

7) Alloy group 7 langiduaflafifiiileidouadanaimannaiuueniila
wardallsnndu 9 Usznaudnds mnse 2.3 eentivnziunuussnvifesnsnuud aiu gy
9INM3IENY (Work hardening) Aip avsiasinsannsyyindsziinanuudwieanuud@innislaany

[ a' = [l ] [y} -:4'2/ 2 1 = = =
ANMULDISUAIN 180 AUDY 550 HB Wel liNe U U DIANUA LN IUADNSANNTDNNASHEL AF
Wegenlagunfa linduussmeniodns Jununiuiluvasiteuszfossnwgumngilnguy
wihiiagtuldaaumien (Toughness) nsinluldeu: Weuaiuialunsaiunlng loun

1 o =2 < v
WAUNUEN LJURY
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8) Alloy group 8 TansiRunduililaidendanuimisigandingy 7
vlrauudaiuduainnisldau (Work hardening) 13 Slannudumusensiinadulsidesia
nsouyy naslAsieedesdngld msthluldeu: duusznevvesiiuuaiuiiuaiseligunse
1930l wasTudiuvesioiu Wuduy

9) Alloy group 9 Iamtﬁmzjm“:ﬁdaumauLﬁsmwhmm%u Ni Cr
soamilusannsolddentumdnndviai enfumdnlasiiouwasmannalasesaill Wedeu
HANNELIIAUINUANSAANTOUA Lﬁalﬁ?jaummﬁaﬁmﬁ%ugﬂLSuLLazﬁmmmﬂmqaé’ammﬁa
naawsasnaesesnsls mailuldaw: Wideumenauiinusenisiansou Wusu

10) Alloy group 10 LﬁaL%auﬁlﬁmﬂmmLs?fauﬂajuﬁﬂa”wﬁumﬁﬂﬂéﬁ
Traideufifiuasveusazazintuvidoliiiamsnesvesasludfls Uiinsasveundueg 2-7
Wosifud dnilandeliiiu 40 wWeddud Wodeuziinsludunaneglulasiasrsosamulud
muudeniodonssintuiefinUsinanivou wiagliiifiudeniseuyuieauiou
Weadeuarndauddlddensitosylumidy dlvauseudenazdrvanainlisenisunning
Wodeunusenisanuse mailuldeu: Wansunsidengensilumilosusuaslssnumsn

%

FouwanTudiudng neasns insssdnsnanunsuasiuualangng Dusu
23.1.2 lavehuiflivsnaudnauuadungulanad

1) Alloy group 20 Tangifin Co-Cr 4A1UAIUNIUADNITANWTD
msfnnsaulazmsiineanTwduiionmgiged audfvudnusensvilshonsnnuudengamgiiay
Feanunsaldnungamniigelsiiu 600 a1 MsveuIzRedlinNSauneuay 400-600 B9¢N

[ ] Y v v 1o & v £9 2/ o 4

wagnasniulAduiit 9 waglddnludesniseuyuieanuiou mahlUldo: nudseneu
nnaile Urndiledevannieseunduniunieluiing wsesdnsloun iwandunasuaund

MIfANTOULAZNITIZNTOUTULSY (Erosion) s

Y Y
S U

2) Alloy group 21 audRvesliaweuilannlaveiunguil Yuegiu

drunauvedlasdivuasluauazysamumsiun lnsunfasiinslanglasdivumsluAuasyiainu
s X I3 & - A o a & A ~ P = =
A3luAdatug Uy Rod %30 Core wire Wit uiasiiaauiiauaansafumunsanusen
| o X Y s & & cal Y & Ao Y alee ~ v v
danumiletuegiueiduivesnsluannategluiagnunvinvtnganie nsvenassaslv
AuSounou LWau 400-600 a9A1 wazlidevinisaugumeanusou nsuiluldenu: insesdle

waggudnnsarnsilldiunuyaiu rensuavansn dmsuanamnssuesifin dusiu
3) Alloy group 22 Weigenitlaainlangi@u Ni-Cr-B danumiuniu

sensdnusefiinannistndvedans waz lanuuwlnaamglia Anuuwlnaamgiosiuiy
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a

SloufiuUiam C Cr uag B Aonnuuds daus 30-60 HRC ifaidouanansnldanufugungias
il 50 83 MITenazdedlimuiou Aowdon 400 ssm waglifesimseuyuseaudou
nsthlulen: 11d1 angindeanueu waniuneuniaman sy

a) Alloy group 23 Tanziduwia Ni-Cr-Mo fautflunisldaud
oaumgiigs 9 16 msifiuanuudanszyildlasnseugusoanuieuiignses msluldeu:

[
= o o =<

wselladwsunuduguiou mihdudavesmdlugramnssuniluayldweuasuluiindna

a [

figauvniigs 1Wudu
23.1.3 laveisuennaguindn (Non-ferrous filler metals) utadunguldwedl
1) Alloy group 30 Tavifisnguildulavenaumosuns-fiyn Usznoudae
fun 6-12 Wesliud wazvealo¥a 0.5 Wedidud anuuineaiofemmenagsewing 60-130 HB
uazduagfutiinamanves Sn lavgnaunguiddo AnudumusiomsAnusauuumslnasening
Aga (Sliding wear) fiauiunudeansazateindouaznsn nsthluldau: WdonuuTanan
\nd1 Mdndery lesmueunanlondss WWudu
2) Alloy Group 31 Iamﬁmmjmﬁﬁ@qﬁLﬁamamé’ﬂ 5-15% d1%su
dlelavenau 2 579 aziinauds 100-200 HB wagiinrudumusoansiadl autiniena A
Frumusensfianseuazauifsenmirluinuiusuuiinsvewsaraniituadly Téud Fe N
waz Mn nsthluldon: wleansenit wseuailuasfszuisninudeu Hudy
3) Alloy group 32 Iawmam&jmﬁ@ﬂamwawmLLm—ﬁmﬁa i
Usgnoumeliniia 5-45 Wostdua wanwauauia 1.5 1Wesidus wazuusnfanauauis 3.5
Wediius eoudagetuluaufa 160 HB adouilemsuniusenmudu (Stress) mafansou
(Corrosion) M3uAn317 (Cracking) Tnewamzdnumusetmeia nisiiluldau: wisenduih
viethmzia AeunuEEsLazisEUneANSey gy
232 dodnwalandon dydnwalmadeumiuilelinrwasanlunsidennisld
maifin wazdUdEauTRves Adledenfildvdwinnsiden nedudnvaiandeuuudldd

2321 swangtulangiy Wuswakananseuiunsiyou

G = mseuuiia

E - msdenansnéneie

MF =  Metal-Arc Welding l¥aanldnang
TG = msdou TIG

MSG = Metal Shielding Gas Welding

UP =  msweulandnd
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2.3.2.1 SRALAAINGUVDISWNAN AIR1597 2.3

A1599 2.3 UsennvedlavsiuadnauiIngguleasiu DIS 8555 [9]

naulavienay wilnvadlavgiiuvisaiiloey
I PN = 5 = =2 - I o o ala 3
1 widnnanldnaudasueugeduluauiie 4% viamannamaumniaisusug

U9 0.4% uarsHaNDY 9 Tauiulaiiu 5% laun 519 Cr Mn Mo Ni
< Y Y o a ¢ ] = I v o 13
2 wiannanlinaudasusuNaNINIT 0.4% viselannarausiaITuey

11NN 0.4% Uags1eraudusuiuliiu 5% leuwn 579 Cr Mn Mo Ni

3 Tavenandifauivoundnndldnudeu (Hot working)

4 Tanenauiifiautives High speed steel

5 Tavenaufiflandonsunnndi 5.0% wavasuesunausiliifu 0.2%

6 TavenauTlasidouunnnt 5% uasfiansusunangeuszana 0.2%-2.0%

7 Tanzuusnia (eoamulus) uuenida 11%-18% A1susuuInnii 0.5%
wazdniialuiiu 3.0%

8 Cr-Ni-Mn (ooamnulug)

9 wiannan Cr-Ni @anudtuniuseady nialazauiou)

10 widnndwauaisueuguaslasfiouas lngliuaunslug

20 lavenaulauoanan smuay Cr-W anaiiumnsaliifia Ni Mo

21 lavgrauailualuguuuusine laun salanens vdeviseunuain

22 lavgnauiniianan s1pay Cr Cr-B

23 lavenautiniianan s1anas Mo e1anauve linaulasiiley

SadnwsIEyUNIINIBNsHARlavsfuiuaedyanvalselUl

GW = m590

Go = N15%a

GZ = MIANanTUIn

GS = MsonmIelaneNg

GF = uwnuadndld

UM = upuadadWdndviuniguan
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1Y [

233 autivessiguan [11] luanadesmenudiantifiddgyvesianidegluan
FouwonuTsusazviine Fosdanuudaaznudenisdnnsenasnuiaiumieineanads
JugUndonnuasiinldine Ssaudnmarituogfusmmansine q Aivadlulutananideunon
wssauausng q wiaildnavhliAslasadiauuueig 4 wu sndled soamuluyt arslud
TassadsiiAndundsnmadounenudeiu asvlfvaguiseiafivaonsnfuesamulusiaz
Prelifuauuds detindnmanduluguuds sursiinaesilfAnenslud Seanmsoiia
ArwFiumunsAnuse madenaadeunenudadiethunldifiantudesdicnuiiosauda
VoI  Mfuuaznaiiinty asulded

2331 miveu (O Taelubidnindusiguan udfudruusznouiiddny
fanienislumdnnduazinaogrsnndeauifveanin audimsnmenmuayiBanaveandn
Juagfiuuuuamiveude anuiumufisdudonivoudiu aruwmisuszanubanguas
anas MuusinszunnlgdosusmusionmsAnuselda daustdliendu rwannsalumadeutionas

2332 Tasdlen () lanfloalumanndnaveuazdioifinnnuudsvasd
AVIUWITLEIRAZNTVIUADUIINTEUTINARAY AYINANLTTOINITYURIIUAZAINAIUNIUNTENTTE
wfndudodufinalanden molduiutaeuarlivauniu

=3 [

2333 veawnu (W) Manudonauadlumannain1sueuivsewmannan
s o 14 & A o Y 2 o < £ = va Y LY
A1sveuUunataagyilvimdniianuaiiisatunisviliudefvuindes JauddlndlAssiu
lpsdendeldusunamnasiniiinansluadudgegn nunusensiansouwasausiunIY
Ron1sanuselaffan
a a . ] a < <@ 1 [ ]
2.3.3.4 Gnifa (N) BIgiidakTUss AELDe nuntudeni1sinnseu
ATUAUNTULSINTEUNNRAZ AN TO NN SYULTlnsanANwTe st ueg fuUSuad
wsniiluillewdnselinilliresldldlaeaiainldsiuiulasdenuazluduaiti evae
nanuLdanasnsudilivinujisentuesndiau
2335 lauAty (Mo) Jauufnderivaan wilinaunduaesin gaewiy
AYINANITONAYAUANTUNTYULTY AU ST TEasA LTS INNTEURALR LA
T Y = 1 Y a v o s 1 = =~ 9 Y oa
Wwudeaiulasdey Hrglifanisiusivesaisludegisniunuiwazsilusigndigldlviie
N5UAN31LANY RaenaulwINTUNUDY 9 NRBINITAUATUIUAIILSDULALAIUNIUNITAA

nvaulan
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2336 Mudon (V) PielmidansuiinueziBoauazuiy dWivauansa
Tumsyuufwazaruudadeliiuarudou [ufulaadeavdoramuiliauudadiuiy
naonuligUuuuvessludiudauss

2337 wwsnifia (Mn) autindrednifiainusdeudiusizuazdreiy
AuasauMsyuslenuiurunsinuseannisdeUlussminaniseutuiiennuou

2358 luleilon (Nb) Wewhluladlounausuwmdnasvinlimanduldfinads
wazvusensinnsauveansiall snveduinlulanuudauswasnunusiousinssunniiiuay

2339 Tusou (B luseuillothunnauman awhlimanfignuasuazatouay
Uaeglimdusiin Suedvavenneslsiladuaznsuasuwdasiufumassamulusinoudng
ety widinafiuanuannsalumsiiliuds uvenaniuluseudiosdasflousue
Auasuewdulasifiouasiualaonse

234 andeuildlunismeans aamdeuldndng (Flux cored wire) dmsunenia
LL%aLﬁumm%aummmmgm DIN 8555: MF 6-GF-60GP ¥u1aLduH1AuENa1 1.6 Uafuns

! < % d'
FIUNFUNNALLLEAININITIN 2.4

M1519% 2.4 drunaumanivesalndouldnand MF-6-GE-60GP

5761 Fe C Si Mn P S Cr Mo V

q

MF 6-GF-60GP ~ Balance 054 0.76 231 0.01 002 792 051 0.32

JUN 2.10 avnweuldnanddmsuieunaniania
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2.4 N1IAIUANAMNINYBINITHBNAILANE

v
a A

mMseuANAMAMYBINISNeNnilang [10] Asivzasiinnsanedwszdnse Twaunfife
NMsuENYR e lans Az nTINSEUFYRILU TN e Nz Nl AR LU D UANDNRITY
finauandannudemsdenduarnisnssunnlanundens Famsuauvedaneneniidiiulane

[y

Fuau (Base Metal) uenanagdusgivviinveailelaviznauuasnsnisnseumdwsuagiu

v A

Uadendfgydnusznmmilanfe Jademsinumaiindu o vesrumnnuliouwaniiony Jaldun

o

(% '

mawReuRituny nslieufeudeudeumenia mawendiuduin sUuuuvesmsdion nsway
wazdmmmaidusvssuunidon iuiu dliwandoadel

241 mawdenAnnu diensweninlaveduiiingUsyasdifiendalutu 9150
duarensuaraiy iovhlifnazewliusmaindsanysnsing o imdniu n1svdaluthsiy 9150
W9 Huazasiuazaily Mnlalagnisansesnimgasazateviaeg q szvilalaenislduusadn
vdeldnszarumany uonannsvdndsantsnuds Giiesfinnsaniasesuaninn seslenues
Rautiy q fednninisiiansandimsiufiuiifadniunsiuiavedansweniafuiany
Tumswsesinnulunsaivilalrensidnsdonsns (Arc gauging) Litevdnsosunn nsienses
Faitufiionsiula Weviiudeumeniiiidegviafieninianuinieenludeufiesihnadey
wanAaiiy

242 msldanudeunsudennaznismuauniuouiiindeunindouuuisiely
nsliarufeureudeumoniuasniseuauamdouiiiadeunsideuuusoluiudeisiiu
Fonunfinsaidewiufevinvestanfiasvhnadesmeniudasutagdumdnndrnsveu
Ununans mdnndnafueugs manndwangs Sedamanansalumadensh Wudu fatlnslk
amufeuneudeunaymsmunuaseuiitntufietestunsusnirilduuadon Famsfiansan

o

Iiagladndudedinnueunsudenniold lnefiansanaindn Carbon Equivalents Ingiin

drunaumaaiiveaioWoun fansan 910 CE (%) = C + My6 1 5/24 + Cr5 + Mo/4 + N/5

WazUNANAUIRANTAUNINANTIN 2.3 WAy 2.4

M13199 2.5 Msidenlyszauaamaiilunisgunu (Pre-heat) NwUsiuiuen CE [10]

A1 Carbon equivalent: CE seAugumilun1sguu
0.02-0.45% fa1saden (gu/ligu)
0.45-0.60% 200-400 °F (94-205 °C)

geunn31 0.60% 400-700 °F (205-372 °C)
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A5 2.6  NNSHIANNSDUNDUNTTITDURALTEWINITULLITDN T8RAITU197A CE [10]

Type of steel Carbon equivalents Preheat and interpass temperature
Carbon Steel Low 0.3 Maximum 100 Maximum
Alloy Steel Over 0.3 to 0.4 Maximum 100 Maximum
Over 0.4 to 0.5 Maximum 150 Maximum
Over 0.5 to 0.6 Maximum 200 Maximum
Over 0.6 to 0.7 Maximum 250 Maximum
Over 0.7 to 0.8 Maximum 300 Maximum
Over 0.8 350 Maximum
High Cr Steel Non-Applicable 400 Maximum
13% Mn Steel Non-Applicable No Preheat, Interpass: Fast Cooling
Cr-Ni Stainless Non-Applicable No Preheat, Interpass: 150
Steel Maximum

2.5 n1snsdaulaseasenelansIngd

nsnsivdeulasiasimtlansine n1sfinwlassadanisdanginewiasendy 2
Uszunn fle nsnsiaaeulussduavatauaznisnsisdeuluseiugania

2.5.1 naanadauluszduuna (Macroscopic examination) [12] WJunsnsivdeu
Tnssasamdaveivemesiesstunledldsndmeemnanie Wewdssturlaemstane
Tnaziden UaLa7 (Polishing) wazinnsa (Etching) halra1ursansiddeulalasniiuan (Visual
inspection) viisenaldmdsvenelalsitiu 10 Wi 9auszasdvasnsnTIvaeuiiogauawysal
Yo9uTnaTeL ey SnvuranuLani1wessUTetundon nsulsdureauuien
nsMABNAYaIBTRIT UL ANUNTItkazANEnUTRATlETUBVENaT9AINSe (Heat
affect zone: HAZ) AaeaaugULuuesqaunsedsng 4 vesuundon dwiuthefaindunu
dieldluonsisaeulassaiamnalunuidedlffmusmumnsgiu ASTM £407-99 [13]

252 nsasdeuluszaugania (Microscopic examination) [14] Wunisnsivseu
Tnssadvestumilavelngldidmeeiigdiunamite fous 10 windusill Segunsaivdnillily
n1snsdeulasiaidluszAulanIafe ndesanssaudmiunumslanging) (Metallurgical
microscope) M%@ﬂﬁ@ﬁﬁ;ﬁﬂiiﬂﬁLLUUi‘i’fLLa& (Optical microscope) ﬁﬁLLamﬁlugUﬁ' 2.11 lagazd

[

MAe1gagTEning 10-1,000 111 3aUsEaIAreIN13ATIvdaeulaTIaseganiAlivensIvaey
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nsnsyanefnardnvarvennsulasiaausnaLuLien (Weld metal: WM) USafiui
nsenu¥eu (Heat affect zone: HAZ) uazustiailolansifu(Base metal)
2521 masssutunuiieidunuluinsameseulasiaiinaniadae

ndesqanssrididunoudall

1) msFaBuusieghs nsindunuiitsiunsvaeulasadiedng
n&osqanssatl vawdadedhlitunuiou medadidenldfunn wu FHesdle wieudes Fadu
Fiusendauarie Tunuiltsiunasvaeulasadisiendesganssmidendontuin fusy
NAFOUVIBTUMUFIDEN (Specimens)

2) mMsideuduauiiedns TnsthdusuinioulsludSou
(Mounting) ausuesaiuinlan (Bagelite) viovaeseisduiiaiifiiionmazmlunisduie
warnandatunuluiunounisinglasadefarannsovinldazmnuasangtu

3) ASUARIENSEAIYNTIE (Grinding) 1Wun1suSusTUIURITAlHlA
seausendt Wunstanenunseususzunu wagidunistalvraminlmseu Seain Wunisda
auSon lunsdiurumeaeui il Sounasd s nnadunsanrudnuessesTavauliiiovas
Junselaifisesdngauuuiinntieu Sinnulideuisesuazidosasinlinsnsiadeudie
ndesgansamildnmitligniosuaramaindouainanuduiie madadenseaumaetue
sgforimsauyuavmassteuwietesiulilinssawmseneluszninamainisda nisin
Budugensyanunseiues 80-150 lunsdiusmaaeusunsingedesiionseiriondenuas
FanszanenELUes150-180 TunsalTuiunaae URILNSHARIeLA D9 AT LIUAEey (Cutoff
machine) Mstadenszaensendnenseaenseesiig q anneulvaunssiasien
ﬁq@ f8 LUB3 80 240 320 400 600 800 1000 way 1,200 MUAIHU NISTAAIENTEA1ENIIgk
msTatuiuaoued Wy Juusniadeiues 180 soludadeiues 400 Wudy syl
TumstaunuuarsosTarnldanisdasenssamense asldusslunsdafinemanglinasldus
nesnnAulvarviliAnsestauumthaaniuluTivueliasiase wwwnsdnenailseglusosdn
wagsyuUidaSsnseDndedld aldusinadesazilinistadilunsinagldiznsdadon
(Wet grinding) Tnglsinlvarunssaunsenasnna siezdieimenmunsnoonluan
Avthuaztevasiulaldintusnunaaoudou 33nsdnnseinlaeduduanunaaeulisiu
Avthiidaagiuasumniznunag wdanatunudieusanafivifunnd Weliindeld
sEuUEItueE19vhas seedalulufirnaierty wazsesdadivuialndifesiu Wewdsy

NILANYNIIUUAALLUBTNANINITTAADIYIYUAUTOETAURINTEABNTIBLUBSINT 45-90 D9AN
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ynasuasdlufimmadedunaonauniasdeuuesll sunseiimsseugiadrlumaioaty
Lifisaudnrule 9 N130399@0U010TIARUMEANAMTONARITaNTIAN N13TAMENTEANY
neusaziued Wetnataszdedrtununasdailelazern Weteiuldliiaunsdnain
FugulududeluTsarandontuien 1 38nstansevild 2 38 fie msdaile (Hand erinding)
LaznsTadeAsesoduedesiauuuaeny 9l waud (Lapping) wazn137nsnluiis
(Automatic grinding)

4) n15Unsiy (Polishing) Lﬂusﬁ”’umaums%’ﬂﬁa%umumaau%uqmﬁw
\WordasesTatiuiiiinaintunou mstaRamenszatunselinuall warldfiatuausey
Wutfue nsdasiunsevilananeds loun nsdnaaeiaynisna (Mechanical polishing), n54n
#eile (Hand polishing), n158nsneA3asdadmludd (Automatic polishing), n1sdndaeds
diaansalan (Electrolytic polishing) wag A13TnR8357LAY (Special polishing) N15TALiY
nszvlagldEindn (Polishing cloth) furstaviaansdn (Polishing abrasive) nedansaansiaiily
TunstatudunsdniifiruaziBongs annsautwnuviinuesianld 3 vialug) 4 loun

(1) wetnydansoantan (Oxide polishing: OP) laun egilitiey
gonled (ALO,) wundiBeueeanled (MO, nafnaenlamdufidenldfulaeialy Tnstans
opfidousenled uavegiunfuuuniiBousanled mselarumideauasdulaviliinduny

LV UVNELaTNATReINUIU

! a ol a

(2) wilnslneglifisneanled visednisuniuil eglunduian

fianuudauszana 9 aana dmsutnlansudanudld 2 win fe windaiagiiun (Alpha
alumina) fvu1a 0.3-15 pm auudegelddmsudndunerunsetaiunsudurdauwnuii

a ol

g1 (Gamma alumina) §v179 0.3-5 um HA1RuTsUIUNaLazAINIYdndanegiiul

v v o

M wiutnsuazBonviedniiuduanieg
(3) ustnvdiamnes (Diamond polishing: DP) tHunadaiifisnuna
Tunstngavinlidn lisuazlaszuud anunsaldtndanlsnnuie
2522 thunudirumsiasuluansavieintuses (Etching reagent) 1%
wangafioliasndunuenueslayiinTsilasad ey lutunudy 4 wiAnyilassaia

Aananlagnisdesgeiendesganssaiiuuldias
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UM 2.11 ndewTvaeulasasnegania [14]

&— Observers eye

} Eyepiece
Aperiure diaphragm
Field diaphragm (adjustabie)
(adjustable) ’
i Transpaorent
reflector

Light source

l Objective

Specimen

JUT 2.12 winnsvihuveInaesganssaddmiunumadangined [14]

2.6 MINAFRUMIFNUANING

2.6.1 NISNAAOUANILUDYS [15] mimaammmvﬁﬁa@ﬁ;amﬂ (Micro Hardness Test)
Tunsvagoumuudganiaviaressesnafiiatunmvageusuadnuintunsmedey
anuudsganemlulfusanad 1 n$u gmf) A 1 Alansu Tnevimsvinasesnadendesqanssel
dsenesaus 100 wiils 500 wiidudu maesounnuusuululesinnesiio shnavagou
Hugunssitssiingruamdeniyuuvan 136 awn Inevaaeunnasuuivesianliusanemagou
faud 1 n¥uda 1 Alanfu (keh uagnisinvuinvessosnalagldndosganssmivuulduasd
frindsvenedous 100 wihils 500 wh nezvIunTMIRgeUALLdUInIneSdunnaaey
Tasnsnasneinaiivhanmes (Diamond indenter) fiflgushamiloufisfing udindss v

FUAIUATITIN 136 997 NAAILUUSURITUNUMBLTIAsRUNFagldnarlun1snalranaiald
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10-15 Fu¥ JUN 2.14 ldunuesunsaesvesinaumysagyiiiiinsesnilavesannasaniiien

Inaneonuazlindeganssaiinvuisvessestitotlumuwinainuuds

136 between
opposite faces

V= ~,
LA <)

JUN 2.13 GnuLIeEnNATeINTNARRULULININGS [15]

2.6.2 MISNAEDUNNTANUIE [16] N1SNAABUNIIANNIBLUUABYNN (Dry sand rubber
wheel test) AM13NASIL ASTM G 65 Thiulumutunounisnaaeu A (Procedure A) Fady
N13NAABUN1TANNTOAINNTEEAH(Abrasive wear test) Tunisnaasuvinlalagnisuaesnsig
Tonmelvaruszwinsdeensfindmyuevduiatuisindurumeseu Vil Sumumnaey
nansdnuse nsentumaaeuiivwin 212 §4 300 bilaswes neunsnadeudesimelveu
figaungdl 150 ssrnwadoa Wunan 1 $alus esnsvyuilvumdusinugudnasdesnayiniu
228.6 fiadwng wazm 12.7 fadung d9eevyunIea1us 200 seuseundl sasnstousie

WINAU 300 D4 400 NSUABUIN ANSEINAATINTZYINAUTUINUNAFBULYINAU 130 1Ifu

5UN 2.14 1AT9IMARBUNNTANYTENINNINTEIU ASTM G65
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2.7 yAdeiifeatas

nsnwmanuAdelusfndinuan lifinsAnvdninaduyslunuden Afiuase
audAnlangInewazauiinianavessoesiadansig 9 1wy

2.7.1 Chatterjee and Pal [17] vhmsideneninmndeuvundndwonudandnvde
A ASTM 1n3a 2500 Nnaaesvhmadsuulasiinvesaanidousesiiu 3 vin warldann
deuwenuds 5 vlin nansnaaesmudn Msguany Suuturesmadenuagdasdin crC Tu
madoumeniin dwareausmvesnmsuani Mo uiuazauusamangBaves
Fusesfuasintunuriefntunuuastunenuds aruudusanameBaiifanuudusegean
fio madondomadoumenudsifiiniageuaylifidusosin

272 Seli et al. [18] maidoumenudssneismaidonesnamjundnduunaummu
manndmsuousn A216-WCB faanldon E410 E430 way Modified £340 fismunseul 200
o9 1 2 $2las mademdunisidennun 3 $u uaglifinsasuuadon Funudeudldgn
lurinsmeaeinisdnnieu MAaoUANLTE kAZN139TIEUIATIENTANIA WUTIAILLDS
vouundeuilismmmsdnnseuwdisiu uazandou Modified E340 TWmsdnnseutiosiian
Uhinalaadenfifisduhlddansuivueandendiuiu fanudunsunoduifisiu uay
AnUSUNULAZYUIATYBUNTUNETUA

2.7.3 Balakrishnan et al. [19] ¥inmsnwinmsieseninansiumdndindnndn Al
4300 Friumsoulvirnudouit 900°C Funuyuudsgniusudusedduasinnmadoussmnden
3 %00 2 WU WUl 1 Aemanidion E307-16 Fuil 2 Aemadion E11018-M waztufl 3 Remmidon
F307-16 waztuudl 2 e Juil 1 Aeaanilon £307-16 Suil 2 Ao maiden E11018-M wazduil
3 Aemnideumonuds E Fe CrA7 nuinisidendsnsiidusosituneunaidounenudewils
Funuhedensieunarlvrnnuudigaayaiaueniy

2.7.4 Coronado et al [20] inmsdererinmniiearumdnduazmadeneinanidon
fifighuszanunielu (Flux cored arc welding: FCAW) wuusiunuaiiienlifinisaeaindenuy
fuRamdnnd A36 wilangiirunadeugniiluinisnsaaeumsnsinisinnieuniy
ASTM G65 uaznsaaeulnssadisgana nansnaaesmuitiamenudmsidonoinanieniis
fuszanumelunansauiunmumsitunsannssuganiniamenudinisdesensn andiey
uldnd Aamenudevdn B nsdeuorinandeniiifiuszarunislunanninudiuniy
msfumsinndeuguaalumveaest ilemnlsadnamavesiundngwainuasinanislud

Aa a = A o v do o = ] a & a .:4' s A
WNUiﬂJWﬂJVLVWI']L‘UEJNE:!QV]W']V‘H"W]EJ'UEJ\‘m'ﬁaﬂﬂﬁau WIANDNLUIYUA D VDINTLYDUDITA [INLYDU
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vudnduanin1sdnnseuasgn mveaesandliiiuitnnuulsasanusununsdnnseulid
ANNENUSAY NMsiasnwuzilids@nmanslualasiud nllaudAeRanIsannTauNINA

ANULTIVDIRIND AT
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Furuvageu lneUszendlilunis@ennenfiudafuuuivimnanaisueu JIS-45C 9101

v '
o A IS

PrunutauluilssuiisumnudunussenineandinianawarlasIas1alansInevestunen

a I @ 1% s a v G a o o Aa o &
RLdaannanmsuau JIS-S45C n153deaseliivunaulunisaniun1sned

= Y A o« ¢
ﬂ']il;@iﬂlnaﬂ LATIDNUD LL@%QUﬂiﬂJ

v

A15915NAdALENAND

TuUTUNENLDY 1 wUITINSEUE 150 170 190 210 230 Uag 250 katwUs

v

nMsnegevaNUR langnonuda
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ANSNAFDUNISANNTD nsesdeulaseasslanginen || nsveaeuauLds
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3.1 Janaunsalnazasasiianidlunisive

19

3.1.1 Yagildlunsmveaes

Fanildlunveassiio wdnndamsusutunasnumng JIS-545C Afldrunas
mMaplagn1snsadiasgRdrunaunisiadusdlaneg (Optical emission spectrometry: OES)
wansstansed 3.1 Yanlidnuamdunsanszuonlnediduriugudnans 135 fadwns mueue

100 flaflunsuaznun 25 Tadwns Aguin 3.2

A15199 3.1 dunauyadveandnnaiaisueu JIS S45C (Wasidudlagiinmn)

§16) Fe C Si P S Ni Cr Cu Al W

S45C Balance 047 024 0.02 0.02 003 035 0.02 001 0.08

5UN 3.2 sUsvestununnaey (mie: Tadiuns)
3.1.2 anweuldnand (Flux cored wire)
andouldnand dusuneniiududuaiafiounuuinsgiu DIN 8555: MF

6-GF-60GP YUIALAURIAUENAT 1.6 1ATIINT WAANEAIUHNANNAATAINITIN 3.2

] ) I~ - a & ¢ Y o
A1919N 3.2 FATUNAUNILAUYDIAIALYDUWDANILUS (LU@?L%UﬂﬂﬂuqﬁUﬂ)

51%) Fe C Si Mn P S Cr Mo V

MF 6-GF-60GP  Balance 0.54 0.76 231 0.01 0.02 792 051 0.32

a3



313 \A3eudeu
\3oadouililunindenuuusruudunedines e Fronius Ju Transpuls
Synergic 2700 Alu-Edition %qmuqué’aLL‘UimsL%'amﬁaalmiﬂﬂﬂswa% LazgerIsveaIandon
annsavsusuUslumsidouldlaenseanninaevenaisaiey lunsveasndiazidents

wsesgeaNesnlaneuianauusldainveuldndndlunisnaaes fsgun 3.3

JUN 3.3 wseudoulin/ulniildlunisveaes

3.1.4 IAEUTLTUYAGY
weuildlumAdetannsousudensldmumememuauuidfiiu 2 funeu
flo mMamsengamgiinasnisnanim asnsanuaueungdldRaus 0-1200 svrimalua dmsy
nsoumanndnansuau JIS S45C igainndl 250 ssrwaidoaldunan 90 w17t Yinnsguian

nAaBInauYinN1SIYeN faguil 3.4

[

UNUNAHDI

UM 3.4 InneuTunumaaed
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3.1.5 gunsnldudntiunu gnesnwuuiiod msudugntunumnsanseuan wannsine

TgduBuUEINTanyUso UL UAIBAUSIAIa N TaUS UTIAVan svyule daugaiadon

o =

ANSUN 3.5

Y

ndaReeguuYnUURNT FeanunsairuayukarUTusTezninling

Y 9

e

MAUTUIY

|
WILTEL

Fuumaang

3UN 3.5 guUnsniduBauavaiuauaIsIluns ey

3.2 ASAUUARILUINITNAADY
mannaedluadsidnuiatefiannsamuauldlumsdon fe nszudlidon mnumaly

Madudey gumgiilunisguiazaamgiiseninadiendon szinarenuautfveuuiien

wenudsdnuarmamonmlassaslanyinguazandimnadeuuideumenudsuumanaivey

JIS-545C ag14ls Falanruatladeivinnisdnwifasyinnisanels fan1s19i 3.3

A1319% 3.3 N1TERNULUUAILUTASITON

Faudsnsidion ANNINRUA
1. Snwazsesiion YU Gunuedeu)
2. aniden amdenldwdng vunadurugudnats 1.6 fadiuns
3. gaungilunsgu 250 DI NYALTYA
4. nszualiidon 150-250 Wouus
5. S aRuLL ey 150 Jaaiunssound
6. Qmmﬁiwdmﬁmﬁiau 150 asAgaLTed
5. Wb Buatden 17-19 o [21]
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33 funrauNsAEUNTMAGeq
331 Yunoumsiien nsidenazudseondu 2 @ fe 1) Msveaeadeuiiednen
SvsnavensEuadeniifineautRininavesunion deonnsyuadoufivanzanannismageu
auTBvnsnaveswwadonsvhnsidounenuds 2) nsdeunenuduiiofnwdninavesdiuiu
Funenudsidsnasoauinianavosuuiidon
33.1.1 nsveaedieuliiofnwdndnavesnszualmidoniifneautives
Loy MsdenTununaass BLUWMENNEIASUDY SA5C ﬁmumssﬁugﬂimaé’wmﬁﬂﬁa
uazawouRULRIMANNA a3 and TUvinnseu (Preheat Temperature) figaivgil 250
ONGALBIERG] LﬁaasﬁzhsJaﬂé’mwmsqaglﬁammé’ammu,mLﬁ?iamaqiusumm%auLLazé’qammiLﬁm
o3 (Crack) e Mntainsidentunu Tngldnssuadoud 150-250 wonuUs
AFIAULLLTeN 150 fadluasdewdl nevhnsidesuuuBavinideunsdl Widensiguiu

ey = N = ° o Y =
PUNULYDH 17-19 BIAT LLAZAULUILBUIIUIU 1 LLUT ABAAINENNIVDILEUTDUN ﬂ\‘iE‘U‘V] 3.7

-
WILtaL

gl Star/End of
II l:. /. The Rad
Direction of Uy -

¥

d iticn_—f "
eposition — g #"
/ —_—
_./ '

FuuRa

90"~/ = +—] - +—270

UM 3.6 yuuaziianidunisivey

1 -
lanui@ou

QALTUA QAAUAR

Tanegu

JUN 3.7 sUluuwey
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' '
A a1

3312 msdeunenudaiionundvsnavesnisifiutuiavesuuidouiidma
AodutRintnaveIfion ndwnynmasssdeuiieAnwdvinavenssuadoufidneautd
MINaveILUITaNLAT N IVAdeUALTRVINa i US o LEn Lﬁaﬂamazmﬂ%amﬁﬁﬁqmﬁlé’
MANsMRgeUELTANINaTe LT eN T ey thTuunAaeIMENNE1AITUBY JIS SA5C HNu

mstugUlnerensnduazas e ULRIWaNNAaLaS A LUYinnsgu (Preheat Temperature)

=

ADAMNI 250 D9FITALT YA ANTUEITUINUNARDUNEANNAIAISUBU JIS SA5C NHIUNTZUIUNIT

9 Y

JUUAY ITeuLUNTUNeNUDY Fagun 3.8 Tneldiuusmilounsilionnsail 1 usiiudnaugu

WONWTY 1-3 T

< "‘
Wavvivau
Y o
l Pun 3
/ g
Pun 2
‘/ |
Yun 1
-".‘-.-m"i;.ﬁiu ?:‘waqu

]
WIVIZEU

JUN 3.8 JULUUNSTOUNONUAY

3.4 %guﬁaumiﬁﬂ%m'mwﬂaau

FuREUNSHATUIIUNAEDY T uUARIUNsEUIUNsEeunenuds uvhnnsiauds
\ionsreaeulasiadranslanyine) nedevansAnIng Sewrsesfintuny (Cutting machine)
Tnevhnisdngusnunagey Tnevhnisudseendiu 3 daufe Tuit 1 thlunsivaeulassadioumn
NPLaElATIET199a01A WA 10 x 50 x 25 TAFWAS Fuit 2 luneaeurmud sersemaaey
anuudalalasinnesd auin 10 x 50 x 25 Tadtuns wazduit 3 thlunegeunnudnusedie
ARYWANUUINTFIU ASTM G65 UUIA 25 x 50 x 25 Hadiuns Tngazuvstunueandu ¢ @
mmgﬂumimaauﬁlﬁmu@mmmmgm ASME IX QW-426.5 (b) [22] A 331 0°, 90°, 180°
Wy 270° ez 3.9
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4,
J A/ \W)
— \W W\ .
v\ 1
\W) W
AV AW AN g
\ \/n’ \J‘l -
v\
A\ AW\ AW
___‘\G“F”Jf A T 10 > psvaaulasaaing
YVYVVYy 0%« nagouAILd
(it ' \W// W |\ 1/ p =+ B5[ 135
v\ Jf\J \ 25 | - NAEDUNTANYTD
A\ AW W\
I AN S——
'\ "
i\ -
1 J
1 v

F
b

5U# 3.9 nseenuuumMsinfunumadevaNtReeitou

3.5 A15R52980UlASTIES19MN9lansInen

351 n19n599a0UlATIESUIIN1A 113051980 UTATIAS1IUNAIATD IR T DY
wdnnaAdueu JIS SA5C Firtunszuiunsiieumenudauds thuninsiagerdesinruey
vadau tiethunAnednsaznisnenmmslangingn Tnethdususyiinisdnsenseaiy
etdaLAlUed 80-1,200 wazdnazidunsionsinys (Diamond) fdvuin 1 luaseu §e
\3esdnidnvansautunuiimlandonsranudidietnazornuddnrinauazendae
weanegedviliuisdenisiiantou anduihdunut liniuieaisazats 5% Tuna Ay
155U ASTM E407-99 [13] Tnemslddraguadluasazatsudimasuuuiimioniiduany

7913 5-60 U9 NF9NTUANTUINUNIULDANDTDANMALIAIA A1 IANFDULAZUITUINUNN

=

dosglaseaiiaumaiamenassganssamiaineslowuuyy (Micro capture) AgUN 3.12 Lite

ATIVABUANNANYTNABAIUTOUNTTDIAT 9
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Ul 312 ndesganssmi (Micro Capture)
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3.5.2 N159533a0UlATIAT19980A mimaﬁ]amﬂﬂiaa%ﬁaﬁ;amﬂ%ﬂm%amwaﬂLLsﬁa
wianndiasuau JIS S45C Frendesgansamiuuuldias (Optical Micro Scope) 8% Olympus
JU BX51 #fid9we1e 50-1,000 1 éﬁ’mamgﬂ‘ﬁ' 3.13 WTusuisunsesaaeulassaing
uaANIRRensEansIstdaudiued 80-1,200 uazdrazidundaonanas (Diamond)
Fitunn 1 luaseu Forseddaidnrainsutunuiirlandronssanudidnadastiazes
WEdavhauazendioLoanegediliusdenisiandou antanhdunudluiaduse
a1savaty 5% lunsa munnsgIu ASTM E407-99 [13] Taenisldddquastluansazataudim
AUUUS AT TUUATl 5-60 FunTt ndsantudsiuussLeaneges LT ItanS
Lﬂwau%faul,t,asﬁw%umummm@Jimqa%’waamﬂu'%nw‘mmﬂwm q vestudeunanuds

NNSTUANLALALATIZINAN1TNAARIRD LU

35U 3.13 naesganssmiiluuuas (Optical micro scope)

3521 MIRTINABURIINEBANTIIBLANATOULUUAINTIA (SEM) 1Ty
FuUsMsiBeniiafign uiiesvisnendesqanssmidinnseunuuasnsin (Scanning electron
microscope: SEM) 33Ul 3.14 ilevinnsanwndnuaizlassadganiauasnsiaeuUs s
suvyvedlansifounenudauaznivaeudiunaunaainensiasginisnsyaendsny

(Energy dispersive spectrometer: EDS) idnafaanufin19naveulou
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JUN 3.14 ndpsganssmididnmsouluudensin (Scanning electron microscope: SEM)

3.6 NMINAHBUANUANINNG

3.6.1 MvaEeuANLTs (Mricrohardness testing) BhFununade Uik IEeU
Tnssadeganmiaudinmeasuaundsseiuganiadisiadesinannuudauuuinnesa su
Matsuzawa MXT-70 faguiil 3.15 Tnevaeumasiuvisiirimualy 57 3.16 sumismsnageu
Araudsveauadommenuds 1 uwr U 3.17 dundsmaveaeunnuudweauadoumenuds
1-3 $u IsasvhmsvageumBudsamzuinaiidolavsdoumenudewmuiumiedimun Tngld
W3anA 300 n5U Lunian 10 w7 s3Eer1TEninege 0.25 fadwns AuNIRIgIu ASTM
E384-17 [16]

JUN 3.15 inseavnaeununddlulasininesd
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+0.25

Wi
0 HAZ
-0.25 )
B

JUT 3.16  FUIMLANSNAAOUANNLIITDILLILTBUNDNUDL 1 LU

st
Layer 1

doJoJoroXoXoXor>

e r—

Bazs Matal

e

4

OO OUOLONOE
R i g, S ) g L oy e i
QVACEVIVIVIGEVED
S e e e G o i

HAZ

'J—'

Baszs Metal

J = e J

B3z Matal

= ° | < - < g
E‘l.l‘Vl 3.17 ALRUINITNAFDUAINULVIVDILUITDUNDALUY 1-3 YU

3.6.2 NIINAEOUNITANYTE (Wear resistance) Junsnageunsannseuuuaoens

€

a

e =]

<

ad Inelinsrenazdsnadusnduiaduiununneasutasyinniswseuiisuilosidusuian

el Tngd1989muuInsgIun1snaaey muNInIgIu ASTM G65 vinsnaaaunisanige

LUUTAAUS AT aNSITONTUN 1 TUN 2 LazTuN 3 A1NULEI50UVBIETAN 200 SEURDUIT
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3M51NTVAVDINITIEN 300-400 NSUABUN NF1eNITIUNIINAaRUTVUIAA 212-300 TulATIUAS

wagldalunismaaeuit 30 uiitretu dwiiniildlunisnagunu 130 Ty Asgun 3.18

DNUNTIE

—

YOUADY Y

f
1\ ‘Q |
\ o wEn O Bunuvaaey

JUN 3.18 MsnAaeUNIANNTOMERRY1Tnd
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una 4

HaNI5ALATIZYTBYA

= a a 9 z:{' < a <@ ¥ I ¥
NANISANYINITONSNAFILUI T OUNDNWIIUURINANNAIAISUDU JIS SA5C 98
AsTUIUNSWausnanald@nandg InedlfuwUsiltlunsnaasewsl nseudlvi@an 150-250 wauwls
Lt euldWanS MF-6-GF-60GP vunaLduruauEnans 1.6 adluns A1SUNITNENRLT AU
@ a zﬂl a a 1 a v -:4' ) a ::l' (=]
ANMSIUNISAUTEN 150 Taflunsdowndl Mdeuviyudes 17-19 a1 nsifeuwuulad
A5A5199UTRINUY INUIUTUNDNLTT 1T huIway 1 TU tatUSsuisulassastanislansinen
AN UANIINATDINAVAZOUAULTIMAZANAIUUNITANTNTD dMTUMAILUINITLALTeN
annzfinnaalui@eunenuds 1-3 4u WswwwdoudlaluilSeuiisulassadmndlangine
AANTRNINNAMENANITVIAADUAULIILAZNANITIAADUAINAIUNIUNITAN SO NTINAsD
wa A A A LY o gj < A ~ A @ a < 2
auURvoULTaY LilaNMAIUSIIUTUNDNUIN Mg auNaRA T o NDNUTIUURIMANNEAN

ANSUBY JIS S45C flananisnaaausall

4.1 BNTWAVRINIUAYRNDISNAINlENANGNINasaAMaNURNNINAYDILUYDY

WONWYL 1 L7
411 Snhvasmenienmiamiuudeunenuds 1 wun
gﬂﬁ 4.1 uansianinvesudounenudsiivimsideunenuisienisiden
913naanldndndeenszuadon 150-250 wouwUs wan1snsIvdeUsenUan nuiiRant
LLmL%'amﬁmmauyim‘lﬂﬁqmﬂwéaﬂm 7 1y awaniidlusuadey (Slag inclusion) sesuAns
(Crack) mumwielnseend (Porosity) aenslsfmutunudendilanuinfidelans (Spatter) 7

nNIzRLeDNIINUevADLAZ LB UM uLITRY



(n) 150 A

(@) 170 A

..u..r,
-
| gy
-
~.
-
2
-
oo
re
_lu

-

3t o 8

(n) 150 A
(A) 190 A

=] v a £% d' <
EU‘VI 4.1 INWUSNINNIYATWNIRULUITDUWDALVI 1 U7

ASELADUT 150-250 hauwUs
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112 lessa$ramaevosiundoumenuds 1 uw
U7 4.2 uandlassanamaavesiuaLonnenudsidnvnsiiamsnisifuuun
Jouiidonsonszuaiion 150-250 wenku$ nanisasadeufenmaismamengimuii
mnBeuiladnlvgiimuanysalveslaveiBenusanngaunnsowine 4 Sauandidfiuiiom
Taneg1u (Base metal: BM) USiauiiuinsznueu (Heat affected zone: HAZ) U3haudunasy
azauszindlavisitounazitunsznudeu (Fusion line: FL) uazu3nalavzidon (Weld metal:

WM)

(n) 150 A (v) 170 A

2mm

(n) 150 A

(R) 190 A

2mm

D —

(m) 190 A

() 230 A (a2) 250 A

2mm

Q) 230 A “ (@) 250 A

JUN 4.2 15951 9umN1ATRILWITONNDNUDY 1 LU NSeualiou?l 150-250 wauwys
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nsiUSeudifuuadeunenudauievinlimsuieruLAnAaveIFUT 19U I

41' < o A v z:{' Ql' s ° Y] v A
WAUNDNUUIILYDUAWATEUALYBUN 150-250 hauus I@IBﬂqﬂqijﬂmuqﬂﬁjquﬂﬁqﬂsﬂaﬁLLU’JLGUEJN

(Weld width: wl) szegn1suaeudn (Reinforcement: d1) mmguﬁuammﬁau (Penetration: h1)

AMUNINVBIUSIUNUNNTENUSDU (Width of heat affected zone: w2) AIUANYBIUSLIY

#uAnsgnuTeu (Depth of heat affected zone: d2) nan15iAuazNILUTBUWEUILIATUINS

VSIS 9 TDIUUATOUNDNUDS UARIAIFUN 4.3 NI laiuNIEUAToNg WY AUNT1Te

W3 (W2) Weudlvwaiiindu seeen1svasuan (d1) Svunaiintunasanasnuafu ANy

d' ] a X o w Y a & A o
PR9LUILYRU (h1) HVUIRLNLVULALANAININAINU LAZAINUNINUILIUNUNATENUTOU (W2) LLay

AMUANUSIUNUNNTENUSDY (d2) DVUIPLALUU TRgANUNINNUBILUAYTDY TLELNITNABUAN

LAZALY LYY DULAASNIANENINTAlUNSRD AT AELAE N AN AVIZLYOUATULTUR

< v 6
VDILWANNATIATIIUDU
20.00
18.00
16.00
- w2 -]
. 14.00
b wi - £
j— £ 1200
E e
L % 10.00
5 g 8.00
~ 5
%_l_ HAZ 6.00
—1 e 4.00
2.00
0.00

JUN 4.3 JUTNUATVLIAVDILUATOUNONKDT 1 WWd NSzuaTeudl 150-250 wauwus

4.1.3 1A39a5199801AT8IMUATOUNDNLD

150 A

170 A 190 A 210A 230 A 250A

Welding Current (A)

—— W2

wl
—aA—h1
—m—dl

d2

Inssas1anirveuuIlionnenulsinsanananvaelasaseusnalaneg

(Base metal) WuNnsenusou (Heat affected zone) insutdunasuazans (Fusion line) USLIey

Anansvedlaneidoan (Center weld metal) wazUsianuUuYaslangLtou (Top weld metal)

ﬁqgﬂﬁ 4.4 (n)
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() Base metal

(A) PILAUINTHIIEOU

(V) Fusion line

(3) Center weld metal (2) Top weld metal

JUN 4.4 10598519980 TNUDILURTDUNDNLDS NTTUATBNT 150 UouuUs

Ul 4.4 (n) uansguirasslaseaiisuvnanalangidenuuiamdnndinfuey
JIS-545C Futsvouinuinuiiuiidessenitu 3 dundn Ae fuillanegiu (Base metal: BM)
fiufinsznudou (Heat affected zone: HAZ) uaslaneifion (Weld metal: W) Tnggtumionas
aveseulassananavesuunieunenuiimueliinisnsivaey 5 dumissznoudie
fuvnds | Taviegu siuvnis | dudsiiufinssnuseu fums Il fuvmiaduvansazans fums

IV SALININANT LAV TDUBALAILALT V AILAUSATLULYB9 e VTiay
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JUT 4.4 (v) Iaseadneganinveauannaimsuau JIS-S45C Tanwasinsumeu

walngussnaumelaniadiaiisalad (Pearlite: P) Wagnnsafnaziinanudnuinninesiiu

uiunddy uaglassasramlesls (Ferrite: F) Wegnnsninasineyudniesninsiiuiuiui
o

#9711 1aseas1aneslsvianwuen1saenuauAa18iUNISAATB NS UARNTEULASIAS 1 NS A Llas

Fadulassaddanzgruvinaililasudvsnannanuiouainnisifounselasuniuiouus

=Y

gamniinlasuliias (Unaffected zone) ilaiUdguinuwviansasiaaeuidilinausnnlaneiieuuas

'
=

vnsiieuiigulasiainsganmeilanigui 4.4 () lassaisganausnuiiuinsgyuieu wuid

Y

saa

Tnssa$ramleslsvivaslassafraifaladniinsuazidenuuadnniinalanegiu Faiaan
mawdsuutaslassaialuiisgenitgamgiing wimnitgungivasuazatsaindnina
anufounaiinmduiionesngs fdhvasvessdnSomwantulul (Refining grain) a1n
dvsnavesrnusaudmavlimlassasiuiisaladuazlasiasianeslmdvunndnamaznsinizes
fhograduszfounssnemeglulasiaimdnididalad (23] madndnuuridsmaililans
Tuiuiinsgnudouiinnuuiusuasauudafisdu 5U7 4.4 (9) uandlassadieqanauiiom
WFuvaeuazane (Fusion Line: FL) filuduuiseuiunsznindlavzgmuuinaiuiinssnuou
fulavsdonsonanfurdouinaiiianismasuarats devinsnsnaevuinuiiuiingsny
YoufiRnfuuinanduvasuazaionui lassairameslsiuaslnssairafifaladiiinsuney

=

faeilidussdouniilasaiqamaluiiufinssnudeuiindiulansgiu Fufnanlésu
anufouganintrgumgiingiaulndfegaviasuazats Tnsgaumgiiflaiuazgenitgamnili
Refined zone viliinnisiduitinindmaiilivuiansuieny [23] usiandauuiiadu
yioNarans nuiuiinssusiusswidangideuualonegubuiusa 4 Wevhnemmadoy
Uinadauluiiuilave deumilodunaeuaranalnssasisgamadild wulassairsuinalans
\Bonddnwazidunulasd (Dendrite) UnAsuitsnauiimuunnsisinlasaiiaganiaves
Tavzgu Llesnandeniitldunaumaniivedasidengderaviliifnlasaiadu o e
Tnssasraneslsiuazlassadrafisaladiidulasiassiugureandnndransvewily &
Ul 4.4 (3) eshumisnsnnaaesuidilnduinasuuuedlansidensguil 4.4 (@) wunainsy
funlianasuandomnsinueonnsuiiiiatu insufivuimedeUszam 16593 lulesuns
Homnuinaiuiiiinsesmuiouesunaswilimsbuiiieegwnndwasnaiiioty

Mlvandinienavedlansiion 1wy ANULILazANUAIUNIUNTISANUTaIRLTULS
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() Fusion line

(A) Center weld metal (3) Top weld metal

JUN 4.5 1A598519980 TMUDIUITUNDNHDY NTZHATRNT 170 uouwUs

JUT 4.5 (n) wanilas3a3199an1Avesiuins s nUFauro iU deunenude
Weumensekalan 170 kauuus nudnseuaeuiiududimarilvlassaiaisaladuay
lassairanleslsifinsuazidenuariinisinisesiegdliilusafounseaedieglulasaing

vaniisaladaunseadausnaduvasNaraledeu 4.5 (1) newdndusnalansiouuiiom

o ]
Il I £ a ¥

fuinsenudeuiiafuuinaidunasuazats nuilassaiianeslsviwaslasaairaidalad
finsunenviaiiesiiedialiifussidouiiiansmaiivinveansulunnianis Faiilevh
nasuifleulassadganeiuiinsenuioulasuinandunsouarasfunssuadoud 150
LoNWUS Fagufl 4.4 (9) nudi TinszuaBoudilassairareslsviuarlnssairafisaladdlyd
IuRInTuazBaInnIuaziinuaanendn Wesnmausiegunnif shsmafule
vosnsuazinandiiarilinsudvuadn Wevhnansaseuuinadauniuilae deumie
dhumaesazaneiidendenseuadoni 170 usuud$ lasaadreganiaild wuii lassadieudim
Tonsideuiidnuasduaulassd (Dendrite) JUnAeuinaunemiuwazilondsuiovrun

YDINTUNUNTELALDUN 150 LLE)&JLL‘U%‘W‘U’J'Wsﬂuﬂﬂ‘*llﬁ]\‘ll,ﬂiuﬁsﬂu"lﬂﬁlﬁLL@ﬂﬁiﬂﬂﬁuuﬁﬂﬁﬂgﬂﬁ 4.5 (A)
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sgdlsimudlodilnausnauinuuuredane@ondsgun 4.5 (1) vunansulivwilivanas wagile
YINNINSIVEDUNFLAUIA ULV DI L AN DU NI TIAVUIATDLATUNAATY LNTUTVUINLRAY

Uszauna 16.185 lulasiuns

JUN 4.6 1n59a519980 M VDIUITOUNENUTY NITUATDNT 190 kouWUS

gUﬁ?‘i 4.6 (n) LLamImaa%f'mqamﬂmmﬁuﬁﬂizm%ausuaas?}/umuﬁauwaﬂLL%Qﬁ
Foudonseuadon 190 wenuus nuinszuadendiiintudsnavihlilassadraisalad uas
lnssasameslyiinsuliavBeauariimadnzesdiiegdlidussdounszaeseglulasaing
ué’ﬂLﬁ%ﬁlﬁﬁaumzﬁ"ﬁw‘%L';mLé’waauazmsﬁngUﬁ 4.6 () daulfihgju%L’Jmiaml,%auﬁuﬁﬂimu
Soufinafuudnaadunasyazany nuillassadameslsiuaslasasaiisaladiiinsumeusnide
mlilussdeuiiiansnisiulaveansulunniienig dlevhnsasvseuusadaulufiui
Tavzideumileidunaouazanefieusenszuaieni 190 uesus lassaireganiafild wui

Tnssasdavewoniidnuailunulagd (Dendrite) JUs1eABUTINANNDHITY JUT 4.6 (A) WU

Y

IS < a A 1 ! [y LY = A s
ruansuiivuinvaadansudvuiafliunnaeiuuniunseladaud 150 wag 170 wouuus
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agalsimnudlonlndusinniuuuvedansiounaguil 4.6 (1) amnsuluwiliuanauas
HIBYINNNSASIVADUNANLAUIAUULYDILANLLTDN LAYNITIAYLIAVBNTUUS I ANELTDULNTUI

YundsUszaas 15.931 Tulasiuns Feilvuneilan wazasidenaiiiaue

() Fusion line

(A) Center weld metal

JUN 4.7 1A598519900 NUBUUATRUNDNUDS NIZUaToNT 210 UauuUs

gﬂﬁ 4.7 (n) LLamIﬂsqa%foqamﬂmaaﬁuﬁmzwu?awﬂaa%umm%auwmLﬁm‘?'i
Feusenszuaden 210 weuwUsnui nszuadouiifiviudwmavihlilassadafisaladuas
InssasrameslstnsuasBenuasiinisdnisesitegslidussideunsyanedmeglulaseasiandn
Wisalan aun33‘17?&5&U‘%L’Jml,é’waauazma€fagﬂﬁ 4.7 () ﬂ'aul,%"]giu‘%t,'gmiamLﬂ?’iamﬁuﬁﬂizm
Soudinatuudnaiduvesazanenui lnssasaneslsinaslasadraiisalasiinsumeudnides
mlidusnfeuiiiananisivlavesnsuluyniiani dlovnsnsraeuusnasauuiian
Tavzi@eumileidunaouazaefieusenszuadeni 210 uesus lassareganiadld wui
Tnsaslavsidoudidnvasdueulasd (Dendrite) Uswrsuttenauriofdu 3 4.7 (1) wu

AN TUkILTLTNgRY WevihnsSeuisuivruainsuveslang feuveinseuayey
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150-190 wouuus Llesandnsnaniiuieuvainszuaeuinnuuansiuluaiuanuiou
Y1 (Heat input) Fenszuafiouiigaranuiourdigadmaliinandnsnadusidnsy
nldagivnalng sgdlsinuliadilnduinamuuuvedavs@eudgun 4.7 (1) auansull

wnluanad wazdlovnnsinvuInvensUNAYuNsulvuInwasUsTINM 23.712 lulasunas

(1) Fusion line

(n) Center weld metal

JUT 4.8 Teassasisganmvesuuailieunanuds nssualionn 230 wouuls

sUfla.8 (n) uanslasaasvgamanesiiuiinssnuiouvestusudeunonudsd
Foudenszuaiion 230 uenuU$ wudinssuadeniiistudsnarilflasadaiialaduoy
lnssaaeslsiflinsuasiBenuasiinsdndeaditegnshiilusuileunssneieglulassadandn
disalad aunssiaisuinauduneetarmedaguil 48 (o) noudrguinalavmdeniiuiinssvuieu
fRnfuUinaduvastazaenui TassaaneslsvnaslassaafisaladfinsumenuiniFoialal
Juszideuiifienmenisidulaveansuluynfians Sovhnmansnaeuuinadiemnluiuiiviog
TavgidoumileiduviaouarasiBeusmenssuadonil 230 wouus lassaireganiaild wui

Inssadanedenianuaslunulasd (Dendrite) sUsrpudInaunefTu nuitvuansul
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WAl sE R uRagUN 4.8 (A) WevihmsiuSeuiisuivruansuvesdlanseuveinssiaon
150-210 wouuU$ nsunlaivuelng sgralsAimudiedlndusnaniuuuedlansdouduunliy
PWIANTUANAWINIATIFR UMW uuweilolaneondssui 4.8 (1) uazilloriinisin

YUINVBLNTUTANATY LNFUTVLIARAsUSENNM 27.317 Lulasiuns

(1) Fusion line

JUN 4.9 1A59E51990N NVBILUATRUNDNUDS NIBUATBNT 250 WouwUs

gﬂﬁ 4.9 (n) LLamImm%fm;amﬂmaqﬁuﬁﬂizwui”awm%mmﬁauwaﬂLLﬁﬁqﬁ'
Feusonsyuaion 250 wounUsnuin nssuadenifiududwmainlilasiadaiisaladuas
lassasraleslsvifiinsuaziBenuaziinsdndesionslilusedeunseneieglulassasng
ndnifisaladt aunseiiauinudunaouazatedisuil 4.9 (1) rewdiguinalavsdeuiiui
nsznuSeuiinnduusnandunastazany wuitlaswaiaeslsiuarlasedaisalasiinsumeu
Fasosnlidusadou devhmsasaevusnadanuinalavsdeumiodunasuazaisd
Fousnenszuaidiend 250 wouuu$ laseadaganiaiils wuiilassadasdensidnuasidy

wulasd (Dendrite) JUsABUTNANNBAYY WolUSHUMEUIWIAUBANTUVBIUTINA ULV
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Tavzideuvesnszuaiion 230 wonuds nuirunavesnsuiilsivinelng fsgui 49 (@) egsls
Aanundleidlnduinusuuuredavsdoniiuuliuvuansudnaniinismsiaaeuiismums
Fuvuvaslansdeudssud 4.9 (1) devinsinuinvesnsuiiiatunsuliiuaads sy
27.671 lulasiuns
4.1.4 msSpuifigurinansuvedlasiaiiunulasd

Ul 4.10 wanamsnmaaeumasliouiisulnssainsqanaveslaveieniide
Menszuadon 150 170 190 210 230 way 250 wouuds wuiilassaisuinalansiteud
anwaizlassasuuuaulasd (Dendrite) Us1eAutenaNdwinsinvuwinngy wui aulase
fluunveunsuiade 16.593 16.185 15.931 23.712 27.317 uay 27.671 lulaswns auaisu
Tngnszuaidond 190 weuuus inulasdivuinvennsutdniigaiade 15.931 lulasiuns
dlewSeuiisunsznsifondu o Tsaenedestunansmaaeunuudsilidinnuudsgegaiade
852 HV

40.00

35.00 A
30.00 4
25.00 -
20.00 -+

15.00 -+

Grain Size (um)

10.00 4
500 A

0.00 + } + t t t

150 A 170 A 190 A 210 A 230 A 250 A

Welding Current (A)
5UN 4.10 wunansuvedlasiasiuaulasd nszuaeun 150-250 wauuls

< = <
4.1.5 NIVAFDUAILLTIVBILUITDUNDNUTS
=i ! < ' a 4{' < Yy A
JUN 4.11 wansAaundslundazusinauewuiounanids lagldiases
nageUAMULTIMUINNGSIELsINA 300 nFu naudduian 10 3undl iuszesszninega 0.25

Taduns MUNINsgIU ASTM E384-17 (Vickers microhardness test) 3assusud1vsunaaay

1 1 a 2 A o 1 = 2/ ay v 1 A A
AANULTIUSULANSTUNUNA AU -6 89 6 Iﬂiﬁﬁi’]ﬂuﬂﬂﬁﬂ%lﬂa’mﬁiﬂLL‘U\‘]“U%J'ULﬂJG]WUVISUE)\‘]
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wundeneanu 3 dwndnfe Ushialanegiu (Base metal: BM) Usviaituiinsgvuseu (Heat

affect zone: HAZ) Usnalaneide (Weld metal: WM)

+

+0.25 WM
0

-0.25 HAZ
- BM

JUN 4.11 funrtansvaaeuaILLds

d‘ 3 44' <& a A 1
SUN 4.12 L@AINANITNAABUAINULYIVDILUILYDUNDALTINLYBUAIUNTE LA

Y

Woul 150-250 wouuds wuinusnalanggiu (Base metal: BM) a1Anuudaiade 205 HY
wazAuLdadiAauiievinnisnadeuniusaiiuiinsgnuiou (Heat affect zone: HAZ) ff1
ANNRDRAY 393 HV Wavinsnadeuiusnausnadurasuazais (Fusion line: FL) %30
o A a a ! < o X = [J A a & N <
AU 0 Hadiuns ArAuwlelingu wazlovnisnaaeuiusnailelaneiounanuds
(Weld metal: WM) fA1a31uudagsdn Tnenseuadioni 190 uauwys faanuudegenaniade
852 HV ganndasfiunanisinvwinvaaaulasalivuiavesnsuanigaaie 15.931 lulasuns
Fegonraosiusenudn lassaiunulasaidvunninsuanaazieiiuauudausnaiielany

Fou [24, 25, 26]
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900

—e—250 A w230 A
800 - 2

200 it 210 A 190 A
600 170A  —e—150A

500

400

Hardness (HV)

300

LI IS I I B B B B B B |

200

100 4

e
‘I
N
=
<

Distance (mm)
JUN 4.12 HaNITVIAFOUANMIIVOIUUATOUNDNUT NITUATONT 150-250 wanuls

416 msvadpUATIIRIUMUNSANVITeLLadLmenuds 1 Fu

SUT 4.13 uansuamsnagouaiudaaslefiduiimingaydeveatelans
Fosmenuds 1 4u Ainszuadion 150-250 werw$ mauansaaumuNsAnuselumvinaestiay
meé’aaﬁhLﬂaﬁ‘vﬁuﬁﬁ’/’mﬁﬂgmma LﬁaL*da%L%uﬁﬁmﬂﬂqiymaﬁﬂ'wqwzLLamﬁqmmmﬁmmu
msAnnses Tuwnsieatumnnuesidudiwiinggmesiazuanaisrudumunisinuseg
NAN1sMAABINUIN nsruALTeNd 150 weuuys fanuudaads 790.82 HV uaziefidud
dmiingaymeiads 0393 Weddus Wonstuadoufsduaunssiainszuadond 190 ueuuus
Aeundefiuualinfivgstu snsfiesduiimingymefunlivanas fenssuadeud 190
wouwdf dAnuudegefiqaade 852 HV vusfiesifudimingymemaniade 0321
Wosidud wasidlonssumfinduaunssiisionszuadendl 210 230 uay 250 ueuuv$ AR
wsfuunlianas vusfiosifuiminiingameduulinfuiy nssuadond 210 230 way
250 wauuUs fieemauudegeaniade 772,18 756.35 726,58 HV uasliediuiimiingayme e
0.413 0.434 0.461 Wosidus mud iy wasnuinvesiduibmingameazuUsnnduduan
A iermundeiiiugedudmailviosidusidmingymeanas aonedosiumuideves

Jaswant Singh [27] linan331 U3kauilelave@enniannuudsgeasiianuiuniunsdnmsesd
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auluse TurazNitelanslBouniauLdainazlaUfiIUNILNISANUTON08 1AgAIULTY

vouilolaveiouiarAnumumMuNnsanusedariuegivesruszneunaaiiveilolaneien

r 1000
Loss (%) --e-- Hardness E
0.500% ] E 900
E 800
__ 0.400% - £ 700 %‘
X E =
e ] F 600 2
g 0.300% - : g
- ] £ 500 ©
Ny r ©
D ] - 400 T
£ 0200% - 2
E 300
0.100% - - 200
E 100
0000% T ::;:: :::‘:: ::I:: ::I:: ':.':: ::;:. r 0

150 A 170 A 190 A 210A 230A 250 A
Welding Current (A)

JUN 4.13  maSeudisuanuuduasesidudiminggeveuitiounenuds 1 4u nseua

YRS

Woudl 150-250 wouuUs

017 wamieseidusaaaivedansiounenuds 1 sudendesqansae
BLlanmseuRUUdDINTIN (SEM)
msFeudisuiazinneidiunamaniivinalavedensondesqansia
Bidnmseunuudosnsia (SEM) Tnsvinisuaaauuinalanzdounenudssiuou 3 3u léun
nszuadowdl 150 wouuUs nszuaBoudl 190 wouuu$ faanuudsgeanuazivedidusidmin
ameiaaLanszuaiiond 250 wouuus fareruudshanuandesifuiiminaymegsan
WielFeuifisudunaunaeiivaanszuadenluaningiuanie wuilasiadrganiafivais
dnvaizuandnaiuegadaau inadseuuaniiwiinsnaaeui 1 uazwladidunansiumis
M3nRaeUTl 2 dauandusuil 4.14-4.16 Wevhmanmaaeutinalaveideunenudsiemaia
N15IANNINIL1YNAI9U (Energy Dispersive Spectroscopy: EDS) WUU Point analysis Wuq1
drunauLATUTENRUMYSINMEaNYIIWIN 7 519 Ao ASuBu (C) Fanau (S) e (V)

TAstdlew (Cr) wusnnila (Mn) Twaudt (Mo) wazwidn (Fe)

68



Main Element (Wt%)

Points C Si \ Cr Mn Mo Fe

Point1 486 1.08 069 937 245 1.09 Bal
Point2 197 126 012 692 197 080 Bal

JUT 4.14  dundsnisvageuiaznan1sinizidiunaumaaiivedlanziounanuds 1 4u

NTEWETOUN 150 LaULUS

Main Element (Wt%)

Points C Si \% Cr Mn Mo Fe

Point1 507 1.40 062 1199 279 231 Bal
Point2 227 081 030 695 220 020 Bal

JUN 4.15 suniainisnageukasnanIsinsgidiunauninaiivedaveiounenuds 1 4u

NSELATDNT 190 wouwUs

Main Element (wt%)

Points C Si \% Cr Mn Mo Fe

Point1 451 088 347 1051 252 0.07 Bal
Points C Si \% Cr Mn Mo Fe

JUN 4.16 Funian1svadeuLagNanITIATzidunauaivedlanzounanuds 1 4u

NSELADNT 250 wauwls
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N1SWIBUEUNANTIATIZVE L TeUTUN (Quantitative element analysis)
vnalangidon 1 du Aideudenszuadoudl 150 190 uay 250 wouuwu$ nudn fumia
Msn9I9aeUT 1 vosnseuadend 190 weads uudltuuTunasinaisueu (O Fanou (S)
Mo () Tesidlen (C) unsnila (Mn) Biaufth (Mo) gendinszuaidond 150 uag 250 weauus

AU fakandlugun 4.17

15.00
i [ 150 A Pointl
L . 190 A Pointl
£ 1000 § o BE 250 A Point1
= N
. N
§ " 1mE N
: NE - ‘
Iy AINE N
0.00 i i @_ﬂ F S e & i [ F1RN
@ Si Vv Cr Mn Mo

Elements
JUT 4.17 wansiasieidiunaumanlldeuiinauiunlavsonnensds 1 4u dumiai 1

TUFUMUININTIERUN 2 Wi Nezlaionyl 190 weskys HuuiliuuTunnsnn

o w [

1Asidipa (Cr) waguasnila (Mn) qmdmimm%auﬁ 150 wag 250 woNlus AIuaIfy AdLEnS
Tugui 4.18 Fadlevifinnsan wuisnaniueu lasdlew wazusniia Wuswiiliavsnadana
TﬁmmLL%&LLaszmufﬁqLLiwaﬂamL%mﬁuqﬁu Fsaenadosiuanideves Kenchi Reddy
wavae (28] IresueidieUsinadunaumand W C Cr was Mn iistuasdmalimauuds
wavAuduusenIsanuseveslansideunenuds uaz Amardeep Singh Kang lagagdy [29]
IsieSueiis Bviswavessinfamssuiseniesveudiulasdiouinduasuszneulasiden
ansludmuvaunsudmarilirnuudsazanuinunusensanvseve dangideunaniouds

VLT

70



8.00

C 1 150 A Point2
600 £ i 190 A Point2
£ F @ 250 A Point?
2 r
2 4.00 <4
5 C
"E -
S C
o200 f -

000 L ‘?‘5§I EIN - I——
C Si vV Cr Mn

Elements
JUT 4.18 wan1siasieidiunaunanddeUiinausunlansonnenuda 1 4u dumisi 2

ASANYBVSNAVRINTELAT NS AR LENS NT NI as DaLU AVeNakazlATIAS
9ANIATDITUNUTBUNDNRTY 1 Tufinszualion 150-250 wauwUs aasAudon 150
NAAUATAIUIT NUINTUNULTDUNDNLTAAANITIANAIULT IMASAMULT LT LilonNTeLaiuTY
210 150-190 HoULUSWazanadl oNSTRAYDUALTUIIN 210-250 LaUWUS NTTWAN 190 waukUs
I 44' Ql'd 1 [ Ql' a <@ z:l' = 1
Junssualouniennnuudaganian Ingia1minuuds 852 HV vaieinsvageunisansenyin

nzuaex 190 uauwUs danudiuniunisdnuseniiign Inedesiduimmingyme 0.321

(%
v Ya v =

Wesidud Aeugidedsldviinisidenan1iensiieunnszuadiey 190 wanwud ANUTIAY

d' a a ! = o = a < J A a a o ]
bRU 150 UARLNATADUIN UININTTEYBUNDANILUY 1-3 YU LWDANEIDNTWAUDINUIUTUNDA

wlasiagusnuasananUAIInavatlantaunani

a a o ) < i 1 v i <
4.2 aﬂﬁwaﬂaﬂﬂququ%uwaﬂLL‘lNﬁﬁNﬁﬂﬂﬂmﬁuUﬂﬂ’Nﬂﬁ‘UaﬂLLu’JL%?JSJW@JﬂLL"UQ
1-3 U
o a v = < 3
4.2.1 SNYAZNNAENNRIMTILLLToNNENLDY 1-3 Tu
JUT 4.21 uansiamivesinideunenulwinenmswonesnaantdndndnssua
Weu 190 wouwus Tnsuvadudiuiudusing q nansasiaaeumeniuamuin Rviuulieus
anuauysallaifigaunnsadle 9 wWu auanildlununieu (Slag inclusion) s08unn31g (Crack)
AUANIBINTI8INA (Porosity) BgnslsAnuTuanudounlanuindidinlany (Spatter) inseifuy

ganNUanasLara1uaguTINTEN I avEoN
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JUN 4.19 Snwasnenenmuesiaviikuldeunenids 1-3 Fu nszualionil 190 wouuwls

422 Tpssadraammevesuuiideunonuds 1-3

g‘dﬁ 4.20 uanslassasunnIAvetLIdonifavsiamsnsiuwuadend
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(%) Layer 1 location 2: Top
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location 43: Center
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WealUSeuisunusiinuininasveslang e
4.2.4 wanmsenzvduNauaiivedavsiden 1-3 Jusendeanssaidiannsou
LUUEDINTIA (SEM)

NSRS UEULAEIATIEAd UNAIV AT UTIAvEI T aUMIEN AR an TS
aa ! ° a A I ) A = =
BlanasauluUdsInT A (SEM) Insvinnisvageuusnalansiwonnenide 1-3 41 wellseuliiau
drunauYNLATvet TN NENRIITILANGTS WUTATIETIganIaTinaTddnyauaneneiy
DUNTALIU INAFODULANIAILIUINITATINEOUN 1 LazWEFITULAAIAILIINNITNTIAEOUN 2
Aanandluguil 4.27-4.30 Wiavinisasadeuusnalavateunenudwnemaiansinnisnsyaiy
W& (Energy Dispersive Spectroscopy: EDS) WuU Point analysis WU1N@aunauynisLadl
U3¥naurmiusInanagdIuIu 7 519 Ao A1sueu (C) Banau (Si) Muuagu (V) lasillew (Cr)

waanda (Mn) Tududtiy (Mo) wazinan (Fe)
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Main Element (Wt%)

Points C Si \% Cr Mn Mo Fe

Pointl 4.92 0.77  0.01 6.53 246 0.19 Bal
Point2 231 0.89 0.36 530 1.80 0.23 Bal.

SUN 4.27 AMUVUIN1INAAULATNANTTIATIENAIUNANNIUATVDIUTIUMUAT ANy

WaUNWDNLDY 1 TU NTLWALTIUT 190 wouwUs

Main Element (Wt%)

Points C Si \% Cr Mn Mo Fe

Point1 492 099 0.6 11.40 238 1.20 Bal
Point2 231 092 0.72 6.76 1.80 0.23 Bal

JUN 4.28 funian1snadeuLazHaNI ST IdIURALINGATIvesUT M uUWadlavsITey
wonuda 1 4u nszualeudl 190 wouuys

Main Element (Wt%)

Points C Si Vv Cr Mn Mo Fe

Point1 5.62 0.45 0.62 1234 242 179 Bal
Point2 2.63 1.00 1.25 7.08 209 0.22 Bal

JUN 4.29  MUnaNIsnAAULATNANITIATIEdURALINLATivaIUs A uULvatlavzidey

WONWTY 2 TU NSZLABUN 190 waunUs
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Main Element (wt%)

Points C Si \% Cr Mn Mo Fe

Pointl 5.84 1.38  0.65 13.62 261 175 Bal
Point2 2.85 1.02 144 7.28 211 0.44  Bal

WD10mm  X2,000 10pm s—

gﬂﬁ 4.30 ALAUINITNAFDUKALNANITILASIZNAIUNAUNIATIVYDIUS UM IUUUYDI LAy

\WoUNDNWTY 3 TU NTELADUT 190 wouuUs

NSUTEUTIEURNANTIATIBNE19LT9US U0 (Quantitative element analysis)
vinaleveifoumenuds 1-3 4u Aidousenszuadend 190 uouuus wuiwhumlsmsasaaeu
1 vaslavgidosmonuds 3 du duwdlduvesuSinasigaisueu (O F8nou (S) 1o (V)
Tasdloy (C) wsenidia (Mn) aendwsnalavgdesmonuds 2 uag 1 4u mudidy Suandly

U7 4.31
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Layer2 Pointl

g8 Layer3 Pointl

Content (wt%)

Si \ Cr Mn Mo
Elements

(@)
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