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ABSTRACT

In this thesis, the study of weldability of SKD 61 hot work tool steel using
gas metal arc welding process (GMAW) was carried out. Two types of molten metal
transfers; spray and pulse were used in this study. Three conditions of heat
treatments; non-hardening (NHT), hardening (HT), and hardening and tempering
(HT/Temp.) were applied on specimens. The welding conditions were welding
current, ¢as flow rate. The heat input was calculate for each condition. The
microstructures of specimens were investigated by using an optical microscope, and
then the mechanical properties; hardness, tensile and impact of specimens were

tested.

The results showed that the best conditions of the gas metal arc welding
process with the molten metal spray and pulse transfers were obtained at the gas
flow rate of 13 I/min and the welding current of 150 A and 190 A, respectively. The
microstructure structures of the welded specimens in all conditions showed the
martensite phase, which resulted in higher hardness in the weld metal than in the
base metal. Tensile strength of three conditions of heat treatments showed similar

value of 69.3 kN/mm’. The impact test of the specimen in the condition of hardening
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and tempering was the best value of 20 J, which result from refining in martensite

grains in the welded zone.

Keywords: Gas Metal Arc Welding Process, SKD 61 hot work tool steel, Weldability,

Mechanical Properties
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1.3.3 msifeuivuasiuUsiiieninisanwinanssnusenisiion fie nszud
\dou wavdasnisinaveuia

1.3.4 m’mﬁau‘lmaa%ﬁqwmﬂLLaza;ammaqaam%am

1.3.5 negevantininavessesionds nMsvageuauLds, nsvadauay
FAUNIULTIT, NITNAABUAILFIUNIULTINTEUNA VOITUIIUN NS
BT

1.3.6 asivdeulassasawanmewmaila XRD

1.3.7 a59@0Usesunningiendogansaudianaseunilndensia (SEM)

1.3.8 AATIZUNE
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wiannanAsesiionuseu SKD61 Tnunszsuiunsiieuuuuesalansuisa
GIH
143 yhnsmeassfiemafimnzadlunsnisidoumannanaissiionudou
SKD 61 Iﬂ&Jﬂi%Uiuming@MLLUU@W%QI@ﬁ%LLﬁﬁﬂQN
1431 medulsiunzadludeumnanndiadosdlonudou skD61 Tag
fuuanssuadon wazsnsnsivavosuda
1.4.3.2 nnsidelude 1.4.3.1 axvhlimsuiemiulsfivunzan
1.4.33  A5sRtayamen1Insiaaeulasiainaniegania, NMsnagey
AULTY, N1SNAFBUAUAIUNIULTIAG, ASNAFBUAINY
FTUNIULTINTEUNA
1.4.3.4 AsHvd0UANLANASLAZANLEITLS Ve INanIsAaDLemANG)
wUsTmnzay
1.4.3.5 W1saN@TUNANITNIAADY
144 YiAmivngauanmmaaendesduaniinisideufumdnluaninnis
BUYULAANENST) il

145 swnudoya uaz AATIEING
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5 | @5Unanside
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1.5 gunsaluaziAtasiiadde
15.1 indeudeueialavsufianay
1.5.2 napansIvdeulasiasnegania
1.5.3 iA3esmnaauAuLi
1.5.4 1A30VIAABULTIA
155 LASDIIARBULIINTEUNN
156 1edosiioTinszsidaunaTan
157 1psesiansiaeunssdisnd (X-Ray Diffraction : XRD)
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161 nauAdwlsimunzand viunisdenndnndadesieaudeu
SKD61 shemsidieuiuverinlavguianan (GMAW) :annszuILATaNe
Toulavznasuailuuallse (Spray transfer) way nszuIUNITaI8loU
lavzuanualluuiiad (Pulsed Spray transfer)

1.6.2  nunaeuiisunanuuansslusdazan1izniseugumvaniog 14
nMsideudisnszurunisareleulansvasumaluuuaiuss  (Spray
transfer)

163 e lUusggndldlunsidontuauiiinisldnuluanesineg Al
wnzaukazeidymnsdendifinsunndale

164 Ifesdaudlunisidenimdnndisay SKD 61 fenszurunsiouuuy

p1salansuianay (GMAW)
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2.1 ﬂ’i:U'JUﬂ’]’iL%B&IE]’]’%ﬂIaWSLtﬁﬁﬂqu (Gas Metal Arc Welding Process : GMAW)

mMsidenerirlavzufangu vieondn nsideniin (MIG : Metal Inert Gas)
Hunszvaunsdeulifiuuuensa SsmserdaiRatussninaandeuiesiigndouun
athaaiiosfulanzdunu anudeuainnisensailiarsandeuvaouazaisifuasly
sushifulangvaeumauuiuaulifuuuaidonvuzdisriuuinuniserinsgnaguiie
uRadednesnnsiudoniielunstesiulfaeendiaunazufalulasiauanusssmelagly
aadeuAudes (Consumable Electrode) vunmidnanndiuain feasgnilousiuiaudon
senuegsatiemuiathainuwasietinsyua (Contact Tip) Wevatgainunzfuiives
Funuanfnmsendatu anufeurnmaniiragvasutunuarandondifetubuas
Tuiduuundonvasidsatuufadesanvieaylvaiimednogidmisesnunnguievasy
avansuazUInnsaulatgniaiiovuthiduinudesiuldiiesndnundeuiadus u
vsssmadnlivihufiseniulansiivasiman Ssmusnnsgiu AWS agldsnin Gas Metal
Arc Welding : GMAW usilaevialuiingenin nmsifeudin (MIG) (Fawwas uazaoe; 2524)

(% aq = % a
RANNITUDIIDNTIWONANLUY FAININT 2.1

wialnila

E e
Tavsiwaudiid maouazes

R T
Tav eiaudud siuas

AN

209 2.1 AanN1SUR9IaN1siuaulanguy GMAW 310 3F905TUAITIT04.
(1. 22), Iog AR WagAn, 2524, NTUNN: dunAvduasuauIaumnaln

EUINUTENA.
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nszvaumadendindeulfundvaneiaisnadenuuuiednlud® 38sluifglday
L‘ﬁuﬁ:{/ﬁ’lLﬁuﬂ’liL@ﬂﬁgﬂﬁuﬂ(ﬁl’jﬂLLGiﬂ’]i(;]’jﬂLL'Nﬁu, Ususanmisinavesufia uaznsiadeudivesin
Fou drumsdennuudaluifdnlngaglddugnamnssunssdafituiinanudouuiny
U nageavngsIARsaELd [y vuemndeuiiteldiuifiug 0.8 - 3.2 mm v
Tushu madenldarfiansanmuanumsazeiinvesturlansitenldiunszuiunis
\Boudinléun mdnndrandueu evaiiilen wdnndn13adn useud nowas 1udu dedves
naidouiin fivaneusznsile Weuldiesnaaunsigs arwdeuliasauiituauinn am
doutlouatgeraiiowasldidonanddsn  WWniswasudndinniiludeswdnauan (Slag)

aunsaaulanalansnaralany (Bawad wasaAny; 2524 ) WAAILUATNA 2.2

CONTROL SYSTEM 3zUUAILMAI

thnlfummEimstiou \

WIRE REEL 1mu§aam-¥au

FEED CONTROL

=
Und=an ufadh

GAS OUT AS IN

-2 / ihnkulam {{ raudanilas
e

GUN CONTROL

“ VOLTAGE CONTROL| / SHIELDING
GAS SOURCE
r il
DRIVE MOTOR o
% )
yawastiauain ggd ”
— — h
S -
CONTACTOR CONTROL __=¥%
110V SUPPLY WELDING MACHINE
wiauday

A 2.2 drulsenaudAygunsninsidiounie GMAW 910 Fundamental of

Professional Welding. Dave Heiserman, http://www.free-ed.net

Y A

fofvainadoulanzdaeds MIG

(1) Tnunneuundeugslunsideslavsuaslaveaauiouynvie
floglulssnugnanmnssy

(2) mevhanuazenendsnnsidentiesin

(3) mseniALazsaeNaraeTiLLTeN anansanssdiuldogn

IoLaU
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(@) madenoravildlunnvinBesdudusvnevesaindeuiliuas
35113 (Variation)

(5) annsnaidenldthoanuiige ilisendaluFesvesiauas
Low-hydrogen

6) lifiindnvIoauan (Slag) Feldfifgmdnsausfunuaden

(Slag Inclusion)

2.2 msanglaulavizvasuiial (Metal Transfer)

nsaneloulansurasuiainuei Msfiandeunasuazaraduneauas
vgeenanUatsmaidesuniseiaingevasuaratsuulavzay denisiieloulsild
wenvoslans nasuaI9zina nusafinszyinenealansuasumaifivasainion Tag
Uﬁﬁ%miwﬁuizwjmmLLaza'wwammaLﬂﬁmmmm%am, CENENIG GG AszLALTou,
wsfuden wazauiavesainidoulneduseiinszyidenenlanenauiad WU wIeFRn
( Surface Tension ), wanau1@13A ( Plasma  Arc ), @313i57 ( Velocity ), useldiuag
(Gravity ), wsaugwdnlain (Electro Magnetic Force ) uaznass1uaall ( Kinetic Energy )
sudughmuunsnuaznsasleulavsasumanfiunnsisiusenluvliAndnvauseans
seloulansmaouimardnuaisineg feil
2.2.1 msnngloulavizvanuailuuausd ( Spray Transfer )
nszUIuNsaeloulansraeliaILUUEUSEAELANANNTTRALAEA18YY
Uansarnidoudunealanenasuiaivuiaan mm’wsﬂau%Léu%uLﬁaanaaamL%amgﬂ
waeNazarsudnedilunealavevasumvaivuaannimsewinduduniaudnaiavesain

\Fou nealansvasuivalziondnnsadiuiinesgseninUasainionuaznonlans
nasuvartazgnuendlineasenaindatsarniiendas uswsindnluia venlans
vaoumaignaeleuss A uNaIaN1 01sRasgUeassAalnE AL AolTleq
paaAaTinszuaiendtlvarumnideey Usinamenlansuaouimadifidislousianing,
viogenindunanedesvealunamilsiund nszviunsieleulansnasumaluuuailse
foddrnutuvesnszuagaiioainidonaglimasuJunavuiaidnninduriaudnanaves
mdeesnasIngy msluanswemenlavevasumariadudunssanguinaisuateain

Weoudueviaeuazany ilvmuuaiienisnisaeloulimudesnisuunannuiounidiganu
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v = ~ e ] < Yo a | v a 3
guimawenssivwalugfanunsavaeuduneavunadnlaniudl dawalviianisvasuin
A a
YDILUIITDUUN WARININT 2.30
222 msanelaulaneviasumakuunen ( Globular Transfer ) nnsane
Iau%SmﬁaﬂmammL%mgﬂwaamLwaﬂﬁtﬂummiawwaammmmﬂﬁu%Lﬁ@madaé’htﬂm
1 | ¥ & P Py ' | P
ualgIunIndungugnaesaIaeNUsa 1.5 89 2 Wi feuiagvgaainUany
YosRINTRNRAITglauNIUNTIAgUMRRNAr A1 EM BT TN NMAL LR Faagiilv
gnsmsiAuilelanginnuaziinnudouginiinisaigleulanenasuualkuuaniens ns

meleulavevassmauuuneaguevasumaazlfusdifumaminniusiiiinainnseisa
frfunszuaunstelounuuifamngiunuilddosmanuideuamnings Tveuslda
SdmmszUinandous aunsovhnadesldffuauiieglulussuiuuasuuise iy
T¥nszuauazussfuidongeniinmsielewlavevasumauuudmeasiuanddunini 234
2.2.3  msanelaulanenasunaikuudnieas ( Short Circuit Transfer )
nstglouasifntudievamemndeuuariansunugnilifnmsoisaluuasigumniiae

weoflazvassaremndunealavgvasumavuiaidn vaziierfuaindonszgniouding
UevaeumanimesnsniigainlivealangasuiaruulansmnidenduiiatuUenasiiman
rouazugnesnanUasamaidion YiliAnn1sdnsasidin (Short Circuit) lnginnsenda
wiulufnmsiidneseginssuaandugedunusyiunis Uareandeuiivasuunen
szgniuinoonudmelouguenasumadeussifumuazusish Jamealangvasuivad
flanandenazduiidensesninstesinaatsmnidendutevasumay iilelans
vaeumamEALINTgAnUasmIndeund faziiuduesalmitnedmils annivediaiiae
Antusaidlasiuluegnenaiiunn Ae fanufivesnsdmanssn 20 §1 200 adwieiund
nazuAuazLIduTeazieglutnssuarhIdiviinuaufoudgiunudes ausold
amadenvnadnldnuidendestiosnvasunequazlavevasuvainsuiuliun uans

Tun i 2.3 A-a
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S:ngle ™ S (v) n)
Globule
Droplet

Shielding
’ Gas

w%%h%@@@@

We d Fin Drop begins to form  Drop advances toward Drop touches weld puddie Circuit is broken,

base metal causing short circuit another drop begins

Contact Tube

Gas Nozzle

Consumable
Electrode

Workpiece puddie

Spray Transfer Gloubular Transfer Short-circuiting transfer

to form

27 2.3 msaneleulavienaauiialuuusiag an Welding Principles and
Application, 4" ed. (p. 254) By Larry Jeff ,1999, Delmar Publishers A

Division of International Thomson Publishers Inc.

224  nsaneloulanenasuailnuuiad ( Pulsed Spray Transfer )
Wunszuiunsawvauuwunisaeleulans rasualluuallsdnszdvesninainnisiy

1Y

suusdssnwmsmeleulavevasumaiidudnuaruuuasdey  Tdnszuadeslugiugs
way mumaaunumammﬁﬁﬁmummﬂiﬂmﬂmmuqmmm%‘éw’?‘faw%ammmﬂ%’u
mm?ﬂé\’mummé}’aamﬁsuaqpﬁ%’mu msfhajmiawwaaummmmmmL%auaagjLLuaL%amz
Judnwaznisanamvealansraounaimendny dvuadurigudnaladnniizuwinain
o Immmiavrwaaummﬁﬂmwﬁwammumim%ﬂimifmszLLashquaami Pulse
uaradinstudLarsEeLIA1ved Pulse azdesiiiioanednzvinlainidouiinniswesuin
LLazgﬂﬁm’Lﬁmmaaﬂmﬂmm%amLﬁwamiauwaaumamé‘ﬂ6’] FBuss91nnIswieItves
auiman daunszuagiusazyiniifisnumsensalinseguazlnnudouniainidon
Wit wiradeuiliutanadedlutisnssuagusivldifomeiasyinldaindeuvasy
avaneld madeunuu Pulse Wunadenfind msunisideunuunseuasiiusuna Spatter

PRUNNSVRDUANLAT A NYULLUITDUTN AR UAINT 2.4
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1(a) 4

\ Peak current
/ \ / \ Threshold level
‘ \ Mean current

Background current

T (s)

2t 2.3 gﬂLLUUGU@qﬂizLLaL%amLUUﬁaé 910 Mig Welding Guide, (p. 190) By
Klas Weman, Gunnar Linden, 2006, Woodhead Publishing and Mancy
Publishing on behalf of the Institute of Materials, Minerals & Mining.

2.3 wiii vila wazauUAvauiaAgu

UL T euRUUB1SA (Arc Welding) nanenszuiunsiigedduianin
AMEUBNINFILAQUVULYIINTDISA Lo AsEUIUMILToN GTAW (TIG) , GMAW (MIG/MAG)
,FCAW uutluRanquannnieuentie nszuaun1sdouiuy PAW waz EGW uwianguiily
dledlne e1a3endounnsneiuly wu wianqu , 3ai3endn wiaundes

yifveuiangu (Function of Gas Shielded)

nsruIumMadouaialavzufangy fmatenszuiunis ldun nszuuns
Fou GTAW (TIG) , GMAW (MIG/MAG), FCAW T4ufianquainnieusntg , PAW Lag EGW
Yuzfiiinn1se1in o1mAfinguseus UshaAanisensnazgnunuiivheufangutestuils
lulpsiau een@iau uazanutuluomeadilunudifuionsouazasunilulasauiifeglu
wiannanazyilautRnieauanuwmilen (Ductility)wazauudsusenanisnszunn(mpact
Strength) YosuuITouana LLﬁ%@’l‘\]L‘T]‘LA?I’]LMGﬂﬁi@EJL‘?JIEJZJLﬁﬂﬂ’]iLLGlﬂ%”]’J (Cold Crack) 3
w5u (Porosity) wdnnénfifleendiausnniinly azsiusfuasueiluman eglunwveuia

[ = o

arsueuNeuuantyd (CO) Heoglulomaninidugngu duifingfiusigdus ity

Welvimiuiiuesndauludnvuvesasusenaviteg melullowmdnununisdunguy @

lalasiunnlotuazindiunasunsnegluilominvioogiilley Jsazlualiiadugnsunse
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Juanmguesnisuaninldsendontuldfivuiu auvnvesnissmdfainanuiuddiedu
annsadesiulalaslfufanquisddniley 2 naude
(1) whawdos (nert Gas) liun wiaensneu (Argon @ Ar) uwazuiadideu
(Helium : He) ioufidonineunasBidoumaniu ufamariarlifnuiisensusituans
u
(2) wamdinwia (Active Gas) town whgarsueulaeanlan (CO,) NP1
WARNANSENINIRISNBUNULDATINLAAUN9SD WU 98nBLaY |, tulasau , Ansuaulneanlan

Iplalasiau (H,)

2.4 nswaanlgnAglun1sanlansfiieis GMAW

uhanquiliiuufadon Ao ufiensnou (An), Bidey (He) wiouRaaenauriuy
WaeimsintuessdasrssnircUaiedidalnsavisamuiilinaeuazanslunsdidoudin
(TIG) viawmeniainegnsdaszseninaaesidalnaniivasuaransasglangduaulunsd
Foufin (MIG) uwiadosmanilaylsifiniisenfuansduy

& s = 3 a v Ao
2.4.1 ui@onsnau (Argon) Auviuuiy 1.665 ke/m’” waalaaineinianies

Y

v

Tuusserna 0.9 % ufaesneududosuludufadis iwinunnnieinia aunsondald
Inensuene1niewvad Snvazuiassdlugluuuveaiiamaiwasuiads nsfvuiaeisneu
warasfulifigumgising -18e°C 1dntlen annsaldiduufanquliiluanmuianiuas
naufuutadue dielildauTinuanudosnsmungdmsuldidoulansndnuazlavsuen
nauwan dnunzvesUameriafiintursSeuiuasadudnseililduuifeniinauus
dn Wsusrensvasudnmiouniald fawanslunind 2.5 dnvaznisaneleulans

I3 v & 4 YA = 1 v d' =
‘Via@llLMa'J%%Lﬂ‘UVL@IVNLLUUﬁLﬂﬁﬂLLaSLL'U'U‘Wﬁﬁ ﬂ\?uusﬂ\‘isﬂjEJIVﬂ'ﬁL%@ﬂJINiIIﬁ‘ViSVﬁ@NL‘Via')

=3
NILLAU

2.4.2 uwhamsueulaeenles (Carbon Dioxide) fiAumuwiy 1.849 ke/m’
Huufailinrdouldgunnlurinasevusnvenumenin Wedudatuunuvesnszuady
PreliAmdsiidudugeduinavinifamnaondnliae  woranfnmaunndudeaganeld
Wanenfafauiufanisveulaeenledezifuleafiufailiufaoondiauusinunmses
Fouilsezdmuauysaiunanngnuuazsini Ineunfufanueulasenladas desldly
mst¥ouuuundind (MAG-C) vdeldnaufunfaides 1Wu ufaesnoulieninnsideuuuy

wiintdy (MAG-M) tiaun lUldd1usUn1S 0 MAa NNAIA1ISUDUNS OIMANNAIANSUDUNANN
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Wesnnduufaiivnite s1angn Aunnseslaufuasfnfsde wiseansnmuenisiiy

1%
)=

ilelavzveaufaniveulasenledazimziiansgydsluidulanevasuman Jaazdana
fedununuiomaidiedendeuian sueulaeenled dusunuiidesnsautfnudonss
nszunngensiduiaensneunauuiansueulaeenlenazmunzaunitliuiaasueulesen
Togadnneundanisuoulaantes Wuniafidaudaldialn ludufiv ludndunaz 15ifid
uonaniufamiveulaeenleddminnitenneussanm 1.5 Wi wazaasldszuuviesau
wseliunsingnnisivariiadgunsalvianuseulianuseumseamndnsinisivaves
uiarnsusulaeenledunniiuly azviliAnnsudsinveaufaniveulnoonledgadueti
19 5IngnsINsiva MieRveuianisueulneenlenvaieaninaindiussyme

2.4.2 uhangusywineersnounuasuaulaeenlan nislauianausyunInaLia
915neutuLAansueulaoenled fgaUsrasddviunisidonmdnndiasueunazindn
AnsuaunANs ifleliinsendaiauougeiliuuinan ety naveesdnuniy uas
gunsativannisiialanevasunallanninlyuiaaisveulaneenlaenifissoganed
yenaniinisuauLiarsveulaeenlessiuiudntesdiluluniaonsnoy azvinlile
ﬂqmauﬁ’ﬁﬁuaqmﬁdflaiauiauwaaummLLU‘UﬂL‘UiéﬁLﬁmﬁﬁumﬁauﬁ%ﬂ’ﬁmaué’wLLﬁ"aaaﬂ%wu
adlunRaonsneusivaudntos lunszurunmsidounwuu GMAW Aldufanrsusulasenlen
e lUlunasindu LﬁaﬂizLLﬁlWL%amqaﬁuLﬁﬂﬁaaﬂzLﬁmﬂﬁﬁdwaiauiauzwaauLwaa
wuvaséfiaiauenisendadaildilavenasumainsefunasivsinafuiitintul uvas
doutlos lunsuauudanisusulasanlesiiiuni 25% laedszanaazlinisansleulans
waeuwawuUaWsEiliaihausuazaradadunismgleulansrasuinainuudnieasue

BUUNYALENU
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LAADNsNaU whaasuaulneanles  wiAanausEniIngeIsnau

Y I3 I3
Auasusulaeanlan

Al 2.3 JUnsesidenanmsildufanquiliannaiu 910 Mig Welding
Guide, (p. 190) By Klas Weman, Gunnar Linden, 2006, Woodhead
Publishing and Mancy Publishing on behalf of the Institute of Materials,
Minerals & Mining.

25 audeuiililusudon (Heat Input)

Tunsyurunisiiouianunaziieatestunislésumnudounarnisiufives
Taviziden Awdauainnisensnasvasuazanslansuasiolfondiuusnaianiuie
L%amz%mm%’auqammwihmaamazma Feustaiizondt Usnansenuseu Heat
Affected Zone (HAZ) mudaunaznsifusnvessulion iavswassil

1. finnswasuntamnslanyinerdeidodeunazusnunseudeu (HAZ)

2. AnnanAulazaBLA3on Sailugmsuaniruaznaidesdlsiielndnla
5&maﬁmaLﬁﬂé‘guﬁ’u‘lamqmﬁauﬁaﬁmwm"wLﬂuﬁa}zéfaﬁdwmﬂﬁmm%auwﬁlﬁﬁu
nszuumsienlansiug wazidusiognsls wu lunsdeuluiinldnssuaion 300 A
WSIAUBNSA 25 V aglANSIuAINNSouLaslauiniy 300x 25 = 7500 J/s (Watt)
SnsmdrnuianuafiudsudundanuanudeuliiutunuteniiAussansammisnany

SpuTILUAsUlUPUNTZUIUNNSIYDN A1NH1519 2.1 WAAIANUSLANSAINNIIANUSOUN LA

a LA X (Y a A ¢ @ & a
f{l’]ﬂﬂ?i%ﬂﬁ@ﬂlﬂﬂﬁ%‘U’Juﬂ’ﬁL‘U@Nﬂ']%‘lﬂ‘lluaQﬂ‘Umﬂ‘Uﬂﬂ'ﬁlﬂi’e)ll (augsm LPNVNEILRIEY; 2531)
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A15199 2.1

AIUSEANENINNINAINTDUYDINTEUIUNITETOU

AsEUILNISHOY Heat Efficiency
Fouldwand (Submerged Arc Welding) 90 - 99 %
Foufin /ufin (Gas Metal Arc Welding) 65 - 85 %
Feundndmaes (Flux Cored Arc Welding) 65 - 85 %
Foulwihsneaniesviumand (Shielded Metal Arc Welding) 50 - 85 %
Beufin (Gas Tunesten Arc Welding) 20 - 50 %

3

WYY, N auyIel AR, 2531, IFInssunTsidey, drinfiufiguddaasuivnnis,

Y

NI, i 112,

Tunsi@auersaludnnanun N159715ALLAFDUNAIUAIMNNYIIVDITUITUALY
Anuaauaielrlanutevaiauessiulunisundsnuintdeuazivualddeniu

‘EJ’]'JLLU’JLG?IIEJ?,J
Heat Input = Energy Input x Heat Efficiency (2.1)

= kJ/mm

VxA
Speed(m) x 1000
min

e Energy Input = (2.2)

[y

Ardnsanuseudoudinltaanndnuideudluauieusednsainmig
anufouresnsyuumneundsnuitdeowdiluesdussnauiiduiusivauiauuiiion
AunIUTnMNIENUTou (HAZ) wagdnsinisiduimitn lnemlundsnundeudnas agla

wuadeslvg Usnunsznuieu (HAZ) nia
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2.6 WANNALATLinIUTaU SKD61

wmanndadesilonuioutssian  C-MoV flansnsatiluldnuldedis
nsvnasndaesesfiemsgesnnnisiidrunaunianadinuizauainnsnauaisuey
Uszana 0.4% sgtelvimaniimnumileaunsgeuasiidsanansoquuddifaanuudsgdld
sevufumsnanlandondszna 5% gdelivdnanunsaldnuiguvniiadldfuas
ansoquudsheaulflasfinmsdasundamismatesinnnsnaudaneuyszanal 1.0%
swelimdnmumusionisiineenludfigamgiigdlafnsnanluduatiuuaz ozt
asmsndausdlifgamgiigdlaflasionznufonazdiofiunnuiuniuienisdenduay

Y

nsdnuseligeunniuuenainiiadinszuiunisndauuuiivawieilalasiasandnsudn

wa aa

avlBeauavaNsaliantRnAiavn ALl e AT N T9gaE sl

AANYELAU (Significant Characteristics)
o numusiemsABuLasumMgTiatedunduFunn
o asmnuudausefigamgigdldfunn
¢ numusioANualureIaulan
o ilauwileainsaeasn
o ilAnumunIUAeNITANYTEES
o yuudainy fmaAsundasuedesunn
e ildmsianuiounuin
o yusiensABuLasgamMILUUTUNEY
o aunsnsrusAoufieldlanns

o aunsovinlulpsAaiaiuAMULTIRI e

aunsalUldnuniigamalineudegelavnatgedne Wy ukiiuiie

Y
[

lave uudiuidadiudunmlans wiiuinuiunm wifiviuiiwasuliuinatain ang
waznszuendmsunudalavsuaznanadn dvastunu ludamanseu Wudulnedaudd
AUNBATN HIN15197 2.2 NTEUIUNITOUYUAINTOUAINTIN 2.3 UasTURDUNITYULDS

CCT diagram San i 2.6 - 2.7

Ref. code: 25595710300038JFN
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= 3 1Y A N o '
ANTNYULRANNAIATDINDIUTDU SKD 61 qulll']mﬁﬁ']ugnﬂs]

UMIPU AlSI: H13
199U BS : BH 13
UMY JIS : SKD 61
UINIFIUY DIN : X40CrMoV51

AN5199 2.2

aufnIUnI18n7W (Physical Properties)

GHO PN INAFDY
n1511AL5L/ Thermal 20°C 350°C 700°C
Conductivity (W/m-K)

ANNDUDDU 27.2 30.5 33.4
ANNYULDILAZBURAUG? 25.5 27.6 30.3
duUseAnsnnstad/Modulus of 20°C 400°C 800°C
elasticity (103 N/mm°) 294.9 213 124
mmqmm%@uﬁﬂlﬁmﬁlowc

Specific heat at 100°C (J/¢°C) 0.44

AU / Density(g/cmB) 7.85
ANNVWNIAAN /Magnetizability fimnuanunsalunisuiman
fUszAVSNTVENEiNIg 100°C | 200°C 300°C | 400°C
AINN5BUTTIING 20°C D19 10.9 11.9 12.3 12.7
Coefficient of thermal expansion 500°C 600°C | 700°C -
between 20°C to (10-6m/m-K) 13.0 133 13.5 )

Ref. code: 25595710300038JFN
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VIR, N VTN ne-wasiiualloaanadumas 3100, onaI5UsenaunIsYIe
\annanAseaioeusay 2344, Aumuain
http://www.thyssenkruppmaterials.co.th/dmdocuments/2344.pdf.

A15199 2.3

NIYUIUNITOUYUAIINTOU(Heat treatment)

nseUseu gaumadl Q) qurtvoe AT
750 - 800 T < 250 HB
N15OUAANEAILAY gaungil ¢ O) n3LBu
600 - 650 2N
mnm@ju%umu i gaunnd (° O) 81 / AU

1 400 30 sec /mm.

2 650 30 sec /mm.

3 900 60 sec /mm.
ANYULDY gauigdl (° ) GRENHY AT
1020 - 1050 | sy 91meA S1ainde 54 HRC

wEmg. N U3 e-wesiuanWeaaiaduwmes 9110, lona1sUsenaun)syie
wannanesesdionIusey 2344. FuAuan

http://www.thyssenkruppmaterials.co.th/dmdocuments/2344.pdf.

Ref. code: 25595710300038JFN
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Tusaulunisyuudanannanasesdisausou SKD 61

Stress-relief -sls— Heating — Austenitising— GQuenching s+———— Tempering —————
annealing
Hardening temperature ® = Temperatures acconding to
. material data sheets
@ 3rd pre-heating
= inish- ini stage 1 mindmm S AirfOil ++ Steel with austennising
E Finish-machining N sga oA e ) - are > 900 °¢
@ |Pre-machining r 4 Equalisation
E Fi \temperature
- 1hfmi
E‘ 600-650 C [/ \\ mn 1st Znd Furthar
o tempering tempering tempering ™
| ol 2nd pre-heating  Hot bath* 4}
stage 30 sfmm
- ~650°C . ] )
I Ajr Air Rir
1st pre-heating

Slowr stage 30 sfmm

furnace ~ 400 °C -

coeling ~ 100 °C

Time -

2797 2.6 CCT diagram 909an SKD 61 US¥w Ine-wesiiuaildsaafadumes s1in.
lonaIsUsEnauUNIsTIEmanNna A IelesIusou 2344. Aupuain

http://www.thyssenkruppmaterials.co.th/dmdocuments/2344.pdf.

Ref. code: 25595710300038JFN
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Time-temperaturetransformation diagram

1200 ||
1400 I
1000 0 NN 25
200 \\k \:‘ \ A ) = Ly | L
K \k Iy u g :ﬁ
o 200 : N 1 3 H [— =
= 700 T AEGE
& adc YN AT ‘\"\
g 600 !
g \ \ it
2 500 '|
S 0 \ AR
DAL DA
300 tMs A , ,
200 LM Ah NI 2\
k i
100 [, | h
o/Hardness bR
[ linHy | el e &
2, 10 102 10% 10° 108 10#
Seconds L 1 1 | ]
1 10 100 1000 10000
=Time=—= Kinutes

T 2.7 WHUANKERITURBUNISYULDY VST Ine-wesiiualduaadiadumes 9.
3 L = | > 4w
Lona17UsENOUNISYIEaNNAATENIDIIUIOU 2344. AUAUAIN

http://www.thyssenkruppmaterials.co.th/dmdocuments/2344.pdf.

2.7 2550UNTSULATINUITLNYIVDY

INNsANBINUITEA1NY AfedesiunszuIunIsdeutandinaninuas

anuiiiast nudnladnisidelaeldinaiiadieg iian1simuinisdeunstkasantymd

Tounwansludnuaza1ee Auall

HakanAtes uazang (2007) laldimalialassingyszaimitenlunisviiune
Uhinadndimvesufananildlunsidouseitorsalansufianqu  lnglunsidelals
wEnndAsuaumYLIA 450 x 150 x 15 mm WWoudinszua 180 A 28 V 1dufa
asuoulaeenled, e1{nou uazeendiau uufarquuundeuiisnsinislva 15 L/min
WIATOIEIATON 1.2 mm  WTeufivsuiadadiunanvesnianieg funaziinisvaaey
AeuAuTRnIINaIe Wishs, N158Rf, AMULDY LagANAIUNIUIAKSINTZUNN WUIIRIN

A1SNAADULATLUUIIADY (MLPNN) NEdmUau013 19U 3 AN, 2 AN JUDU WavHaans

Ref. code: 25595710300038JFN
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4 A TgAms e sanNTusEnINg -1 83 1 1neRadnsannsvinune s suesuAanau
IlunswenmeiBuianquiiuss@ninmnarunsaedolailsoufisuainnisnaaeduas
wuudraeslunstieiuneg  uwadadudediiarenisviiaudnuaraus Nliaunsaaianile

WeannfleasudutanUszianaue Mzdwalianvasusdasivldasnsaldle

Gualco A uazaaiz (2010) ldidemaideamenindaiinisamniingldauds
AruannIfuTuNsAnTTe Madeunenannsaifesuinnuiuiuasyinlutengnnsld
aufienun lumdfedldfnwnanssureufangy Sananudouduagnisliian
foumevdanmaden  lavdanzsiannlassaiimisganiauazanuimununsinuse

) PP ) | p= < e v v =~ W I3 a -
SU@Q'J?WJ‘V]NﬂqiﬂiUUE\ia?uwaﬂwqﬂLﬂﬂmaﬁL‘Waﬂ martensitic I‘Wﬂaqﬂﬂﬁﬁﬂ‘UL‘ViﬁﬂLﬂﬁaﬂﬂJa AlSI

= o

H13 TngldmsideuuuuissalusiAsmenssuiunaideneniaisamuuiaunaqulunisnu
wisdnwamsdeuiudsuuuuiemsidivesmaiteuiunnsieiu fo ufanauld  Ar20%
CO, way Ar-20% CO, Tun1sway Laglions1ANUSouaaIsEaAuAD 2 wag 3k/mm
movdsanmsideslianudeunondsannisidendigumgil 550 °C 1Wuan 2 Falus
dwdumsveaeumsanusevedlanzaneldieulvveauseithunseyiflunismagey 500 N
wazldosdusenounisailunisiiansulasiasimisganiauazauudalun1sinse
MnmMeAsenuiillaseaing austenite lulnssa¥raganiafianizangg fuvesninden
warduuiildsuanuieunfifiaesninmisadeunennuifienuudniatuanusngnsnl
mMsanazney usegslsfinuuuadeniianansaiuniunisinvseiigadunaunainn sl
Audeumendsnisifon  waAnssuMsiumunsanusenafiganuiteglungusiesied
fnslisannudeudiuazegneldoentiaumaniiinannzesndindudniios nan1s
yanosildgnesuisluduresaruiumunsiseendeduiiinanideuleiiusnsatues

ANNENISBU

Wilson Tafur Preciado wagCarlos Enrique Nifio Bohorquez (2006) 1avin
mMsdeTifedesiumstenusulnenaiensnsavisamunianauiumaninga AlSI P20 uay
VP50IM iltlunsviusifissidananadin neldaniisinga AWS A5.28-96 ER 805-B2 way
AWS A528-96 ER 805-B6 lagdananuumnsnsuiinauuidouuasiufinnu fluun
Fu31U 150 x 150 x 12 mm L@esidunun 6 uwun Insldanuumnansuesnszuad 88, 106
uay 124 A $AsIMSAuLLI 2 AuSa Ae 10 wag 14 cm/min - WudAIUABLLUAS
mﬂmqa%ﬁwamﬂLLazmmLL%QU%LamLLmL%amﬁ'uﬁuﬁamu NAALLANANAUTREIINA

ylilddswasonisiasullasaudiniana anusnunlasunansesnuannausou (HAZ)

Ref. code: 25595710300038JFN
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Hunannarudunnds  wilunuddeilfddidedinlunsdifiadonnmsouinaiui
Wity
Y.C. Chen uagk. Nakata (2009) léldfnseuinunisidesseusadsamulunis
Foumanndiaieaiionudou SKD 61 waz@nwlaseaiian1agania, MINAaULIIAT uag
nMsdnnse  Inenaaetdeunuu Bead on Plate fimnumunveundnndiaiasienudon
SKD 61 w119 10 mm - in3eailonyumufulusevlulasdvunaduriugudnais 22 mm
wosiioniuea 5 mm Tulunsvdewdu usinafild 30 kN mufeauEITEwINg 200 -
800 rpm/min 8ns1n1tAuTeuf 0.5, 1 uag 1.25 mm/sec wazufiaefnaulunisagy
nuhnsErINMIWeNeLsudsan v naudentgldlaseieiidunsuas Beauuy
Equiaxed Grain @saeliAnnnuudauss  wagnszuiumadendousadoamudisan
Heat Input #ezdsasionsivdsuntadasiaiimisganiauazautaning Wy Ay
WIS, PIULTIA LarmsEununsanrsetadumsuiledeunnssus iR iy

willaufunsyuuNseNensaTiawmuLiangy

M. Vedani uagaai (2007) Wideisestlymueinisideuseawesiumdn
w3asiolnonsldnadeuuuunanan-lulasiou vuudulasdlonsdin 12738 Felgmil
wulunsdouwsulasifivuinansineondiaululandeuithlugnainuaninvuzdeu
nsiinnsuandniiituRavedasdloneninluudnadldsunansenuainaudou (HAZ)
Junaanenudunnds  Tnelunsveaeddduiulasdenfiianiumun 25 mm fidiunis
YuLATaUAUAN LA ToNMBLAITRTLUUTAd Nd-YAG asaiduuuin 0.5 mm glassaing
ymamauaznagoumLds  wudnsldEmadenuuuiuuiad Nd-YAG Faed1innns
geevesUsnailiTunansEnuaneudeu(HAZ) Wiesawarrililasedsusnaidiiny

NazPuaunTu  fItuT i lHann 1S AANITLANS1ILAL BN AT

L.P. Borrego uazAmiz (2009) lildn1sideuseiaiwosuuu Nd-YAG Tu
AsrurunIsYeNusNwiRnd  Faduisnsiiviilvnavesnisiudsunlatesdusenauuas
Tnssasusnafivnsdenuriisandntdos  Tasandymanudemeveuwsifinyiiiia
MnANudnusenaznITuani1Ineud  luenuddeidlaldTagiiuifing 2 via fo
wmanndiedesilonudeu ASI H13 wag AISI P20 wazgravesnsiiuiinndsluuinad

Iasunansgnuatnausou (HAZ) Feianyinudiium 2 vialak1unisn1syulagauauanIn

UMAT  warldAmLUSALTIUN15IT8 A9 NSEWALUUNAE 7 6Hz a2aauauim 0.4 mm b4

Ref. code: 25595710300038JFN
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WAADISNOUNANTIALY 5 % AIYDNIINTABVDILAAWNAY 0.6 L/min  lasdin1snagau

AR R=0 way R=0.4 FIINNITIVYNUIINAINNAITNAZDUNAINAN R=0 91nN15

¥ I3

DUMLADTHUU Nd-YAG In158191n1N9s5eaU R=0.4 a819iuad1ananntdulasuss S-N

o

¥
(% o w ot a o 1

n1933edaildedinlusesveinisuiluteunniaslauTiaaiiuiy dundaviinisidey
gaunguiansanseyinluinsuinty  wagdesaufernldineniisnagddulagduluns

\DUAELALYDT

91NN15ANBINqukazauideniferteanuinnuidediulungleuld

'
o A

WANNA1ANSUBUANTUNITIY, Y30 LT UUIIA0 9 UNI TN U INATDIS N WS WILTDN wayld

s = oA

A Ao A A o v aa
NSEUIUNSWeNNiiAMAMNTYeNasTIMMSWoumelawes  Fellinldanvadlagiznis
fananieunsawi bt unnsaslunsEANAUSANURWYNTY waoddennnsaslaiuRnan
=3 1 a ¥ 1 :.’1 v =< o I Ao A I a o
Aldanunsanazunlvtannnseatiuld 5 lURSWILSNYINNS T o UY DU WIUNFINITANTEYI
Taluvinsuminty Fewaies 31nnsiinguAfnUsInNTUTINaINsEUIUN SN
Talmunzay 1wy Nsewd, AUSIluNsWey, N1siauseuiuTuIuNaUNISIaY waLA1s

Tanufeufvrunumendinsden Wudu  awnsodwmaneauifvesianiirlugdonn

q

LY

W3RIUTENNAN A ITeRdiuuiAniasfnwianuansanannden  ielssenaly
nsvuuMsenensalaveuianquiildlaemlulugeaivnssy iemiuAuiLUsIiNase
nsdenlilauuadenfudswsmusonisideuanunsatiouidymnfetuls  Feasdu

Usglevtisionsin luldiuwiiunlugeamvinssuiineitessialy

nswenersalansuianguinistdnuunsuaislaenilulugnavnssunas
azantun1sufinnu  ansaeulanndwinswensiudadentdanglunsufimaun

ldaaiuly Tneddefveanssuiun1siiounienssuiunsieuesalanswianau(GMAW)

be
he

(1) nszvumsdeundldunsvanelaenilulugnainnssy

(2) aunsaweulannmumviney

¥ | Y
IS a A

(3) T9msnsiinalaiausatiioslan aunsawnlutaunnsoslanuRARY
LALANTIUNNNTEUIUNITIIDUANLNTOA LUTDUNNTDURNIEUSIUNUR
g
AU

(@) feldanglunsufinnuldgunndniedisuiunseuiunisiendug

Ref. code: 25595710300038JFN
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(5) A nsakuITRNadlunsWeNlansuaslavenaunaunnyilniogly
15991UgRAMINTTUAAMNNABLUITBNEIIINN SN AL B AL AN
ANNTBULN (Heat Input) srdlanuusiugnlunisauaulans viasuman

wuualUsduaznisauAnlanevaauaIuunad

Ref. code: 25595710300038JFN
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una 3

A5n1599Y

3.1 A5n115AUN15IY

Basaudunidoiiednwianuansalumsdenmdnndiaiodieay
You SKD 61 Weushenszuiumaideuenialanzufangu (Gas Metal Arc Welding : GMAW)
uazmuAuANuElunsdeuimeszuuiadnluiRlnesidnuussidon 2 Uiuy Ao
3.1.1 ¥nsneaeadesiulasnsideusenssuiunisteleulavevaouiviad
LWUUALUSE (Spray transfer) Anszualii@ion 150A, 170A, 190A uaz 210A $R3I15braves
ufad 13 Lminuay 15 Umin ansusiiunismesedasldnszuiunmsdieleulans
VABUMAUUUNAA (Pulsed Spray transfer) lums@nwiilewSeuiiisusatunszuiunisane
Toulanevasumainuuasdanszualwidon 150A,170A, 190A way 210A ns1n1siva
vofainsannaansmaaealesiudenszuiunsieleulavevaommaluuuase
(Spray transfer) guaveslassainsgamanazantinisnaiafigalunisiranldlunismeasslu
nszvaunisateloulavyvaouiialnuuiad (Pulsed Spray transfer)  au89n1511A
nszualiideunazdniimisinavesufamenszuiunsieleulavenasuivaluuvaiuse
(Spray transfer) tiesaniinsldnulasynlvlugnavnssumnlflunismaass 3.1.2
3.1.2 thnszudliiagdnsnisinaveaufafiafignainnismaasslude 3.1.1 1
nsAneUseuiisunanuwanaislulsazaniizniseuyuvesnaniaeiinisiinue
anznseuguvetnandu 3 ang fe
- wdn3noudlibiunszurunisyunds (NHT)
- dnfirunszuaunsyulds (HT)
- mdnfrunszuaunsuldanazeuaaerALAEn (HT/Temp.)
Tagldanusilumsidon 1.5mm/s anideuiin DIN 8555: MSG 6 GZ-60
vAduEIAUSNa1s 1.2 mm uazlansvesaindeuinanndununadey 10 mm Liefinw

lassaianieganiAkazau UANIaNATe W uaLAevaINNSWey

Ref. code: 25595710300038JFN
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3.2 JUABUNISNNABY

& = [

3.2.1 fuUsiild Ao nszuaidou wazdnsnisivavesuia  Tawadnsald fe
dnuaurvosundousminuninvesudenild  lnonadnsnldainuunion Ao
Tassa¥agana wasannmuesudonluduautiviena Ae mnauds avudumuusads
AUETUTULIINTZUNN TesiuUMeEvEIn1sidon

- Fowshenszuiunsieleulavenaeumauuuauss Tagld nszuaideu
150A,170A, 190A wag 210 MI1N15avewid 13L/min wag 15 L/min (fmﬂﬁhmmg’m
uBey AWS uazfuuriinsldnuvesinanaindon) MHimdndiunszuiunsyuuds
LATEUAANEANUATEN (HT/Temp.) Anwidensaudsiildlunisnaasadosiulngldiuds
Tunsileunumsnad 3.1

- Fewshenszuiunmsieleulanevasumaiwuuiad Taeld nszua/ $ns
nsiviavesuia 150A, 170A, 190A uag 210A ons1n1stuavesuialaefiarsanannanis
neaesbosiufonszuiumsisleulavgviaoumalnuualse (Spray transfer) auaues
Tassadganmiauazautinnaianaaiunsianldlunmmeasdunszuiunsiielewlany
vaoumaIwuUWad (Pulsed Spray transfer) ldmanfiriunsyuiumsyuudanazeuaany
AA3en (HT/Temp.) wazldnszuiunisensleulavenaammaiwuuiad iieUioulfiau
funseuaunistelewlanevaeuwaiuuuasd Tnedfuusildlunisdeununsned 3.2

- thanszudlndennardnsnisinavesufiadensyuiunisdreloulany
vassmaILUUasd (Spray transfer) ilasandnsldaulnemlulugnanmnssuanldlunis
naaes LienAnwiIeuifisunannuuandislundazangnseuyuvesnaniaglia
Lmﬂ@iwwaqamwmiawqwmmﬁﬂﬁgq 3 @40

drunamuniveandnndnaieienudou SKD 61 wardrunaumnuad

299a0LT93 DIN 8555 : MSG 6 GZ-60 §139157971 3.4 uay 3.5

Ref. code: 25595710300038JFN
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FaUshlelunsidaunlenseurunIsoelaulavieasivauuaysealunsivenoesy

ANkl UNSBU

nIzie (Amp.)

150A,170A, 190A ey 210A

gns1n1sivavesuia (L/min) 13,15
yuvesandon () 90
Samanualunuiden (mm/sed) 1.5
J8¥0135A (Mmm) 10

'
% =

Tanldlunmmeasdlunsveu

JIS SKD-61 (HT/Temp.)

wAAN I luNSIY oL

Ar 82%+C0,18%

AsTUIUNSaNglaUlane aauMa?

wuvaLUse

YIIELYR. N ANIATTIUNUTEN AWS wagauuzinsldanuvendnainion

A15199 3.2

FauUsilylunsiveunignseuaunIsargloulavieiaouia b uunaalun1s39eiUa9ay

AU UNS DL

nszid (Amp.)

150, 170, 190, 210

gns1n1siuavenia (L/min) 13
yuvesiandon () 90
Sasnanulunudon (mm/sec) 1.5
S¥e¥a15A (mm) 10

v

Tannldlunsneasdlunmsivey

JIS SKD-61 (HT/Temp.)

Ref. code: 25595710300038JFN
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whanldlunsidon Ar 829%+C0,18%

AszUIUNNSanglaulavizianumian LUUNAE

YIELYF. N ANINTTIUUYOU AWS wazaAwuzinsldnuvendnainion
M15797 3.3

FIAUN NPT VD UNANNAINANIIUTIUSKD 61 (% wi)

C Si Mn P S Cr Ni Mo V

0.38 0.96 0.40 0.011 0.004 4.99 0.048 1.25 0.97

AN 3.4

FaunaUN9ATYeIaI9LT9U DIN 8555 : MSG 6 GZ-60 (% wt)

(@onlvvnaimauiinaldeiuaIsdeunIum Uy INENana A To)

C Si Mn B S @r Ni Mo V

042 | 280 | 0.40 - - 8.50 _ ] ]

3.3 nMswseNIuulunITagau

[y

andnnanaIesilosudou SKD 61 Tnafivun 50 x 120 x 10 mm (A1

(% (%
Y v a

WINTFIU AWS D1.1/D1.1 M : 2002) fenw 3.1 dTunounsil

3.3.1 UINTUIIUTONT YU 60° S2EERIMTUIV0ITRLVRUTUIUAIUATING Y
(root face) WA 2 MM TLPLNVDIVBUTUIIUNIABITUNFIY (root opening) YW 2 mm
wWlsNTuumeAsesnatasanlifinaneA1Auudwe sty

3.3.2 Funuildlumsveassiannedill fe wian3aseuiiliniunszuiunisyu

3 @& a1 3 @& A 3
WT9 (NHT), sanfieinunssuasnsyultds (HT) uae wmanfid1unssuiunsgullauazaunans
AuAsen (HT/Temp.) laglunszuiunisyuudavsnsgyinfiaamad 1030 °C 1uiaan
. - ) = & Y o A Y °

21 min @133UAD UNTUKALAUAIIEAMUATEAMANNALATEIBIUTY SKD 61 T9UH 2

A1 Ngangll 600 °C Wurian 21 min antulaeslidulueinia Aunim 3.2

Ref. code: 25595710300038JFN
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a

3.3.3 YN3QUTUNUNBUNSIYaN (Pre Heat) igaungil 400 °C fIginnay

Y

F
&&s
v

209 3.1 %

<

YINUNAFBULAANNALATNEIBI1USOU SKD 61

21 min

Oil Hardening

/ Tempering

21 min 21 min

4
1030°C

600°C

Temperature

600°Cf

7 Hours > — 5 HOLITS — — 5 HOUS —

209 3.2 BWHUATNTUADUNTEUIUNTN AU DY

3.4 \A3aaT0u GMAW

Lﬂ%@%‘?ﬁlam GMAW ?Jﬁa Fronnius q'u TransPuls Synergic 4000 Lﬁum%"aﬂ
Goudldlilszuu AC/DC  szuumugulaglivuaindneiiviniasesduindouainiey
SaluiRnuuuideundueiesdoumeluladdunedines muaumaitnufessuuiinea
(Digital Signal Processing : DSP) ﬁhsmazum%aulﬁmamqmm 3 - 400 Amp. d113U
Woululnua Short arc, Globular wag Spray arc Aonl¥nszualdenldiauuunssuanss
1175514 (DC  Standard Current) waznszuaileusiad (Pulse Current) fafuynaiugy
arufilunmsdeunuuAsilutfiiellunssuiunmadeuts 2 sUuuL raenn1IMeaes &

NN 3.3

Ref. code: 25595710300038JFN
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Welding direction

Speed controller Driver

A 3.3 dnwaraunsaintdlunisweunaaey

=

mMsBeuagldnsifenuuirvinsuuazmugumsiensmessuuissnluga
favaa Kl 34 Tasazvinisfedarudentuiadosiutisaiuguanuiilaedised
anu$aluniaidon 1.5 mm/s Anwuazyhmsideusiuiu 3 Ju serwesnseualumadon
wardnsn1slvaveaufia wagiitunuiniseunasANLATERS LAY 2 ﬂ%ﬂﬁqquﬁ

600 °C (muwuzivesinanmuan) Wuna 21 min andulasslidusilueinia

Ref. code: 25595710300038JFN
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2999 3.4 wwandey () wuvalsd (@) wuunaa

3.5 ANSATUIUNIAIAIIUSBULYN

A30AIIIMLAN

VXA
Speed X 1000

AITUANANUTDUN DU = (3.1)

Vo s wsasulwildlunisidou
A 78 nswaAldlunisweu
Speed fn ANuSMTluMITou

AINUDNTIANUSDUTDUTN = WAINUNUBUN x UTLANTNNN19IAINNSDY

3.6 N1SATIVFDUTUIIUNIYVAINITIVBY

nInsIvdeusesuani1dsneunsnduluisuilsvenimaaeuwuulyl
ANy NENNNTIUBNAWUMLNYBIRAUANTRITIAAULRINTNURITER WU ToBuAn uaTg

wyu Dusu uasldnsesaasumedanileinlunismyaunnsosiiinnieliiavesian

Ref. code: 25595710300038JFN
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3.6.1 MIRRTUNUNAgaUsaNludILgmuLUUNIT 3.5 agldn15RnlneiAIeg
Wire cut ims1zuuideuiinnuuiagmnnevdsainnsiliendinisidiaies Wire cut #nvil
Tilassadwetuideuliivisuulaninannuson MINISKUSTLUNAZOUANLIATEIY

N5NRERY Mt IUTALALNAADULIIRNG, WIINTEUNN WASVNAFDUAINULT

Amia

38

_—
FurunaaeuianatsamALaz
—_—
nRgeuAImnuudwuuAnne s b
> =
FUINUNAABLILN =
Fy
NIERNNLL Charpy
>
...... —_—

FuunRa LR

[
|

30

38

v

AT 3.5 BUUTUNUNRIUNSARLAELASDY Wire cut Tun1sAand

362 ynsiadaensyaenselaenisinliiiuindienssaense wes
200,300, 600, 800, 1,000, 1,200 LSL9RUAIAU

3.6.3 Mnivimstatiuseniesdasiu Polishing udadamennmysdaiaves
%}umwaauﬁﬁmwmﬁﬂqqma Tnensdnmandosiivuiadaud 1 micron wazazdosdnuuy
\n3esdniviuseindnvaialasnsdanussdaasuuihdnuaauddaiauduliue

3.6.4 ¥nsinnsatuunnaey lnenauaisiadl Ao woanosed 95ml wayly
PINLIUTU 15 mol USuas Sml anusnsgiu ASTM E407-70 wwuas 7da Tdianussun
30 sec I INTUAEIBLDaNeERd udUN TR

3.6.5 FuRBUNITNAEUANNLTINSAdBUAILLT T LTINS TR LT e

wuinines fetedesinnrudauulalasinnes MATSUZAWA §u MMT-X7-LCD

Ref. code: 25595710300038JFN
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3.6.6 AMYUATEUAWAUIMAABUAIUURIMTNTUN UNAABUAILAAIUNINT 3.6

\ieuanagamuliildlun1mageuAULTLAENANTE AN UUARI | UURINTNTUNAFOY

[

N

he

I mm

h

min

= o oA I3
NN 3.6 GLAUINNANAFBUAINULYS

3.6.7 NMSNAFBUAMULT I TAIUNFUNUSAY 3 dIUAD Szurne AMULT LS9
nansedaulliasamaaaudInnes  Tawsana 9,810 N Tngldiainauseunas 10 sec Ay
wulduuienvunuiuivinny gedamsiudszana 1 mm aiinsiansaegdedides

N3 7 ANUA6Y

3.6.8 LHSHUTUIUAIAING 3.7 LHBVINISNAABUAINUAIUNIULTIAIAY

UIMIFIUASTM E8 M

Ref. code: 25595710300038JFN
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i 25

[ )
r

AT 3.7 WUUTUNUNYIINISNAEDUANUATUNIULITIAS

3.6.9 MInAgeUATIIAUNIULIINTzINN unsiamsdeiendanuiis iy
TunsunninaeeTanA1ALLIINITNTZLNNAILITAUIUDNEIAINEINTO LN TTULSS
wuuduneu (shock load) waanunisnssunnazamdelulunarednuaeiy gnldluniside
sUsuUBAnguIAELUUIITYesTan karksadeaninaInnisidoufivesudausigg Wudy
Tunsmageunsnszinnalindanuvesgniunszunnlitunnasuunniinnimaaeudiey
1lnehlulduinsmageunisnszunnuuuest wazuuulewen (Chapy and lzod impact
tests) Tnsnmaveaeuiant  ldusansevhdenswisgniuiarlitunnaeuiififesuinuas

TUUIALEN WaLNITNAFEUILTUNITIALSIAIENITAAIDNITNAFDUNIADILUUTA1IAUNNS

PanuuLTIUNAdeULaEANSIvesanFuluNInIzunTunagey Tun1snaaeuluuSUTY

Ref. code: 25595710300038JFN
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nagavIzandntuanwaridun1uRe] (single beam) LAIRNTEUNNNUSIIUATUNS IUBITB

Y

U1IN AanIluNINgd 3.8 LaznAInwd 3.9

N—

Specimen

Hammer

| =
N

AW 3.8 NSIVTANISNAADUANUANUNIULIINTLLAN  NAFDUAITUATUNU

LIINITEUNALUY Charpy Test PINHINTZTU ASTM A370

<z ~

55 %
I | 10

297 3.9 FUNUIINNTNAGDULTINTERNN AINUINTFIW ASTM E23 Type A

3.6.10 NAABUAIEAS X-Ray Diffraction: XRD tJun1simsigsimesnusenauy
YosshegauazUTinaesesdUszneuieg ieglushedisiemain XRD laevinisinl
AudvessEfiazviousoniiiyuseg Wisuieutudeya  Tnevhnsveaeudisuina
Weld metal wagudna HAZ veawmdn SKD 61 luynaniignmismaasdiiovnlaseaiiei
Huandnuled, seamuluyt wazandlud Afntuluuuadenlpglénauisuiisuiuuina
Y8305 LIIINIRTITAlagesAnT JCPDS (Joint Committee on Powder Diffraction
Standard) 1ilesannansusznevnsazie gUuuulassairandnuandnetiu uayszogming
sEissuIuvaseznonfidadsstusgaiuse euAuandafulufetuegfuruauas
Uszquesesnean asUsenauusiazyilnazdlukuu (XRD pattern) langiiUsguduiiediy

L o = ] v A ' ' I3 v A P Y 1Y
a’]ﬂu’li\lasﬂaﬂﬂu‘ﬂLW]ﬂm']ﬂﬂumV]ﬁ']Uﬂ’]LLuu@uI@EJIuL‘Viaﬂﬂaqlﬂia\u\laﬂqu3@u SKD 61 GLGU

Ref. code: 25595710300038JFN
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[V 77
=

Y] ) I @ v a 9 o A a o I3 =
ANWULAIDEIUTUNBU UIUIANT 10 cm 81713 cm MINUNUNNALNINITNAFDUILLUULNEN

USLANS Usean 10 mm AenInd 3.10

29 3.10 FeENTUNUNAABUAIYIG X-Ray Diffraction : XRD

v v fa & a | .

3.6.11 NAEBUAIENABIYaNIIALBLIANATEUBTAADINTIA (Scanning Electron
Microscope : SEM) n13ansneilassasneganianiswmaila SEM 9guanidnuusiuiives
Tan vun wazgUiaveseunanvsefwrimaulavutunukansliiudnvuzwaznis
nsvnevetdlulastadigania waraunsnnssnaudemevesianlaglunisneass
AYINNINTIAABUTDLUANTINTILANIINATEUIUNITNAFB UL TINTTUNNY I UTLIUL LY BUVDY

<3 ' Ia o O] [ o XA

wiin SKD 61 luwsiazannemmaaesinfindnuugnisueniniludnuaziuula e

%28TUN15AATIZHNANITNAFDY

Ref. code: 25595710300038JFN



38

uni 4

NaN15I8azaAUsIuNa

4.1 Uni
NNISHIPUTURBUNSNAFRIN e NLUULATuuNA 3 Taedldiwusiuns

Wsusunszialunisonuazdnsinisivaveduia wuadu 2 wuusad

4.1.1 Fouwuuaiusd (Spray transfer) Arnszualion 150A, 170A, 190A way
210A Swsanisbuaveswfiad 13 L/min war 15 L/min «Jeuuuuwad (Pulsed Spray
transfer) lunsAnwiSeufisunatuideuwuuaiuse (Spray transfer) Tnefinnszuaiioy
150A, 170A, 190A waz 210A 8n51n1slviavesuiad 13 L/min (R9150191NNA1ANNT
yeaeshenszuumsmeloulanenaommmuuualsiilasaimania (1nmssd 4.5
fildnuazvedlasiaiigamavinauudenvesdnnisivavesudai 13 L/min uay 15
L/min fiaausnaneiutiosuinnielaseade) wazautfin1enamunisnagounundain
Al 4.7 nan1sMedeuLsIIRInni 4.31 Fddvirnanisneaesiifianuuaneaiutios
10 3eiansandenlddasnsivavendad 13 Lmin tanldclunszuiunsanelou
Tanegwasumaiuuvasduasnsrvaumsieloulans naeumaluuuiad setiiteniny
Usswdauazimnzay  antuihanszualiidousazsnsinisivavesuiidaainnismeaes
JesulUldlunsmaaedluide 4.1.2

4.1.2 theildannsdnwilunsmeaeduide 4.1.1 Fms19 4.1 ndeuuuy
awUse (Spray transfer) W3iguigunanuuanssluuiazan1izniseuyulagiinisivue
annmsevyuvesmaniu 3 annzie waniedeudiliiunsruaunisouyu (NHT), wén
firiunszurunisyuude (H) wazmdndisiunszuiunisyuuiaazeunaisainuaion

(HT/Temp.)

Ref. code: 25595710300038JFN
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A15199 4.1

N5 TOUTANTIENITOUTUYOUNANIN 3 an12¢ (Fouskuy Spray transfer)

AnduUslunsdeu
nszid (Amp.) 150A
gnI1Nsivauesuia (L/min) 13
yuvesaInLdon () 90
Sasanusluanuden (mm/sed) 15
5¥8¥915A (Mmm) 10
Fanillunaaaedunisidon JIS SKD-61
whaflalunsiden Ar 82%+C0O,18%

4.2 Nan1sNNane (M1ARIBUSIUBIAU)

4.2.1 maundrsvaswundenlunisdeunuuasé

31NN15TIAVUIAAUNTIIUS IS UULLLIL TR LT ILansluAn1eT 4.2
wunanszualnifildlunisidenain 150, 170, 190 waz 210 A FeanunsafuInAIA9IL
LoufiAnTuiutuy (Heat input) AINELNTST 3.1 SRR 1.65, 2.24, 2.46 wag 3.08
KJ/mm sty vilsianuninevesuuieuiianunndumiaiu 15.8, 16.1, 17.4 wag 19.6
mm audeu  InefinasesutBvestununendiainnsdenluduanunds Ae doay
nhavesuuaBennnanmsiltnssuags  dsmaliAnanuouazanivlflangianuuds
wavUszifiesnnmsdsunladiasiadvedlany lnenmmsideusenszuiunsaelou

TarenapuadIkuUa SOl UN1SNNa U UaIAY wandlunInd 4.1

Ref. code: 25595710300038JFN
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AN5199 4.2

A7 Heat Input lunisi¥eunignszuiunisareloulaveiaouiiaiuvualusguaznunanN

W@\?Léﬂ?é#@i/
nszualunmsdon (Amp) 150 170 190 210
wsaduLdeu (Volt) 16.5 18.7 19.4 22.0
Heat Input (KJ/mm) 1.65 2.24 2.46 3.08

(ANUIUANAUNTA 3.1)

ANUNI1IBLLLT BL
4 15.8 16.1 17.4 19.6
1288 (mm)

HAZ Weld area Base

2T 4.1 Fua (HT/Temp.) Fouuuy Spray transfer (n3zia 150 A A3

Astvaveawia 13 L/min)

4.2.2 Aanundeeswundenlumsiiouwuunad

INNFIATLINAUNTIUS UL N R sLansluan 1Tl 4.3
wuiAnszualihildlunisidenann 150, 170, 190 way 210 A F9@13150AIUIAIAI
ZouilAnTuiuTueu (Heat input) AINENNTST 3.1 fiawinfu 2.13, 2,56, 3.00 wag 4.00
KJ/mm @ uandiu Araunineeswundoudiayindu 18.0, 18.0, 18.1mm auaidudiu
210 A liannsotaaildifosntunumaetazaisneg nsidoudensyuiunisdelou
Tanznaeumaluuiad uaaslunnd 4.2 nuddnvaznsmomlansvasumaiainala
Ls?iaumgiumL%auLﬂué’ﬂwmgﬂwwm‘mwaamma'mamﬁﬂ6‘] wuutad  wanisaneleulany
‘viaammmLmuamiﬁ%gﬂmaiauasmmm%faaaél,t,mL%amawaiﬁﬁmmwaamﬁﬂsuaﬂLLm

WRULATANNNING  aSeuisununIsiiauaenseuIunIsaelaulaneiaaunal huu

Ref. code: 25595710300038JFN
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1 i

o a1 a ' v v . A %]
NAAUAIAINLUUNANIIINATIAINUTDULYY (Heat mput) ‘Vlﬁﬂﬁ\l']usmﬂﬂ'ﬁﬂi%‘ﬂ'ﬁ]ﬁ’nlﬁ@uvﬂfﬂaﬂ

Tulowmdnvesnszurunisanslaulanviasuvaiwuunad
AN 4.3

A7 Heat Input TunsidieunignszvaunsareloulaveviaoumaluuiaaiaznaIun11Nved

ULAToU

nszualumsden (Amp) 150 170 190 210
wsssuden (Volt) 251 26.6 27.9 28.6
Heat Input (KJ/mm) 2.13 2.56 3.00 4.00
(FUIANEUNTT 3.1)

ANATS VRN T DL Funuvaoy

. 18.0 18.0 18.1
waag (mm) GERAEE!

HAZ Weld area Base metal

l

A 4.2 Fuay (HT/Temp.) \Jouuwuu Pulsed Spray transfer (nAsgua 190 A

nIINISINaveiE 13 L/min)

4.2.3 A1A7UNI9vaanudanlunswansuualsd (luusazaniizniseu
<3
YULan)
NNITIAVUIAAIUNINUS I U UUUB LT DUAILEAI L UANSIT 4.4 9
Aduwlsnszua/dnsnisinavesuiia 150A /13L/min Suluafifiignainnisnaaeslewiu
IfﬂEJﬂﬁ]’]iMWQWﬂﬁﬂHﬂJﬂﬂNﬁ%ﬁﬂﬁﬂ’]ﬂLLazﬁuﬁaV}’Nﬂaﬁ’Mﬂ’]iw@ﬁaUﬂﬂmLL%ﬂﬁIﬁﬁ’]ﬁ’J’m

WU NAMITBUANINTTLED U 9NN 4.7 wagdimanuuddndidssiuillofiunan

Ref. code: 25595710300038JFN
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saufannuannsalunisgadundanunszunniiunnniinszuadu luuinauuidouain
Al 4.38 wvimsinen Tasanansaduanenudouiiintufiuduay (Heat input)
AuEnNsa 3.1 fAifu 1.60 Ki/mm lunnaniignmseuyuimvdniliinnuninavesuun
Foudeuviniu 16.3, 16.4, 16.5 mm MUy dedeimnuninswesuidenlduansieiu
TngfinnsananuasysaiveanuidennazauiinsnalunmmeseuiUsuiisuudazaning
MseUYUYBLMAN Ae An3afeudiliiunszuIuMIaUYU (NHT), dnTiHTunszuIumsyy
wds (HT) wazmdniiunszuiunisyuuiuageunaisnnuaien (HT/Temp.) lagnm
Furuiiiunindenlnsiiunszuiunisnsrvaunisyuudaareunatsnituade

(HT/Ternp.) wansluninil 4.3
aN59T 4.4

AIAIIUN I NYDIUUUTDUEIUN I TITaUN 1A 5T UIUN T8 WA NADUIA I UUAIUTTIAAY

AN792N150UTY AINTEUT 150A 895In5lvavesuia 13 L/min

#N1¥NTOUYY (NHT) (HT) (HT/Temp.)
wsssuLdon (Volt) 16 16 16
Heat Input (KJ/mm) 1.60 1.60 1.60

(AUIANNANNIST 3.1)

ﬂ’)’]iJﬂ%’N“U’eNLLU'JL%E]SJLQSEJ (mm) 16.3 16.4 16.5

HAZ Weld area Base metal

27 4.3 T (HT/Temp.) Fouuuy Spray transfer (nszua 150 A 8015

Astvavedwia 13 L/min)

Ref. code: 25595710300038JFN
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4.3 Tasea¥99anIAvaLLLYon
4.3.1 1A39651998N1ATDLNANIUSEU SKD 61 (HT/Temp.)

Feudenszurunsaeleulavevaouimaiuuailse

MNAWA 4.4 (n) uanslassaiganiaveamdnndiaiesdieaudou
SKD 61 anwsnseuneunmsyuuisnulassasisusznoulumenislud (Carbide) nsanauuu
fulassasranaslsn (Ferrite) Midudenn wazanamil 4.4 (1) wandlassadiaganiaves
wdnndiaesiienudou SKD 61 (HT/Temp.) nuidulassadanuwesunsmules (Temper
Martensite) LUUMENUTANINATBUAAEA AT RTINS 600 °C $1uu 2 afa ol
Tnsiisuasluddnunenasilsnszanseglassouuinureanimuleduuiundn (matrix)
Mdulnssadranedlsyt (Ferrite) Tudndruilndiiesiu (Gualco A uwasmniz, 2010) wazlu
AN 4.5 Bus (HT/Temp.) mendsansidousienszuiumsmeloulansvasuimaiuuy
awsd  lassauganiauinauudeniinszua 150A snsnisivavesufia 13 L/min wu
Tassadransmuled (Martensite) waresamuluinnéa (Retained Austenite) A NN
Wasuuasaneeamulud (Austenite) Tuifusndinules (Martensite) Tdnuwaginavuna
Tugjannnsdsuulassaannesawluyt (Austenite) Tidusnfinulesi (Martensite) a7n
nadeuiifidnsuzvesnniuiiesimniiihumngluuinausuideulagansonuldly
Saquszianil (Gualco A, 2008 waw Leshchinskiy LK, 2001) fifiuuilifiosannesamiluy
(Austenite) laianansadsuuvasduansinuled (Martensite) ldnuasgrsanysal Nax191n
nsaufeuilulegnamniinnmsidenlaenulassadianfinuled (Martensite) 3
U3uau 75 % wazlassadneganineeamuluinndns (Retained Austenite) iU3unas 25 %

(TnUsunalaseaianieganinangens Materials Plus)

Ref. code: 25595710300038JFN
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(@)

1000 1)

[

$199an1AvaMAN SKD 61 (GRENIERE!

q

4.4 \ps9as

DI

a Y

SKD 61 dn1nsniau

A A P

F19aniAvenannaAIeionusou

[

9

%

(n) Tased

(

5o SKD 61 (HT/Temp.)

A A

§199an1AvesnannaAsBleu

1A9a35199

)

U

Ref. code: 25595710300038JFN
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Austenite

Martensite

29T 4.5 TUU (HT/Temp.) AM8rda91n1548ou Spray transfer nsziid

150A / 13L/min lasasnsganiaunsinules (Martensite) iasuene 1000 i

432 Tassaaganiavinalanzidon (Weld Metal)
Tassadsganiauinalanzidon (Weld Metal) veandnndiadasiion
o1 SKD 61 (HT/Ternp.) 99na i 4.6 Usaudi 1 nulassassfivszneuludaeeoanuluy
(Austenite) uazanfmulesi (Martensite)  Faiinarnnsfuiivesesduszneuiiunnsaiiu
sevhaavosudsuazmaveamadlusinauundon  fudinszuawazUinaufaunngu
astuflifnadonisiinlassadagmaiaauled  lnenulessadisganiaunsinuled
(Martensite) fiUSunas 75 % wazlasasneganinesanuluianAe (Retained Austenite) &

USunas 25 % (InU5HnalAsaasenneganIangenIs Materials Plus)

Ref. code: 25595710300038JFN
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@/

Austenite

Martensite

NN 4.6 1A5983193801AUTIN Weld area (HT/Temp.)ﬁ 150A,13 L/min

[

ANa9VE18 400 ¥

433 Iﬂi&ﬁ%ﬁ&ﬁ;ﬁﬂ’lﬂU’%Lamiaaﬁia Weld area iU Heat affected zone: HAZ
NANA 4.7 VSN 2 wanslassainsganiausialanevasuivad
(Weld area) fUUSHanlasuNansenuaInanudou (HAZ) vaanannaiaseddisausou
SKD 61 (HT/Temp.) kazilatunsiaglasiasiaganiausnauwuidenssnuiniilaseaing
aeawmulun (Austenite) wazlassasiaunswmulan (Martensite) FanuIAanYULVDBAUATH
& v A a [ o [l 1 . . 1 I3
Ao lassasfifinnisiudiegnsliauna (Non-Equilibrium) vedlavevaauimaigueudly

UShalasunansenuananusou (HAZ) dadululuianmadeidulunsaznszuanisition

Ref. code: 25595710300038JFN



47

NG

Weld area

a7l 4.7 Tassa¥reqanauinnisesse Weld area ffu HAZ (HT/Temp.)

150A,13 L/min n1a9v818 200 111

4.3.4 Tassagamauinaildfunansznuainanuieu (HAZ)

Tassamanmauinaildfunansgnuananuiou (HAZ) 91nnmil 4.8
U3nai 3 wandassaiinganirveandnndiiaiosiieaudeu SKD 61 (HT/Temp.) uaziilo
111195399 tAseasieganianuindlaseasianeslse (Ferite) Iasaastaunsinuled
(Martensite) insuazideaileifisuiuiinauuidonanami 4.6 esannnsliainuiou
pgsmnhinmadeuuaznnfuivestunuiiduluogmntiruiedansluddenn
nszefuuvaiane Taodidnvazveadininsutaznsnszaesnnilenszualunisidon
avtu wandliifuimaresnssualunsdouiinadernufouiliuitunuiliuinuilisy
wansEnUIINANSoU (HAZ) Sanuntannty  esnifinnisdeuudasgamgian
Madlen  dunmanuinndnn fe weslsv (Ferrite) drusnsnislvavesufadanasionns

WaguuUadassaieganiatdesunnilamieuiuiunnsewani ey

Ref. code: 25595710300038JFN
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50m

277 4.8 TAssa¥agamAusIn HAZ (HT/Temp.) 150A,13 L/min fdsvene

400 Wi 1As9as19maslsy (Ferrite) way 1asaasnaunswmules (Martensite) wuu

axLdYn

4.3.5 lassasrgamaviiadanegiu (Base metal)

A 4.9 Uinwd 4 uanslassaiisganiauinnlansgiu (Base
metal) voumdnndnaiasiiesudou SKD 61 (HT/Temp.) LLﬁSLﬁ@ﬁWNWWi’J%@IﬂNﬂ%’N
qamanuhiidnvaglasadianesls (Ferite) Usgnaudie matrix fdulumuesung
wiilad (Tempered Martensite) foyniaansusznaumslusvessinnauunsnilenszano
fislAssads (Gualco A uazamue, 2010) lneieldnspuadeuastuanineufougenszany
dvluffatonuainnisdemanudou  mavdsuulaunasesmannulassadiadiuulng
(Cementite) waziloslsyi (Ferrite) samrudufouundanszanediegin Tneduulng
(Cementite) lAnMSUeNfuazisUs Ao uinenaunufigamgiiaginin 500°C ansaizenle
Judulassans weluvi (Sorbite) Feflant@suanauuds mssuuse waznsdrdveslans

(Atlas of Microstructures of Industrial Alloy;1972) waslumsnedl 4.5 wansnnlasead

Ref. code: 25595710300038JFN
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FaNAUSINAI Waumenseuiunsaeloulanenasuval wuualsd (HT/Temp.) @
wansliiuiadnsinisivaveufiadiadonsildsuntasassaisganiatesunndeiieu

mufunnnszLansYen

\ s

50m

21 4.9 1assa$1aganAuiian Base metal (HT/Temp.) 150A,13 L/min

[

Ad3vene 400 win lassasawaludt (Sorbite)

Ref. code: 25595710300038JFN
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A3197 4.5

NMlATIaTINGaNIAUSIINAINY (TeuAIgnsrUIUNITaIElaulans naauaIuVUAIUTE
(HT/Temp.) M1839&¢) 200 4917

No. Weld metal Weld metal/ HAZ HAZ Base metal

150 A
13 L/min
1.65 KJ/mm

150 A
15 L/min
1.65 KJ/mm

170 A
13 L/min
2.24 KJ/mm

170 A
15 L/min
2.24 KJYmm

Ref. code: 25595710300038JFN
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M51971 4.5 (510)

NMIATIFTINGANIAUSIINAINY LTounIgnTeUIUNI TN 18loulany nasuma I uUUAIUTE
(HT/Temp.) M1839&¢) 200 4917

No. Weld metal Weld metal/ HAZ HAZ Base metal

150 A
13 L/min
2.46 KJ/mm

190 A
15 L/min
246 KJmm

210 A
13 L/min
3.08 KJ/mm

210 A
15 L/min
3.08 KJ/mm

Ref. code: 25595710300038JFN
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436 lassaiaganiavenannaInay SKD 61 (HT/Temp.)

\Wousenszuaunsmeleulansasumaliuuiad
WiAnn&may SKD 61 (HT/Temp.) WWeusienszuiunisaeloulans
wuuWad 99wl 4.10 - 4.12 Ui 1 uandasiaieganiauiinm Weld area finszud
150A, 170A uaz 190 A auddu (Anszua 210A laiasnsavinisidesldiidesainnssua
oufiguiuluvasuazaienzqiununndey) wazdoinnasaglassairsganianuiig
Tassa¥ooamuluyi (Austenite) Tassairandinules (Martensite) dnwaignauiiinanns
WaguuUasaneoamulusi (Austenite) wazeaawuluyinndne (Retained Austenite) lu
Busnsmuled (Martensite) Aifidnuazinaruialug lnsaunsanvldlufaguszani
(Gualco A, 2008 ay Leshchinskiy L.K, 2001) dlofsuiulasadidluusnanieatuain
nsteleulavgnasmmaluvuausd  wuindenszuadongetudmairliAnnis
WasuuUaaslaanilesls (Ferite) Wifueeamulusi (Austenite) Téunniudsualsian
Tassasefiduandinuled (Martensite) vunalngdnisduidududounan  Taganamd
4.10 wulpssaiaganimunsmulen (Martensite) USH104 90 % waglaseainganineoany
1uvt (Austenite) fU31na1 10 % ana il 4.1 wulassaireganasdnuled (Martensite)
fUsunn 95 % warlassaiisganinooamuluyi (Austenite) SUSuna 5 % 91nn WAl 4.12
wilassarsganimnsivules (Martensite) Afinsdusfudufourunnlvg@winsiunszua
fiifnsnszaesannni dsiivdina 90 % uazlassaiiaganineeanulus (Austenite) 3

U3 10 % (TnUsunaulaseainanieganiaangevivls Materials Plus)

Ref. code: 25595710300038JFN
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Martensite

27 4.10 lA59a3199an1AUTII Weld area (HT/Temp.)

150A,13 L/min fifdawene 1000 i

Ref. code: 25595710300038JFN
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ami 4.11 Taseaaganiauina Weld area (HT/Temp.)

170A,13 L/min fifn&awene 1000 i

B -

fenafte Austeniti\
-

M7 4.12 lA59a3199an1AUTII Weld area (HT/Temp.)

190A,13 L/min fifdawens 1000 i

Ref. code: 25595710300038JFN
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4.3.7 lasaiaganinsegsia Weld area fuUSHI Heat Affected Zone: HAZ
lassadeganiausians Weld area iU HAZ nswud 150A, 170A uag

190A Woudenszuiunisaeleulavenaeumaiuuuiad 310 nd 4.13 uSnd 2 2eq
wanndnsesiiosuiou SKD 61 (HT/Temp.) iilothuinsiaglassainaganinznuing
Tassassovamulus (Austenite) uazlpssasrsunsimules (Martensite) azilanuazvadinu
1as% (Dendrite) Ao Tasaa¥eiiinnisidusegisliauna (Non-Equilibrium) voslans
vasumaguesudduuinumlifunanseyuananudeu (HAZ) Fadululufirmadefiuly

LAATNITELANITHUOU

100pm

ATl 4.13 1A59a3193801A Weld area fiu HAZ 190A,13 L/min findavene

200 ¥IN

Ref. code: 25595710300038JFN
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4.3.8 lAseainegania Heat Affected Zone: HAZ
1NN 4.14 Ui 3 uanslassaiieganiauing HAZ nsvua
150A, 170A uaz 190A Snsinshnavesuiia 13 L/min Weoudenszuiunsersleulany
MaeUMAUURAE Wilnnda3esiieudeu SKD 61 (HT/Temp.) LLazLﬁ'aﬁwmmwa
Tnseadradsznevdeidoiunse matrix dvafudwulasnssnanivinssaeiuuity

Tasaasnaunsmulen (Martensite and Globular Cementite) Inefidnwazlasiasialnataes

milunnnszuaioy

27l 4.14 Tasea¥a9an1AuTiang HAZ (HT/Temp.) 190A,13 L/min

[

ANA9V818 400 1IN

4.3.9 1A359a37199001AUSLIM Base metal
lassasnaganiauiian Base metal wiagnszuavaunannaAsodle

31U38U SKD 61 (HT/Temp.) 9InaWd 4.15 USi 4 1ieiunsiaglasainganiaag

Ref. code: 25595710300038JFN
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wulasaadransinuled uas v3alead (Martensiteand Troosite) aglassouria 3 nszua
Tnswasednuariindrendatulasedanuofundinules (Tempered Martensite) Saiiin
nswasuutasainesamulusi (Austenite) utfunsalad (Troosite) TnstAnainnsld
ﬁ%ﬂﬁ’lﬂﬁi‘é’fﬁﬁﬁm"ﬂumiﬁv (Atlas of Microstructures of Industrial Alloy;1972)  uazlu
A131991 4.6 wansnnlassaiieganiauiianmigg Weusenszuiunsaneloulans

avUaILUUNad (HT/Temp.)

ATl 4.15 1A5985199801AUSLI Base metal (HT/Temp.) 190A,13 L/min

[

ANA9818 400 1IN

Ref. code: 25595710300038JFN
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AN5199 4.6

N1mlATIaT199801AVTLINAINY (TounIenTeUINnITI8laulare aoual uuUiad
(HT/Temp.) M1&a9ve7¢ 200 1917

o
8
bt
@
3
3
It
o
b
2
3
=
2
e

; | :

s| ¢ %a | g fa | 2 1g

CEE S 2 8 g

Ref. code: 25595710300038JFN



59

4.3.10 lassasganirveananauiou SKD 61 usim Weld area
\Foushenszuiumsieleulansnasuvaiiuualsd
diarSeudiousta 3 anmgniseugumn
NN 4.16-4.18 Ui Tuanslasaaiieganiauiig Weld area

s 3 amasmiausqwmmﬁﬂﬂé’%ﬂ%"aaﬁmm%u SKD 61 A NHT, HT wag HT/Temp.
dlethinnnaglassaiisganiasznuinilassafraunfinuleduazesanuluiands
(Martensite and Retained Austenite) uaglasidouansluddnuaznaunaunszaios
(Gualco A wazame, 2010) E)QI@Si@U%QﬁﬁﬂwmﬂﬂﬁLaUﬂﬁuﬁ’jﬂ 3 @N19EN1TOUYY N
AW 4.16 (NHT) wulassadraganiaunsimuleduazesainuluyiandn (Martensite and
Retained Austenite) U310 95 % uazlasaasteganiamaslsn (Ferrite) HU3una ¢ %
Al 4.17 (HT) wulassairsganimsndimuleduazesamuluyiandn (Martensite and
Retained Austenite) 1U3u10 98% wazlassainaganiamaslsl (Ferrite) HUsunas 2 % 210
AWl 4.18 (HT/Temp.) wulassaiisqanmamnsmulsduazesamulusinndia (Martensite
and Retained Austenite) iinn1snszatedinedlasiainsqaneaifdnuarandenuintusing
fuwman (HT) Inelassadieganiannsmuleduazesamuluinnng (Martensite  and
Retained Austenite) fUsu10 98 % wazlassadieganianeslsv (Ferrite) HUSunas 2 %

(TnUsunalaseaianieganiaangends Materials Plus)

Ref. code: 25595710300038JFN
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B L e

27 4.16 1Aseaiegan1nusiins Weld area widn (NHT)

[

ANA9UE18 1000 LN

-----

5} WP ’ r \ y a
n. 0

“' L >é 3 - . ‘. -~ ¢ I\ .,

il : n - >3 35

[

29 4.17 Tp5ea3199a01Usand Weld area widn (HT) Masweny 1000 win

Ref. code: 25595710300038JFN
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-

Al 4.18 Taseaaganinuina Weld area widin (HT/Temp.)

1Y

AN89V818 1000 1911

4.3.11 1A59a3199801A Weld area iU Heat Affected Zone : HAZ

1A5985199801AUSLIUTRYABVBIUTIIM Weld  area iU HAZ ¥89
wianndnaseadioanuiou SKD 61 (HT/Temp.) 91nA1n#l 4.19-4.21 USad? 2 wleyan
A3299IATIETIaNIANUITENwarNSEufIveesneNed T ddn v vaaulasv

A % A a [ o 1 1 e by 1 I3
Ao lassaeiianisilusnegaldauna (Non-Equilibrium) vedlansvasuivaigueudaly
Uinailasuransznuanauieu (HAZ) saduldluiamadeduluusazaniiznmssugy
< ~ Y A g a s h i ~ = & o Ay =
wiinuazillassaiaiilugnaiawmules (Eutectic Dendrite) LHaNdinTsiufngINInes

JulUludiemafenduluwiazaniznisougu

Ref. code: 25595710300038JFN



62

v N ST
a\i’mﬁ grga s ,.//V, 3 =
i 4.19 laseainegania Weld metal fiu HAZwian (NHT) Adsveny

200 Win

S

Weld area

il 4.20 Tnssa¥regana Weld metal fiu HAZWEN (HT) fdswene
200 Wi

Ref. code: 25595710300038JFN
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Weld area

il 4.21 Tassa¥regania Weld metal fu HAZwN (HT/Temp.) fdsens

200 N

4.3.12 159857998017 Heat Affected Zone: HAZ
Tnssa¥isganmauina HAZ veumdnndiaiesilonudau SKD 61
(HT/Temp.) Weughenszuiunisareloulanenasumvaiuuuass namd 4.22-4.24
Una 3 Wethumnaglassairsannasnulassairanesls (ferite) Tnssadramndiny
lgduazeaamuluvinnAig (Martensite and Retained Austenite) wazinszangfuuy

ssianeagyiie 3 @an1znseUYy

Ref. code: 25595710300038JFN
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50m

[

Al 4.22 Taseaaganauina HAZ widn (NHT) fdavene 400 i

M9 4.23 1p59a3199801Usn HAZ widn (HT) Adsuene 400 i

Ref. code: 25595710300038JFN
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2W77 4.24 1a59a319990AUTIIN HAZ Widn (HT/Temp.) fdsvens 400 win

4.3.13 lassadsganinvasmansiuiou SKD 61 Uk Base Metal

MNAMA 4.25-4.27 Va4 aznulassaieganaudazaniznsey
gurBsvANndLAsesilanuieu SKD 61 (HT/Temp.) iidnuazlassai1auseneusng matrix
At tempered martensite fidnuaizvenuadeITunsrBaYeyIAMTUTENBUANS
luémaﬂﬁﬁﬁ;wamLmiﬂﬁﬂﬂizmaﬁ"aﬁgﬂmm%ﬁﬂ (Gualco A wazmmy, 2010) laewndn
(HT/Temp.) axildnuazadiefunssuiuniseuratsanuaienlituidomdn  Fedemald
dawdniAeusingmsaifiFenimafiuauudemfegf (Secondary hardening) danalst
wanAneuuiigatuszritaniseunatsamaien intulamsinlungumndnnd,
\r3esile (Tool Steel) uazmdnndmangs \Wunanmsdsuudasnlasaiiaganines
awnuluvt (Austenite) T dunnsimulad (Martensite) ldauysalvinliAnnsnszateiives
1As9a519 (Atlas of Microstructures of Industrial Alloy;1972) LLaﬂumﬁ’]\‘iﬁ 4.7 Lang
dnwarlassaiiiganauinusieg Wenmenszuiunsmeleulanevasuival uuuallse
(HT/Temp.)

Ref. code: 25595710300038JFN
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@

50m

M9 4.25 1p39a5199801AUSI0 Base Metal widn (NHT) fasene

400 N

M7 4.26 1p39a3199001AUSI0 Base Metal wian (HT) faseny 400 win

Ref. code: 25595710300038JFN
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2l 4.27 Tpssadnsganiauiian Base Metal wian (HT/Temp.) Mdsweny

400 N

Ref. code: 25595710300038JFN
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(51']5']\‘1‘17% a.7

NMIATIFTINGANIAUSIINAINY LTounIgnTeUIUNI TN 18loulany nasuma I uUUAIUTE
=~ = & I3 o 1
WIPUTIEUNI3 dN1I8NITOUTUMAN 7189878 200 117

|
g
:
3
;
3
d
L
g
g
.
:
E - 0 am
* ¢ § r §
I ! il
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4.4 M5Aszvnaemaila X-Ray Diffraction

NN 4.28-6.29 M iATIEsiemaiia XRD nulugisusnanulien
finszua 150A uaz 210A Wousesnszuiunisensleulanswasuimaiwuuassiauiun
AunuILUuYeslassadrausinulas (Martensite) innninlasadrsooainuluy
(Austenite) Tagn15EUNRIINBDAYDINTINIBIE 2 NSELALLNISITBULAYINNNSITIBURY

1NA351UVBY The International Centre for Diffraction Data (ICDD) IagnnsiAnlassadiei

a 4

Wuanfinuled (Martensite) aziindiyn 20 Usganuil 44.183 uaylassadrseeaimuluy
(Austenite) %Lﬁmﬁ'yu 20 Uszanail 43.279 (INAANLIN A) FIINTATIIAOUUTIMLN
Feouuazudnailddunansenuainaufou HAZ tAnUsingnisainalnnisnszanenis
WasuwasUSinaanudeuazaninlasiadanseanuluiludumnsmuled  demaviali

ANMULTLANTULAETAILADAARDITUNITIATIZRAMULTIN NS INTHTOU

XRD U519 weld metal

<17

AT 4.28 NTHATIEIPEWALA XRD

XRD 13190 HAZ

Ref. code: 25595710300038JFN
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m Mariensite Austenite

210A HAZ

210 A, Weld metal

Relative intensity

20

M7 4.29 Fnsvadeau XRD (Spray Transfer) U3iaas Weld area fuu3ian

HAZ nszid 150A tae 210A

9NN 4.30 N1THATIERREIMATA XRD 1@eudlenszurunsensleu
TanenauUaILUUNAdNUINUYIeUSI Weld area fUSunauvaslassasialasaasiauns
wulen (Martensite) laseasnansiua (Carbide) laseas1seaaiaulusi (Austenite) 31015
WigUAULINI§IUYDY The International Centre for Diffraction Data (ICDD) lnenisiin
Tassadrsiidunasimulas (Martensite) astindiyy 20 Ussanad 44.183 uazlaseadis

9

soawului (Austenite) aziindigu 20 Uszanan 43.279 (naenwan a) Taefiusuiu

Ref. code: 25595710300038JFN
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Tassasraunsmuled (Martensite) 1udiuunn wazilaseadisesanulusl (Austenite) mn

nanagidntes laevie 3 d@n1ieniseuguniaauiauaviuialassadisnsinuled

(Martensite)

Relative intensity

O Martensite
Moustenite

30 40 m 50 60 70 80 80
<T
=
[ .
I d I L I T T T I T I T |
30 40 50 60 70 80 80
<C
=
o
I T T T T L T J I T I ! J
30 40 50 80 70 80 80

20
A9 4.30 ANISNedaU XRD  weduUshIad Weld  area nnsaneleulany

NavUaILUUNAE

INAING 4.31 ANFIATILAMENATA XRD LUSHUAUNAALLANAT UG

azan1gn1seugunsaelaulavenasuvatuualsd wudilugisuiiin Weld area

Usunauwealaseasnalaseastaunsinulas (Martensite) lassasiaenamulu (Austenite)

Ref. code: 25595710300038JFN
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laseadreanslud(Carbide) 31nN15BUAUNINIFIUVES The International Centre for
Diffraction Data (ICDD) lagnnsiAalassairsiifumsinuled (Martensite) agiAndiyy 20
Uszanuil 44.183 waglassadsseawnulusi (Austenite) axiinfiya 20 Uszanmil 43.279
@1naanuIn ) lnedsunalassadiaunsmuled (Martensite) {udiuannuaziivsun
Tnssairseoainuluvi(Austenite) waglassairsanslud (Carbide) nsza1efaog Feazdinasio
AAnuuTeves Weld area fio AUTINameslassaiansinulest (Martensite) aganndaaz
yilanauudenes Weld area wlsuntu uidiiviuinvesiassadrsoomauluy
(Austenite) agunndsazyiilyienanuudswes Weld area anaiilesannlassairsesatnuluy

(Austenite) ALLNAANTUANUATENUTU

O [ Martensite
Austenite

Non-heat treatment

Relative intensity
Quenched

Quenched& Tempered

20
N7 4.31 AINIaaeu XRD Y8aUsLI Weld area @n13gn15ouyusinge fiu

Ref. code: 25595710300038JFN



4.5 MINATRAIAMULTIN18UREIRINN5L TN

4.5.1 Tunsneasadisumenssuiunisaelaularewuvalsed

3

INATNA 4.32 WEAIRILUUIYRINITAATAAIAIINLTIT 991N T

WS UiguAIANNLTIINATNT 4.33 WUT

U3
U3nauudey Aauudaade
AFeLd 150A 402 HV
AFed 170A 403 HV
ATed 190A 517 HV
ATeLd 210A 523 HV
Uinafilasunansznuananudou
Uinaildsunanssnuainanudeu Anauudaady
ALkd 150A 209 HV
AFLkd 170A 208 HV
AFELd 190A 222 HV
AFedE 210A 232 HV
Whaniienu
Uhanionu Apnuudauade
AFekd 150A 342 HV
AL 170A 344 HV
AFLd 190A 346 HV
AL 210A 347 HV

INNANITNAADINUINTUTNUTIUMUITEN el YoUNNTEUAZIUY Heat

Input  Wndwailiauseuanmslsulangnelminlasiaisasaulssanunsmulaa

Ref. code: 25595710300038JFN
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warlasdloumslus (Gualco A wavans, 2010) Aileilusndinules (Martensite) figanesa
Linunarnnsildsunlaimisaiudeuainnisifouinnisildsunlasassamnuluy
(Austenite) Tillusnfinules (Martensite) Bsilnaaenndosiulassainaganiauazsanis
asrzRgaemaia XRD 39 ldArAuudiusnnuuiouiidianuudafivanniy
desnuinaunideumulasaiaganianimules (Martensite) waluajnszatslaei
Soilvtmeuudafumnniusnadilddunansenuananudeu HAZ wazluusnanie
osu (Base Metal)

Unadilesunanssnuananudeu eswnnslimnudoustiesing
Tnnsidennasmsiuinvestunuiiiiuluedssangs nuiillassadraneslsy (Ferrte)
Tnssadraundinules (Martensite) tnsuazidennszaresnnuvainaue Tnofidnvarvoansy
LLazmﬁﬂizmaéhmﬂLﬁammmL%augﬂsﬁudqma"lﬁﬂ'wmmwﬁqaﬂaﬂﬂdw'%nml,l,ml,%au

Usaniieau Lﬁ@sﬁﬂi%LLaL%@SJQQ%U%SLﬁﬂﬂﬁﬂ%@ﬁ@ﬂﬂi%ﬁ]’mﬁﬂlﬂEQJJQLﬁ,’e]
NUAINNIEIEmAIINSeY  Ran1sidAsuwdasrareundnnulaseadrediuulng
(Cementite) wagilaslst (Fenite) aumfudueuninszanefegimuazimandefunsiny

1o (Tempered Martensite) Inedianadeanuudsiiindifsadiulunnnssua

bmm 5

= o 1 <
NINY 4.32 ALRUIVDINITNAAITU LU

Ref. code: 25595710300038JFN



Haradness (HV)

el 150 A 13 L/min

—=— 150 A 15 L/min

eeoaee 170A 13 L/min

= 170A 15 L/min

_____ 190 A 13 L/min

——m—> 190 A 15 L/min

==¥==210A 13 L/min

210 A 15 L/min

<—
<

v

»d
P

Weld Metal HAZ Base Metal

1 203 ANEESEE 6 74 S8 0 0™ 118 128 130148 15%NBE 17

Distance from weld center (mm)

e Skd 61

75

279} 4.33 ATUSeUEUAIAINLLTINDULAENAUTRUMENTEUIUNITa8 oY

lavighuvallse

4.5.2 Wsumenszuiunsanelaulanerasumiainuunad

AINNINT 4.34 N1TLUSIUTIUAIAINULTINUTN

U3
U3 Aauudaade
n3gle 150A 386 HV
AT 170A 399 HV
ATTLA 190A 401 HV

USNUN RS UNANTENUIINAMUS DU

Uinafildsunanssnuainanudeu AAuLduade
AFekd 150A 248 HV
AL 170A 250 HV
AFLd 190A 254 HV

Ref. code: 25595710300038JFN
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Whauilenu
UShanieau Aauudaaie
ATeLke 150A 270 HV
ATgLke 170A 275 HV
AL 190A 277 HV

nnslugrsudnanudoudinuudwesnisidounuiusarn sz ua
AruLisazuanmatusenluannisaisleulavenasumaiuuuaiuss finszud 190A den
ANnuudagegn 401 HV waznsieleulangyaeuivalnuuiadfingzua 150A azdiAraaa
wladoran 386HV Wunaanmsiilassadsesanuluyt (Austenite) nssasrandinulad
(Martensite) Snwaznauinainnisilasunlasainesamuluyi (Austenite) Tuiduunsmu
o6 (Martensite) danweauginauunlngan Imammaawu%’ﬂui’aqﬂismmﬁ (Gualco A,
2008 ag Leshchinskiy L.K, 2001) %aﬁmaaamﬁ”aqﬁuimaa%ﬁamaqamﬂLLazmams
Tas1zssaomaia XRD Fwilinszua 190A Sanuuduinninfinszua 150A 99073
naaoudonfingzua 210 A ldamsavinmsdenlsidosannszuaidougaiuluauyiili

FUNUNANTVRBLAYANEN]

UinaiildSunansenuannanueuiidnvarvennsulvguasnenuain
nsfinssuaiengeiuinalindsnumndoudngiunumnniy dwalfemuudosnad
I§sunansEnuanALSeuananI U naLU s ey Taswadalsznausiaie
Nunde matrix  dvdudwuladnsinanduansrateduuiulaseadisnmules
(Martensite and Globular Cementite) fioyniatassIarauLnInEInszBTTslATIAs

(Gualco A wazAny, 2010) leeilanwaglassaialnaifssiulunnnssuaion

USnaileau Weldnszuawengeluasiinanuiouganseatvddluduile
NuaNMsemeNnuseu nulassaiaunsinuled uay n3aled (Martensiteand Troosite)

aglausouna 3 nszua lnedAwdennuudilndifesiulunnnssua

Ref. code: 25595710300038JFN
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450
—+—SKD 61
400 : —=— 150A
350 - 170A
190A
300
- ) v o =~ =
2 250
> .
~ 200
(7]
(7]
2 150
°
©
T 100
< N
N 7 7
50 Weld Metal HAZ Base Metal
0
012 3 456 7 8 9 1011 12 13 14 15 16 17 18 19 20
Distance From Weld Center ( mm)
AT 4.34 AAnULdanaukaznddaumeanisasloulaneviasuivad
wWUUNaE
4.5.3 Wwaumenssviunisansleulanerasuiralwuvasoiiaiusauiiaulu
WARZENIZNITRUYUY
NN 4.35 NS HUTBUAINIINAMULTINDUNI S DUNTZUIUNIT
AUYUANANY

ﬁﬂ']'J%fﬂi’EJU‘q‘U ?’hﬂ’J’INLL‘ﬁQLQa‘S
(NHT) 219 HV
(HT) 277 HV
(HT/Temp.) 268 HV

Ref. code: 25595710300038JFN
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U3
GHEPEREPRITGT Aanundaaie
(NHT) 390 HV
(HT) 386 HV
(HT/Temp.) 384 HV
Uinaiildsunansenuainauseu
AN1IEN1T8UYY AAuLdade
(NHT) 192 HV
(HT) 233 HV
(HT/Temp.) 219 HV
Whauilenu
AN1ENTBUYY Apnuudaade
(NHT) 222 HV
(HT) 281 HV
(HT/Temp.) 266 HV

ARTYAINULATEA

= ' < a
AINANTANTINANTNADDINUINLUAN SKD 61 IUﬂﬂ’]'JgV]N’]‘Uﬂig‘U'J‘Uﬂ’]i

1NN ITUAINA LN AANUATE AN

yuudsuazauamemuiaioamnzaniudnvaznsdenlilunszuiunisdon GMAW s1n
fign 1osnidnvazveasinnsulassaiansmulesd (Martensite) iudnuagnaslyajuas
nsnszaefvedlassairandimuled (Martensite)  siinadenndosiulassadiaimnigane
LAZHANITHATITRMIENATA XRD TaetdunauIaInnenasaInnIsyuRlenaniininiseu
inlilassasiaganineeanulum (Austenite) wazopainuluvinndig

(Retained Auutenite) Harluniswasusiluiduunsinulasd (Martensite) Allanuaziden

Ref. code: 25595710300038JFN
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USNUNLASUNANTENUINNAINSOU T NBULUDWNTULAENITNTLANLFN
1 Vo1 [ 1 a a 1% I3 . % 4
LNNAINALAANANULINANAINITUIULULITBN NUlASIAS 1N BsEsY (ferrite) TAS9a519uns
wulganazaaamuluinnaie (Martensite and Retained Austenite) hagiinssane@mwuy
ashilaneagyiie 3 @an1znnseuYy
UShaniinay Hannusaunszatedduduinanuainnisanemainuseou
Inefidnwarlaseastausenaunie matrix @dudu tempered martensite fdnwagnenu
ARBLTINNTEEBEIOUNAATUTZNOUATS LUATDITANALUNINEINTE 1891 119lATIa4

Fausnaulenuusazannzniseugureumaniiailndldesiuaianuudinounisilioy

450
non-Heat

400 Treatment

350 —— Quenching

300

250

Quenching and

200 Tempering

Hardness (HV)

150

100

50 ( ——— ¢

Weld Metal HAZ Base Metal

0 THR2L WSFCRINNc. 6L & 8™ 9 10 TIE 127133 ([4msl'S  J6MR17=188 195420

Distance From Weld Center (mm)

N = =~ ! 2 ol 9 =
NINY 4.35 ASLUSYUNYUAIANULIINDULAZNYNEINISLYDUANIY

NSOUYUANE

4.6 NMsAATIERAUSIFInEINNISTau

MNNMSIATBITUNULLATT 4.36 WUIIARNTIIATiUSnaldSunansEny
TnAuseu (HAZ) saiiiiesannusnadilésunansenuainainudou (HAZ) axiislaseadna
vedlavefidnsudsuulawennsulngwasnenuiwiliaunsasunsdunsiagaléuinndn
ULy U E s udunaldnnnavesn smeeua ULl sius i lasy

NANTENUINAUSOU (HAZ) 23iiAuudtiosnInusS L daukaz usainudeiing
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donnansiulassadnanisganiauaznanIsnageuauLdsdNalitileduswnnssyinasvinlu

USdsnaniazianstasiaunsensualuian

Weld metal HAZ

=~ Y ~ v ! =~ ¢
ANV 4.36 NTVIAVDITUIUNAFDULLIINIAYNTEUIUNITOSLBDULUUALUTE

4.6.1 namsedeUANNLTsRwesesdeioudenssuumsdelon

TaviznasualuuaLUe

HANISNAROUATLIIFINUIIAI A NG IUNI UL ST anoudeuiiAnAy
FunuLsIIgeaneg 60.6 kN/mm” wazAinnuiunIuLssRandadiendinszua 150A i
AIAINFUMLULSSReLRAEE9ER 4.0 kKN/mm” nszua 170A fiAimnuiuniulsfaade
gegn 44.7 kKN/mm” n3zua 190A ﬁmm'méhumumﬁaLa?{aqqqm 25.9 kN/mm” uay
n3ua210A fAnAnudunIuLsIARdegegn 25.7 kN/mm® Geuinfinssua 170A T
AUSIRIgean uazTinszua 210 A aglviAussdeian  aanms1eil 4.8 uaznwil 4.37 Jadl
AdenAdasfunIINadeuALLTITinszug 170A Uinafildunansenuainanuiou
(HAZ) fleanuudamninnszuaduisdamalsinussiiogean

Tudhuaranuuiusanamendainnsieudunaiiiownaindnuos
vaalassasnaganianuIdilasasianeslsy (Ferrite) lassasraunsinules (Martensite)
nsuazBennIUInaMLLdey ewinnaresnsdenlininudoussnssiniarnisiuy
fvetunuiiiullegng TneiaN YU LN TUTUIA TR LAZNTNTZAURILINEINE
Tdamlanwasdauudaiosnnirdmalidmumienioty  wandidiuiwavonssua
Tumsideuiinaseninudeudilduiducy e lhanlasiadranudesundmules
(Tempered Martensite) 31nA5iusn  @wsnsinsiviavesiia 13, 15L/min dawanonns

WaguwladlassasiiganiadesundloWieuiuiunnnssuanisdounazsnsinisiravesuiia
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AIAIIULTI IR IENTEUIUNISIElaula e iaaua I UUaLUTE

81

AszLA (A) AR LTI (KN/mm’) 158987 (%)
150 44.0 4.56
170 aa.7 4.58
190 25.9 4.51
210 257 a.76
70
60 o N e = SKD 61
// = = = = 150A, 13 L/min
50 / e+ 150A,15 L/min
NE % Pt == « == 170A,13 L/mi
E 40 / a2 3 o
é / ,/ ,,,’ 7 —— =170A,15L/min
% 30 Il 7/ PAAN: 190A, 13 L/min
fudt y 4
n = / = %—\ 190, 15 L/min
7 75 \
7 N 210A, 13 L/min
210A,15 L/min
0 2 4 6 8 10

Strain (&)

209 4.37 ANMNENNUSAUAUNIULTSRINTEUILNSa8loulans naauiad

wuvaLUse
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4.6.2 nan1sneEeUANLLT IS IRIveTesRefidoussnsyuiunsenesloulans
RADULARIUUNAH
HANISNAGDUATLSIAINUIIAIAII LG UM USSP IR U auTA1AY
FunuLSIPIgIanagil 60.6 kN/mm’ wagAmnumunuLssimdadeniinisaisleulans
VADILAILUUNAAT 150A SA1ANMUNIULSIRa 24.8 kKN/mm® 71 170A Je1au
FAIUNIULTIF925.2 KN/mm® § 190A SAraaudumiunseis 25.8 kN/mm® danuindi
nszua 190A TALsafegean 25.8 kN/mm uagdl 150 A aglvdussisingnd 24.8
KN/mm’ 91nansaavestunulutisusnailéunansenuainaudeu (HAZ) danmnd
4.38

209 4.38 NNSVIAVBITUITUNAGDULTIAIAIBNSLT UL UUNAE

\osannnisdannainlassairsganinaznuiniilaseairseaamulus
(Austenite) wazanfinulayi (Martensite) fifdawalngidusimilusiaznszuanisidon 910
nsfifinseneloulansmasumanuuiadinavlmiaussansnmlumsduielans ldunn
danaviliiAnnsvaeuazanetsaUsaITITIaNTELAgIAAIAITUTN (Heat input) Aas
1NN Wa9INMTELARUIIINGAYIAAEIIRTIUTRANANTENUAINANNTBY (HAZ) iR
Tnssaswedlavefiinsdsuwaswennsulngwarnenuiwilanaunsosuusdunisag
Iennindusuauundeuasuinaienudunsldnnavesnismadeuninuudsi
UEhndildsunansenuainanudeu (HAZ) agdanuudedosninudnawuidonuazudim

WIDITUIINANGI 4.9 LaznAINWA 4.39
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AR IUUTIUTIFIN 1N TEUIUN T o UIAYE A DUIA I UUNAT
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AseLa (A) ALTIAT (KN/mm?) A5ERF (%)
150 24.84 3.23
170 25.15 3.28
190 25.80 3.38
50
seessss SKD 61
45 — .= 150A
40 ] . —— —170A
— 190 A
35
E 39
E
g 2 S
[7)] o LN ~
3 20 T RN \\
a :o /. // N\ -
15 ol
37 /
10 KXY
5 s
-.. &
0
0 2 4 5 8 10

Strain (€)
AT 4.39 ANUAUNUSAINUAIUNIULTIAINTZUIUNSaNelaulaneiaauman

wWUUNAE

< = oA 1% |
4.6.3 Naﬂ’liﬂﬁaa‘Uﬂ’J’mLL“UQLLSQGNGU’E]QS%JEJG]E)‘VlL%@Nﬂ?ﬂﬂizv’mmimﬂi@u

Tangnaoi eIk UUAEMBANIZNTOUYUMANA19Y (1
1NN15VIAVDITUUTUNINGA 4.40 WUINAANITVIATNUSIULASU

NANTZNUANNAUSOU (HAZ) MadlTodnUsSUnlASUNaNIEnuaINAINsou (HAZ)azAn
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Tnssadsvedansfiinadsunamennsulvgwasenuiainliaunsofuusdunistas
TFunniniusnauideutarusnanisnudunaldannavesnisnadeuaund i
Usnaildsunansenuatnamnudeu (HAZ) asinnuudsiosniiusnanuidouwasuing
Lﬁamu%qﬁwaaamﬂé’aqﬁ'uimqa%?mmqa;amﬂLLazmaﬂ’]smaaUﬂ'nuLL%a 91neN51991 4.10
WaTA N 4.41 - 4.42 BAAINANITNIAABUAIANULTILTIFINUIIAIALEIUNIULT IR NS S
Foumdniiliiunszuiunmseuguiidinnuiuniunsiiaeds 68.1 kN/mm” wandisu
ﬂszmumisquLLsﬁqﬁmmmé]’mmuLLﬁqﬁaLaﬁEJ 71.0 kN/mm’ LLasmﬁﬂﬁmumzmumiﬁu
LS azeuAmEALLASERTIANANNAIUIULSIFLads 69.2 KN/mm® Sanuinuandiniu
nszvrumsyuLddliAussiegean uazmandluiiunszuiunseuyualiauseiseagn
Fanuiis 3 ane narudunuussAwdudeuadlndifosiu 91nn1sAilasadng
gan1AturNUIIMnTEnUseu  (HAZ) Sdnvazvoudainsuveddassasiansiuled
(Martensite) inszanemivedlassas1aunnsdswalid@l URn19nan LA LA UNILLSIReaan
awshunszuIunseugueanSeundeliifniuduliuaseninlndidesiuste 3 ane Toe
Mendsanmsidounaslianudeundiannsiien (Post weld) Fsdsmawiioufuinniseu
AANEAULASER (Tempering) YiblAssas1ganneaamulun (Austenite) uazoaanuluy
ANAA9 (Retained Auutenite) Saailunisnesudrlu@uundimuled (Martensite) fiflaanu

asldynuNdITUAINA IANAANULATEN

3
A 4.40 N1SVIAVDITUNUNAADULITIAMIEATZTUIUNTAYLTDULUUEALUTE
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M15797 4.10

AR TITITIEFNTIZNITOUTUMANGN 11

1 o 1 = 2 =l U
amazmaau*qumﬁﬂmm AU ALLTIA (KN/mm’) 38957 (%)
Non-Heat Treatment 68.1 4.28
Quenched 71.0 4.18
Quenched and 69.2 4.41
Tempered
140 -
120 -
~ 100 -
S
£ g -
2
= mSKD 61
a9 60 -
£ ¥ Welded
@ a0
20 -
O .
Non-Heat Quenched Quenched and
Treatment Tempered

2 4.41 WIBUTEUALIIAMANTIIENITEUYUAINS (U
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50 ]
| — Non-Heat Treatment
as ] .
= Quenching

a0 -

I — Quenching and Tempering

a5 [ | = = == Non-Heat Treatment (Before)
| T T T 1 T e T T T e e T e e Quenching (Before)

30

| - = = == Quenching and Tempering (Before)

25

20 -

Stress(kN/mm” )

15 |

10 -

Strain (€)
AT 4.42 A1ANUAIUNIULIIAINDULAZAIINASauTuaN e

NSOUYUAY

4.7 NM5IATITHNTNATOULTINTZUNA

DI 4.43 FUNUNAFDULIINTLENNTOYUINNANILUILY DL

PINHINTZTU ASTM A370

4.7.1 An1sgadundsauvessesseiidendionszuiunisaneloulany
asUaILuUaLse
NANST 411 UATAINT .43 FUINUNARBULSINTTUNNSOBUINNANS
LUATOURINLIATIIU ASTM A370 Waenndl 4.44 LAAIAINIIAGOULTINTEUNNAIE
nszurunsaneloulannasumainuualse  nszuaden 150 A SA1auEIunIuns

ASTENNLREAY 13.9 J, 170 A TAIANNAIUNIULTINTTENNLREY 10.8 J ,190 A fA1AINY

Ref. code: 25595710300038JFN



87

ANUNULTINTEWNNLRAY 8.9 J WAy 210 A UANANUATUNIULSINTEWNNLAAY 8.6 J 181N

lassasieganiaaznuinfidnwuelasasisesamnuluy (Austenite) wasusinuled

YY)

(Martensite) NHUUIATATUFINUIULARLATLRANITLIIDY AINALASUAITUATUN UL

o

AszunnraNTaulanua1nuaIn 150A TUaude 210A
AN 4.11

AINITNAFDULSINTEUNNNIENTEUIUNI T8 U YaDUNA W UVAUSE

ABSORB ENERGY (J)
Current
1 2 3 Average
150 A 13.5 14.4 13.8 13.9
170 A 8.8 12.8 41%0 10.8
190 A 9.4 8.8 8.5 8.9
210 A 8.4 8.7 8.5 8.6
16
14 -
1 —0—150A
) —0—170A
g 10 -
5 —0—190 A
= 8 -
E —e—210A
g
] 4 B
2 .
0
150 A 170 A 190 A 210 A
Current

< [ v 6 1 %
NI 4.44 ANUFUNUTALIINTEUNANIINITNAFBULUU Spray Transfer
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4.7.2 AN159ATUNFIIUYBITREABTIBUMIENTEUIUNTaelaulane
NADULUAMUUNAE
INAITIN 4.12  LaznInil 4.45 UAAIAINITNAZDULTINTEUNNAIEY
nszurunsateloulansnasuaIbuuNad  nIslaioy 150 A JAIAINAIUNIULTS
ASEWNNLRAY 9.20 J, 170 A LANAMUAIUNIULSINTEENAREAY 10.93 J way 190 A JA1AY
4 QI ¥ U a o b %
AUNULIINTEUNNLAAY 13.87 J Imamﬂimaaiwﬁgammzwmmaﬂwmﬂﬂ’Naiw RRLIYA!
lui (Austenite) uazansimulas (Martensite) Adaualugdudiiulundaznszianisiou
aa i = o ¢ = o § ¥ a a a
91nnsndinisansloulaneasuiialveInIswonwuuNad  Inavinlminuszansninlung
winsilelanglaunnyiliinnisvasuasalvegeauuiinya9nsegeaamalisunusiunu
L3N TEUMNUR BT LA UE AUl e TNaARAAABITUNINTINADUTOELANAIUNADIFANTIAY
a

Bilinaseuviindansia (SEM) Nfldnvauzvassesunnuuunay (Dimples) wanslviiuds

ANWAUENITWANTNWUULATIEN
a
AN 4.12

AINITNAFDULSINTEUNNAIENTEUIUNITIE D UIAVEYABUNAMUUNAF

ABSORB ENERGY (J)

Current
1 2 5 Average
150 A 10.40 8.80 8.40 9.20
170 A 8.80 12.80 11.20 10.93
190 A 12.40 16.40 12.80 13.87

Ref. code: 25595710300038JFN
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20 -

18 - —o-150A
16 - —0—170A
14 ——190A

12

Impact Energy (J)
=
o

150 A 170 A 190 A
Current (A )

29 4.45 ANUFURUSATLTINTZUNANIYNSINITNAZOULUU Pulsed Spray

Transfer

473 An1sgadundasnuressesdefiiousnenszuiunisaeleulany

WaeUMaILUUAWTE (@0192N15aUYUNANAI9 i)

91159 4.13 Uagn il 4.46, 4.47 HANITNARBULIINTLUNANUTY
wanfillrunszuInnseuyuildim U uLSINSEUMNRAY 1333 J wAndisiu
nszvauMsyuLda TAeuduynuLsInssunede 14.67 J dndiiiunszuaunisyunds
LAZBUAANEAINLATEA  SlAIAMNAIUNIULSINTEUNALRAE 20 J WUTLmANTKIY
nsrUIuMsYULdaazeuAaBANIATERTLnAn i unTE UIUMsYULTaLaze UAAnE
auaien  Wukaanmsdsuutaslaseaiisganiaundinuled (Martensite) 91nnnsls
mudousasallasadeilnaluarduiiudufouusuannnsyanesiinnuazidennn
JuriliiAnaumisanazaninsngadundsnuldinnniianiazniseugudun lnedna
40nAABANUNIVAEUANLTILAE N1SATIVABUTOBUANGIENEDIYaNTIALBIANATOUTTR
dosnam (SEM) Taganmsnaaeswuimdniiunszuiumsyuudauazeunaisnsiaien

wingaulunsihldanulafnitaniizniseugueuudue) Weswniiaauwdausslunissu
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[
14 v

ussnszunngean wszaniunsilUlflunisidendenusuuifiudi Adatugulavy (Press
Forging Die) Wilfiaisisin (Bending Die) usu Ssazuansinsarnmdniiinunszuaunisyuuds
osanaanuudusdunisfunsansywnnliliunansdsenssinliulifiniidomians
uanvinldlunsaiitlidosnisauandAnisnasnnesldindnildiunszuiunisouyu Tuau

[

Ju udadusulane wanain wh Wudu Wisazldannszuiunsinnu, nal wazelvane

Y
[y

o—

¥
[

paTuRgiUAN YL NUNYIIN S oYY

o
Y

Y191

29 4.46 NISUANTNIEIBNIINARDULTINTZUNALUY Charpy-V

M9797 4.13

AINISNATOUUTINTIUNNYAINTZUIUNITITON GMAW URAZaN1I¢NIToUTY

ABSORB ENERGY (J)

specimen
1 2 3 Average
NHT 10 16 14 13.33
HT 16 16 12 14.67
HT/Temp. 18 20 22 20
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25

20

15

10

Impact Energy (J)

NHT HT HT/Temp.

N 4.47 AURRYLTINTTUNNEAALULARYNITZUIUNITBUYY (Spray Transfer)

4.8 N13ATIHBUIDBUANAIENGRIgaNIIAUBIANAsaulindans1a (SEM)

NG 4.48 MTIATILRTDYLANTNDINAITVAGBULSINTEUNNTOUNEN
SKD 61 Wousenszuiumsaeloulansnasumnaiuuuailss  lumdn NHT wazwdn HT
fidnwazsosunniuss wasmadn HT/Temp. Sanvazvoisosuanuuungy (Dimples) Lang
Thiudsdnvaznisuaninuuumier  dmsudiudivhnisnsiadeu fie seouaninudim
wundenlngmendannnsideunisdedinudoundsainnisidon (Post weld) Sedina
wiloufuiinnsounatenIAIen (Tempering) a1nnnsliauseudradmaliilaseasnsd
Tnguardusiudufeulivannnszatefinnuandenuntuiliiinnumioas

mmsﬂ@msﬁ’uwﬁmulﬁmﬂeiqwalﬁl,ﬁmmmmﬁmLLazLﬁmé’ﬂwmzﬂmmﬂﬁﬂLlfuumﬁm
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SElI  20kV
TME KMUTT

SElI  20kV WD10mm  SS40 SEI  20kV WD10mm  SS40
TME KMUTT TME KMUTT

() (R)

N9 4.48 588uLANVDI919 Weld Metal NHIUNTEUIUNISNAABULIINTELNN

WUU Charpy 914 3 @n13¢ n ) Non-Heat Treatment 9 ) Quenched

A ) Quenched and Tempered 7if1&3wene 3000 Wi

WazaINANT 4.49 N1TIATIZATOULANTNIINAITVAROULTINTEUNNTD
Wian SKD 61 Weusenszuaunisaeleoulansvasuainuunad  wazainnisdanaiiy
WUI19e 3 nSTUE Ao nSEua 150 A, 170 A, 190 A NUANBUTUDITOURANKUUNAY
(Dimples) uanslifuianisuaninuuumien  desainnsiifinnsaneloulangnasinman
geansidennuuiied  SraviliiAsusvansawlunisiudelangldunnyinldAnnsuaoy
azmaasmauugaiﬁummﬂL%auLLasLﬁamuﬁﬁzmmmqq NN 4.49A nszua 190 A 913
ANWULUBITOURANLULNAN (Dimples) WNNIINSTLABLY wanslimRuienisuaninwuy
wilendsdamaliiemaninauudusdulasiaumiondmiudwiinnisnsiedeu fe

JOULANTAUSLIULUILT BN
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F o it ,:4 x5 3
b -~ A
P :

SEl  20kV WD12mm  SS40
TME KMUTT

SEl  20kV WD12mm  SS40
TME KMUTT TME KMUTT

) (R)

29 4.49 588NV Weld Metal NHIUNTEUIUNISNAABULIINTELNN

WUU Charpy n)nseika 150 A ) nszud 170 A A ) nszud 190 A i

[

ANA9878 3000 1IN

Ref. code: 25595710300038JFN
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U 5

A7UNaN5AB AT TaLEUBLUY

dyUnansdneinuaunsalunsifioumannaaiesiiosusou SKD 61
lAenNTEUIUNISRLLULBSAlanERiaAguAnNLT 10 mm dunanansenuiiaiu

[

%umm%au‘[mﬁmsmmﬂimm%qmwamﬂLLaxamﬁ’ammamama@ WalltiloanAay
goudeuazanldinennag lunisude wavausailuluwumnaujofd wivanaimnssy
Asdeumdnudniaudeulnesmuadulsiiievnsfineransenuiensidenaisalans
WiaAauAD NITUE wardnIINITIvaveuia Loy

- mseasndasiuriinsiieusienisareleulanyasuainuvalUse
wasnsilousenisaeleulavznasumaluunas

- uazSeuigunanuuanddluusazanizniseuyulaginisiivun
anaznseuguvetnanu 3 annig fe

a v

- ANIASEUTLUFIUNTYULT (NHT)

a <

a mﬁﬂwmuﬂizmumiﬁmm (HT)

@& A 3 a
= LW@?‘IVIN’]UﬂiSU’J‘L!ﬂ’]i“QULL‘UQLLﬁZBUﬂﬁ’]EJﬂ’NiJLﬂiEJ@ (HT/Temp.)

5.1 9nis1ema

nIneassFnwIranselunseNmannana3esiioauiou SKD 61 1
MU sdeufmenseuumadensninlanzufangqu (Gas Metal Arc Welding ; GMAW) uag
muauAnuilumadenseszuuiasaluiflaeiidnvazlunsidon 2 sUuu e

_ynsieusisnszuaunisansleulavenasumatuuuasslaedisuysly
mMadeunszuaifon 150A, 170A, 190A uaz 210A sns1n15lnavesudad 13 L/min uwag 15
L/min a1ndusidunisidelagldnssuiunsaeleulans vasumainuuwadlunisane
Wisuiisunatunssuiumsaeleulavznasumauuvalsdlaedsudslunisidounss ua
\Wou 150A,170A, 190A waz 210A sn51n15lvavesuiad 13 L/min (Fensnsinisivaves
Whad 13 L/min wesandnsinisivavesudad 13 L/min wag 15 L/min Ha31nn159aaes

menszUINNsaneloulanenasumaIkuUa U I NANUWANA1 LT e8UNN  FUdntIulY
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Tunszuunisangloulanenaaualwuunad) LataanmkusiUasauldlun1snaany
¥ .
RGN
- 1A 1lANNINAARUUIRU UIYININITNARBLUSIUEUNAAINULANATS
Tuusiazannzniseuyu Inelimsimueaniiznmsouguvesandu 3 an1e Ao NHT, HT

hae HT/Temp.

5.1.1 Iﬂ'saa%'wqamﬂmamu'aﬁ}au

madeudiensyuiunisasleulavenasnaiwuuaUsenulasadig
aneiiduosamuluiandanazandinules (Retained Austenite and Martensite) 191
msdusaseginiaiivedlang vasumalangumgigiasgaamniiv vesnindouain
goamuluyt (Austenite) LUilusnsinuled (Martensite) Tdnuwazinaruialug@edodaneg
wanilaenadasiulassaiaganiafianansonuldlutanuseinid (Gualco A, 2008 uas
Leshchinskiy LK, 2001) wansliiuinnssualunisideufuiulsiiddalunsdeuway
autRvestunumendnnisden  msfildnsvuageardmalilaveiinmuuiuasiung
dosmnifanisildsuntatiasiadaveddangainanudeu  kandnsinisivaves uiad
13 L/min 4ag 15 L/min 1auuand1aiutagdinainnisdaunnainynnssauassnsinig
Inaveufadiunisifensienseuiunisinsloulangnaeumaiuuuiadaglinnuuaneg
vodlansamaniassriaiiedenazuinmunsenudeuiidanuniinadeudienisdieleu
Tanguvvase  Taenulassadraunsimulesd (Martensite) dnvaugnausuiiingainnis
Wasuwlasanesamiluyt (Austenite) TUidusndimuled (Martensite) Aiidnwaizimasun
gy wazensluadnuaznaunaueglneseu (Gualco A wazauy, 2010) lnelinouaynia
asUsznovlasidieumslusfllaanssmanntisgumgiigsanmsideuunsnileineglu Matrix
it Tempered Martensite

wazlunsilSeuiisunaluusazan1iznisyuuielaeimunan1iznseu
guuoLnaNLY 3 @nz A NHT, HT was HT/Temp.  Tuwdn NHT waz HT wulassasis
qamAUsENoUfY Matrix AilAdLTY tempered martensite fidnwazveUAdIoiTy
n3zLREin E]“Lg.ﬂ’1ﬂﬁﬁﬂizﬂﬁ]Uﬂ’]ﬂUﬁﬂJ@ﬂﬁ’]@NﬁmLL‘VliﬂEjﬂﬂizﬁﬂHﬁ%ﬁlﬂiﬂiﬂﬂgﬂ (Gualco
A uazmmiy, 2010) d@andn HT/Temp. fnseunanennuedenliiuiemandsayasmals

AanstinnuseuddwalilassassilvguasduiiuduieuwlSuaninnszanediaing
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azldununnTuvinliiinauuieakaziinnsnseanedivedasiainiaganianianu

ee

AxLDYAUINTU

5.1.2 msaaszvialemaiia X-Ray Diffraction

ASBUAIBNTTUIUNTEN8laUlaE AL LMAILUUELUSE |, NSEUIUNNS
aeloulavieviaoumainuuiad waz Wisuwigunannuwanasluudazan1igniseugu
' A A a ' v 1 ¢ . .:4'
wubunnanzveamonivinauanuuwivvedlassaswnsvules (Martensite) 9
1nNnIAsIaEs1eeadwuluy (Austenite)  TuuShnLLITaNLAZUS AN IASUNANTENUIIN
Fou (HAZ) LinUsingnisainalnnisnszatenisiasuslasiuiuninusouazauiin
Tassaseneeawuluildiduinsmuled  dewavilvrnuudaiuiulseiininuaenndaaiu

AMTIATIZRAMULTIN1BUEINTLT DL

5.1.3 measzidianuuimdeinmsdeu
Tunsi@ousenszuaunsdieloulangvasuivaluuvausd wuii
nszualninaedinnuudwestagilonszuagein  Fudunaninusngnisainalanis
LﬂﬁauwaqmﬂU‘%mmmm%@uazauLﬁﬂimqa%wamﬂaaamuluﬁ (Austenite) TUiduuns

|3

wiled (Martensite) @u@ainliANUWILRLTY  d1udnsinisivaveswialuininulansig

o v [ =

AusgeliediAy  diunisilisumunszuiunisanslaulanyasuivailuuiadasd

Usgangnnlunisiiutlelaveloannidunssuags  viliifianisvaeuasangegsauusel

D.

\nnlassasseoanulun (Austenite) tazlassastaunsivulas (Martensite) dnwaznaNLUT
\Anannnisidsuntasamnesamulud (Austenite) Tidusnfinuled (Martensite) i3]
dnwazvuslngainmsanagnoudingzuags  dwwaliAannuuded nszuageunnning
N5LAG

drumsanvidIeuiigunannuuandsluliazan1IznIsouyunu Il
anmzveundn HT/Temp. imngaufunisidenidlunssuiuniaidon GMAW uniige
iesnndnvazvedasainnameiidnvazveadansuiidnvaznaulnguazinisnszane
shvedassadransinules (Martensite) 113 sdenaliautinnenaduanuudanntudu
HANNIINAENEININNIYURISANTIINTaURATEAIASER  deraliiianisliaiuiou
Frdmalilassadefilnguazdusiudufouusuanmnszaneiafinuazdeaunnduyinly

LRAIULATEINLTU
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5.1.4 A15IATITRAILSRIREIIINNTITEY

nszUunTsanglaulanenasmalwuualUsd A1ALLTaLsIanad
MENFI9INNISIEoN nudnAAnNIsIIRRuSnaldSunansEnuIInALSeu (HAZ) Wadl
Wesnuinafildsunansenuainainudeu (HAZ)aviAnlassadisvaslansfisinng
Wasuwlaswesnsulnguaznenuisiiaunsasussdunsasldunninusnaundey
ez USIn ey Tnefidnuvazvennsuvuagwaznisnsyatedundonssualunis
Fongetudsnalimamunieranas  wandiduimaveanssualunisidoudinaseaiiy
Souiluntunuiliinlasiaiemaiesindinules (Tempered Martensite)  @udn
nslvavesufa 13, 15L/min dawademsdsuutadlasiainsganiatiosmnnideriouduiu
‘VJﬂﬂS%LLﬁm%LEZﬂJI’eJiJLLazéJG]ﬁmﬂ‘Ma?J@JLLﬁ’ﬁ grunsruiunsangloulavzviasiiialnuunad
wuihdidnuaelasaiosanulun (Austenite) wazundinulesi (Martensite) Aiflaunalng
Jumnulunmaznssid  wazainn1snisangleulaverasuuaiuunadvinliiauszansaw
”I,umﬁLauLﬁaIamléfanﬂﬁﬂsmLagq denalitinnisvaeuaraigegvanuialdinaliinanis
NAFDULSIAIRNUlNALABIAY

nswSeuiisunalulsiazan1izn15euyUlag MUUAAN1IEN1TOUYUVRY
wianilu3 annay A NHT, HT wag  HT/Temp. WUImaa%ﬁ@amﬂluﬁNﬁwmﬁlﬁ%’u
NANIENUANNANNTIU (HAZ) Hdnwaizaasnsulassasiaunsinuled (Martensite) ns¥anama
YodlAseasann - dwaliaudivnianaiiuanuaiuniulsRalidnagiunssuIuNITeUYY
manufeundeliifmudiulinasenunlndliveiuis 3 anag  Tagnendsainmsiden
ArsliAudaunendsainnisdon (Post  weld) Jedsnamiousuiinniseunans
AMULASER  (Tempering) vilvilassasnsganineawmuluy (Austenite) wagovainuluy
ANA19 (Retained Auutenite) finanluniswesusaluiduinsinules (Martensite) fidiaau

a a X Y a ~
agLE]EJ@lI']ﬂ'ENGUUE‘NNaiﬂLﬂmﬂ’J’]ﬂJLVua’J

5.1.5 ASIATIZANTNATDULITINTZUNN
nsgurunsanglaulansrasuralluvallsd nuIndanuwuelaseasa
peamuluyl (Austenite) wazansimulad (Martensite) fiflvunslngdusiuluwdaznszua
mMaden dwaliuanuduniussanszunnvdadeuldmugiduain 150A Tuauds 210A
drunsideusensruiunmsmeleulaznasumainuuiadnuiiidnuaslasiadeodiny

v v

lui (Austenite ) tazansinulay (Martensite) Mvunlngdusiiuluusaznszuauazain
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o ' o el o § v a a a & % :
nsnfinmsaelewlanenaeuwmakuuiadinavilivssansanlunsiuiielanslouingas
nsruage  vlviAnn1sviaeuara1geg 9@ UIAlaIN IR UNIULSINTE NN BT ou AR
MUAAY

TuanN1ENTOUYUTBAMENTIY 3 ANITNUTRMENTINIUNTZUIUNTYULDS
LAZOUARTEAILLASEAWIATLIINTTUINGIdn uazwaniiliiunszuiuntseuyuazliAILsg
nszunnean ntassaseganianuldinilasairaninuled, esamulud uay arslud
AN ioUNANNANNTEANEMLlAETOUIINANBAULAINGTT  WUTUMANTINIUNITZUIUNTT

< = 9 - - = =~
YUUIArBUAAIEANNATEAWILNZAUNSITlUNSEUIUNMTTeN GMAW snnfign LTedandl

ArALLduslunsSuusnsEumnasan

5.1.6 ATIvFRUTRELANYINAIENdasganssAldianasauindainsin (SEM)

MnszuunsideusenisaneloulansvasumanuvalUstuasdaenis
deloulaveviapuauuiad  USIuTeswnnIEian vz vesTaswankuunayl (Dimples)
wansliiuiidnwasmsuaniiuuumden  fesnnendiannsideuasdedliaudou
w&nNsden (Post weld) Fsdemawmiloutuiinniseuraisnnuinien (Tempering) 1
Tlassainanineeamulus (Austenite) uagaoanuluninnA1s (Retained Auutenite) 3
nalunswiesuslulunndmuled (Martensite) fiflnnuazioauaznszanefiundaay
nduAfinsiuiududnvaefousualng  dwaliAnanumderusnauundeuddie

Tsunsanseyiles LiAnnzudazilseN1endInIsiaion

5.2 d3Una

Mnnsmadeuniinlanzuianguuarldnisiieloulavgmasuvainuy
awsdnuidnszuaiafigelunmsdesmannduaiesiienuiou kD61 fensaeloulans
waeuwAILUUAWSERe nsvuadoudt 150A Tdsnsnislnavesuda 13 U/min (Fensnsn
mslwavesuiait 13 L/min iesndasinisluavesudiad 13 L/min uaz 15 L/min 990wa
mﬂmimaaaﬁwﬂﬁsmumimaiauiamwaa:ummLL‘U‘U&Lﬂiéﬁ”’ﬂmqa%ﬁammamﬂu,az
auvAnisnaiinnuuandtatudosuin Jadendiunldielunssuiunisaieloulans
vaoumaLUUAsHLaznsyUIunseneleulansasualLUUed setlitennudssudn
uagngal) drunszuaumsnieleulavevasuvaiuuuiad wuieinszuanafaaiiiug

FOAMUAINNTOlUNITIRNIMANNALASBIDIUS U SKD61A8n TN TaulansrasuLian
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WUUNWAAAD NSLLE/DRIINSIMaewian 190A/13L/min danuwmunzausanisunlulaau
Wnfige WesnUszansnmlunmsiduielanglaunnvilfnnisvaeuavaigegaauusal

lugranseuags

wazanMsiUSsufisunansmadevantanienalann  n1snadeuaLLls
LAZNNINAARULTINTZUNNNUIIN ST oudieeleulane nasumalnuuasdiainay
wiussgandinmadeusensdisleuilansuvuiaddunainaindnuarvesnsmeloy
lavgvaouvaikuvalsdinsvaeuarateliauysaiunninisaneloulane nasuaiuuy
Wad
drunsneasnaaumzadlunsidesluuiazannzvesniniuniseu
YU fio NHT, HT wag HT/Temp.  wuimevdaainnisideumsivianufeundsannsides
(Post weld) Gedawaimilouduiinnseunaieanuedon (Tempering) vivllassaiisgania
poawulun (Austenite) LazooauluyinnA1e (Retained Auutenite) Hiaarlun1sweasusa
Tuunsimuled (Martensite) fiinnuasidonundstudwaliiinnnumionusaws
Fou dwaliduusenserildnldinnnzuduaziumenendinsden
5.2.1 ns@itlddesnsantiniananinmsliivdniadeuiliiunisyuuds
(NHT) Tumsldemwendt wu sndndusulavy wanadn ufa Wudu e
AANTZUIUNITNINIU 1187 LazAlgany
5.2.2 WAnAkuNszUUM UL (HT) mngAunuiidesnisainnuudans
nssulsInszunnladunans
5.2.3 wdnfiunszuiunisyuudauazeunaienliuaien (HT/Temp.)

witgnuunaedn1sutUlgluns e g auweukUnun fondusulany

(Press Forging Die) walfiusisin (Bending Die) \lumu Wi

ANWAULINUNYINNSTOULTUAE

5.3 UDLEAUBLUL

misiinsfnwisenisuageuaudiiomAuaudRvednannaasediioanu
o1 SKD 61 NIUNITBLAIENTEUIUNSWRNDNALaVELAEAINAEAIUAITINITILATIEN

NAYNNNITIYINUDTIUTLNBUNITNAADS

Ref. code: 25595710300038JFN



100
51801591994

o N L |
nusdaazunauluniede

Bawvas Fmviuia, ssgns LadugSeyTat, Snans ndunruid wagladie Tonuse. (2524).
Smanssuntsidey. (u. 21-30). aunadsaiunuiumadasenineUssine,
NFANNAL.

auysal evadiasey. (2531)3manssumsidon. (u. 111-113).dinfinsiguddaadaisnis.
NFANNAL.

8713 wiandind. (2545).madanTsveutjveenuuuunlykaznIsaMR UL, (1. 109-
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AN 1.1

AARNUIN N

(Fon1iunauLyau WPS)

Welding Procedure Specification (WPS) 150 A, 13 L/min

105

Juinian NILH3EUTOTOU
Record Joint preparation
WPAR-Nr ylipvesTouou
Parent work piece
AERPRGRIT AUNUIVBITUIUY 10 mm
Work piece Thickness
anunvageu RMUTK AUV DY PA
Examining body Joint position
YUIUNTHTOU yinTounD SINGLE VEE-
Welding Process GVAY Joint type GROOVE
NTLAIBUTOLYDY PULUITOU
60" 3 s
Ty
B 1 A ¥ !
[ ‘/' =
[ i
«a
e
Root Opening 2 mm
guINoULYoN PN gaumaiisewinaguuy | Tsdiiu so0
\Wou
Pass or | Filler metal Welding current Travel Shielding gas
Weld Speed
Type Size @ Current(A) Volt(V) % mix Volume
(mm/s)
(mm) (L/min)
DIN8555:
1-N MSG6GZ-60 1.2 150 16.5 1.5 Ar82%+CO, 18% 13
DIN8555:
2-N MSG6GZ-60 1.2 155 16.6 1.5 Ar82%+CO, 18% 13
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A15199 1.2

Welding Procedure Specification (WPS) 150 A, 15 L/min

106

uitniaei nswiseusesidey

Record Joint preparation

WPAR-Nr iinvossonidon
Parent work piece

ﬁmmﬁ]aa‘u AUVIUNYDITUI 10 mm
Work piece Thickness

anfivadey RMUTK fuvtavinidos PA

Examining body Joint position

uunsLdeu AEPRRED! SINGLE

Welding Process GMAW Joint type VEE-

GROOVE
nswseusesdey Fuuaidou
e el
'; |/ g“ 1
- l F 3
2

Root Opening 2 mm

guaunoudey 400 °C qmmﬁiwdw%uum Laiifiu 500 °C
Feu

Pass | Filler metal Welding current Travel Shielding gas

or Type Size @ | Current(A) Volt(V) Speed % mix Volume

Weld (mm) (mm/s) (L/min)

DIN8555:
1-N MSG6GZ-60 | 1.2 150 16.5 1.5 Ar82%+CO, 15
18%
DIN8555:
2-N MSG6GZ-60 | 1.2 155 16.6 1.5 Ar82%+CO, 15
18%
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Welding Procedure Specification (WPS) 170A, 13 L/min

107

uitniaei nswiseusesidey

Record Joint preparation

WPAR-Nr iinvossonidon
Parent work piece

;ﬁjmiaﬁ]aa‘u AUVIUNYDITUI 10 mm
Work piece Thickness

anfivadey RMUTK fuvtavinidos PA

Examining body Joint position

uunsLdeu AEPRRED! SINGLE

Welding Process GMAW Joint type VEE-

GROOVE
nswseusesdey Fuuaidou
e el
N\ 2| |
- l F 3
2

Root Opening 2 mm

guaunoudey 400 °C qmmﬁiwdw%uum Laiifiu 500 °C
Feu

Pass | Filler metal Welding current Travel Shielding gas

or Type Size @ | Current(A) Volt(V) Speed % mix Volume

Weld (mm) (mm/s) (L/min)

DIN8555:
1-N | MSG6GZ-60 | 1.2 170 18.5 1.5 Ar82%+CO, 13
18%
DIN8555:
2-N MSG6GZ-60 | 1.2 175 18.6 1.5 Ar82%+CO, 13
18%
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Welding Procedure Specification (WPS) 170 A, 15 L/min

108

uitniaei nswiseusesidey

Record Joint preparation

WPAR-Nr iinvossonidon
Parent work piece

;ﬁjmiaﬁ]aa‘u AUVIUNYDITUI 10 mm
Work piece Thickness

anfivadey RMUTK fuvtavinidos PA

Examining body Joint position

uunsLdeu AEPRRED! SINGLE

Welding Process GMAW Joint type VEE-

GROOVE
nswseusesdey Fuuaidou
e el
N\ 2| |
- l F 3
2

Root Opening 2 mm

guaunoudey 400 °C qmmﬁiwdw%uum Laiifiu 500 °C
Feu

Pass | Filler metal Welding current Travel Shielding gas

or Type Size @ | Current(A) Volt(V) Speed % mix Volume

Weld (mm) (mm/s) (L/min)

DIN8555:
1-N | MSG6GZ-60 | 1.2 170 18.5 1.5 Ar82%+C0O2 15
18%
DIN8555:
2-N MSG6GZ-60 | 1.2 175 18.6 1.5 Ar82%+C0O2 15
18%
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Welding Procedure Specification (WPS) 190 A, 13 L/min

109

uitniaei nswiseusesidey

Record Joint preparation

WPAR-Nr ¥iiavedsenidon
Parent work piece

i\i@i?ﬁ]ﬁa‘U mﬂwmmaa%mm 10 mm
Work piece Thickness

anfivadey RMUTK fuvtavinidos PA

Examining body Joint position

GU‘lJ’]‘L!ﬂWSLG?JI?JlI S DEFREID) SINGLE

Welding Process GMAW Joint type VEE-

GROOVE
ﬂ’]iLGl%FJZJ'i’EJEJL%’E]M %HLL‘LDL%@M
S =
'; |/ g“ 1
- l F 3
2

Root Opening 2 mm

guaunoudey 400 °C qm%gﬁwudw%uum Laivfiu 500 °C
L%BZLI

Pass Filler metal Welding current Travel Shielding gas

or Type Size @ | Current(A) Volt(V) Speed % mix Volume

Weld (mm) (mm/s) (L/min)

DIN8555:
1I-N | MSG6GZ-60 | 1.2 190 21.3 1.5 Ar82%+CO, 13
18%
DIN8555:
2-N MSG6GZ-60 | 1.2 195 22 1.5 Ar82%+CO, 13
18%
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Welding Procedure Specification (WPS) 190 A, 15 L/min

110

Gufiniadi Msw3eNsesLday

Record Joint preparation

WPAR-Nr ¥iiavedsenidon
Parent work piece

i\i@i?ﬁ]ﬁa‘U mﬂwmmaa%mm 10 mm
Work piece Thickness

aouiinaaey RMUTK munindey PA

Examining body Joint position

GU‘lJ’]‘L!ﬂWSLG?JI?JlI S DEFREID) SINGLE

Welding Process GMAW Joint type VEE-

GROOVE
ﬂ’]iLGl%FJZJ'i’EJEJL%’E]M %HLL‘LDL%@M
S =
'; |/ g“ 1
- l F Y
2

Root Opening 2 mm

guaunoudey 400 °C qm%gﬁwudw%uum Laivfiu 500 °C
L%BZLI

Pass Filler metal Welding current Travel Shielding gas

or Type Size @ | Current(A) Volt(V) Speed % mix Volume

Weld (mm) (mm/s) (L/min)

DIN8555:
1-N | MSG6GZ-60 | 1.2 190 213 1.5 Ar82%+CO, 15
18%
DIN8555:
2-N | MSG6GZ-60 | 1.2 195 22 1.5 Ar82%+CO, 15
18%
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Welding Procedure Specification (WPS) 210 A, 13 L/min

111

Tuitniaei nswseusesidey

Record Joint preparation

WPAR-Nr ¥iiavedsesiion
Parent work piece

E:J:Gli’lﬁ]ﬁﬁm mmmwaa%mm 10 mm
Work piece Thickness

anfivadeu RMUTK Fuvavinden PA

Examining body Joint position

‘UU’JUHWSL‘?JIB?,J S DEFREID) SINGLE

Welding Process GMAW Joint type VEE-

GROOVE
ﬂ?iLGl%EJlIiE]EJL%Em %JNLLU’JL%I@M
i <
ava 3| ’
= ﬁlL i
2

Root Opening 2 mm

guaunoudey 400 °C QoUN Uﬁi%ﬂ’j?&%ﬂLLU’J Laivfiu 500 °C
L%E’JN

Pass Filler metal Welding current Travel Shielding gas

or Type Size @ | Current(A) Volt(V) Speed % mix Volume

Weld (mm) (mm/s) (L/min)

DIN8555:
1-N | MSG6GZ-60 | 1.2 210 25.3 1.5 Ar82%+CO, 13
18%
DIN8555:
2-N | MSG6GZ-60 | 1.2 215 26 1.5 Ar82%+CO, 13
18%
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AN 1.8

Welding Procedure Specification (WPS) 210 A, 15 L/min

112

Juiiniavi NIPREUTDELTON
Record Joint preparation
WPAR-Nr siinvossosidou
Parent work piece
Hn319a0U ANUNUITDITUIY 10 mm
Work piece Thickness
anuiinedeu RMUTK Fuvtisvindou PA
Examining body Joint position
YUIUNITLTou vilnsouse SINGLE VEE-
Welding Process GMAW Joint type GROOVE
mswieusendon Fuunidon
60"
Ty

N g
F Y
2
Root Opening 2 mm
gunuioudon 400 °C qmmﬁimim%mmﬁ@u Tadvfiu 500 °C
Pass Filler metal Welding current Travel Shielding gas
or Speed
Weld Type Size @ Current(A) Volt(V) (mrm/s) % mix Volume
(mm) (L/min)
DIN8555:
1-N MSG6GZ-60 1.2 210 253 15 Ar82%+CO, 18% 15
DIN8555:
2-N MSG6GZ-60 1.2 215 26 1.5 Ar82%+CO, 18% 15
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A15199 1.9

113

Welding Procedure Specification (WPS) SKD-61 @013¢ non-Heat Treatment

Juiinaan

LA YUTOYLTOU

Record Joint preparation
WPAR-Nr ¥iinvossesifon
Parent work piece
G;I:G]ﬁ’ﬁ]ﬁau ATV 10 mm
Work piece Thickness
aoufivaaou RMUTK munaindou PA
Examining body Joint position
‘UU'Juﬂ’]iL‘AZ‘JIEJ?,J YUATOURD SINGLE VEE-
Welding Process GMAW Joint type GROOVE
nswnSeusesidey Fuudou
o0
R Ty <
L b 4 :
Y4 2
[} 4
2
Root Opening 2 mm
gunuieudon 400 °C PUNNTENINTULUD Laivfin 500 °C
L%Em
Pass Filler metal Welding current Travel Shielding gas
or Speed
Type Size @ Current(A) Volt(V) % mix Volume
Weld (mm/s)
(mm) (L/min)
DIN8555:
1-N 1.2 150 17 1.5 Ar82%+C0O, 18% 13
MSG6GZ-60
DIN8555:
2-N 1.2 150 17 1.5 Ar82%+CO, 18% 13
MSG6GZ-60
DIN8555:
3-N 1.2 150 17 1.5 Ar82%+CO, 18% 13
MSG6GZ-60
DIN8555:
4-N 1.2 150 17 1.5 Ar82%+CO, 18% 13
MSG6GZ-60
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Welding Procedure Specification (WPS) SKD-61 @n13¢ Quenched

114

ﬁuﬁmam‘ﬁ ﬂ’]in%EJiJi@?JL‘TJIGJJ
Record Joint preparation
WPAR-Nr ¥iinvossesifon
Parent work piece
Qmﬂﬁ]aau ATV 10 mm
Work piece Thickness
anuiinaaou RMUTK Fuvtaindey PA
Examining body Joint position
‘U‘U'J‘L!ﬂ’]iL‘AZ‘JIEm YUATOURD SINGLE VEE-
Welding Process GMAW Joint type GROOVE
ﬂ'liLM%EJEJi@EJL%@EJ %ULLN'JL%@M
0"
Ry S
M A L J i
14 2
-l .
2
Root Opening 2 mm
gununeudon 400 °C qmmgiﬁw'm%’uum lavfin 500 °C
\Hou
Pass Filler metal Welding current Travel Shielding gas
or Speed
Type Size @ Current(A) Volt(V) % mix Volume
Weld (mm/s)
(mm) (L/min)
DIN8555:
1-N 1.2 150 17 15 Ar82%+CO, 18% 13
MSG6GZ-60
DIN8555:
2-N 1.2 150 17 15 Ar82%+CO, 18% 13
MSG6GZ-60
DIN8555:
3-N 1.2 150 17 15 Ar82%+CO, 18% 13
MSG6GZ-60
DIN8555:
4-N 1.2 150 17 15 Ar82%+CO, 18% 13
MSG6GZ-60

Ref. code: 25595710300038JFN
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Welding Procedure Specification (WPS) SKD-61 @013¢ Quenched and Tempered

ﬁuﬁmam‘ﬁ ﬂ’]in%EJiJi@?JL‘TJIGJJ
Record Joint preparation
WPAR-Nr ¥iinvossesifon
Parent work piece
Qmﬂﬁ]aau ATV 10 mm
Work piece Thickness
anuiinaaou RMUTK Fuvtaindey PA
Examining body Joint position
‘UU'Juﬂ’]iL‘AZ‘JI’E]iJ YUATOURD SINGLE VEE-
Welding Process GMAW Joint type GROOVE
ﬂ'liLM%EJEJi@EJL%@EJ %ULLN'JL%@M
0"
Ry
N | L L 4
'_\]i{)f E < 1 ;
-l .
2
Root Opening 2 mm
gununeudon 400 °C qmmgiﬁw'm%’uum lavfin 500 °C
\Hou
Pass Filler metal Welding current Travel Shielding gas
or Speed
Type Size @ Current(A) Volt(V) % mix Volume
Weld (mm/s)
(mm) (L/min)
DIN8555:
1-N 1.2 150 17 15 Ar82%+CO, 18% 13
MSG6GZ-60
DIN8555:
2-N 1.2 150 17 15 Ar82%+CO, 18% 13
MSG6GZ-60
DIN8555:
3-N 1.2 150 17 15 Ar82%+CO, 18% 13
MSG6GZ-60
DIN8555:
4-N 1.2 150 17 15 Ar82%+CO, 18% 13
MSG6GZ-60

Ref. code: 25595710300038JFN
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Welding Procedure Specification (WPS) SKD-61 (Pulse)
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ﬁuﬁmam‘ﬁ ﬂ’]in%EJiJi@?JL‘TJIGJJ
Record Joint preparation
WPAR-Nr ¥iinvossesifon
Parent work piece
Qmﬂﬁ]aau ATV 10 mm
Work piece Thickness
anuiinaaou RMUTK Fuvtaindey PA
Examining body Joint position
‘UU'Juﬂ’]iL‘AZ‘JI’E]iJ YUATOURD SINGLE VEE-
Welding Process GMAW Joint type GROOVE
ﬂ'liLM%EJEJi@EJL%@EJ %ULLN'JL%@M
0"
Ry
N | L L 4
'_\]i{)f E < 1 ;
-l .
2
Root Opening 2 mm
gununeudon 400 °C qmmgiﬁw'm%’uum lavfin 500 °C
\Hou
Pass Filler metal Welding current Travel Shielding gas
or Speed
Type Size @ Current(A) Volt(V) % mix Volume
Weld (mm/s)
(mm) (L/min)
DIN8555:
1-N 1.2 150 17 15 Ar82%+CO, 18% 13
MSG6GZ-60
DIN8555:
2-N 1.2 150 17 15 Ar82%+CO, 18% 13
MSG6GZ-60
DIN8555:
3-N 1.2 150 17 15 Ar82%+CO, 18% 13
MSG6GZ-60
DIN8555:
4-N 1.2 150 17 15 Ar82%+CO, 18% 13
MSG6GZ-60

Ref. code: 25595710300038JFN
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Welding Procedure Specification (WPS) SKD-61 (Pulse)
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ﬁuﬁmam‘ﬁ ﬂ’]in%EJiJi@?JL‘TJIGJJ
Record Joint preparation
WPAR-Nr ¥iinvossesifon
Parent work piece
Qmﬂﬁ]aau ATV 10 mm
Work piece Thickness
anuiinaaou RMUTK Fuvtaindey PA
Examining body Joint position
‘UU'Juﬂ’]iL‘AZ‘JI’E]iJ YUATOURD SINGLE VEE-
Welding Process GMAW Joint type GROOVE
ﬂ'liLM%EJEJi@EJL%@EJ %ULLN'JL%@M
0"
Ry
N | L L 4
'_\]i{)f E < 1 ;
-l .
2
Root Opening 2 mm
gununeudon 400 °C qmmgiﬁw'm%’uum lavfin 500 °C
\Hou
Pass Filler metal Welding current Travel Shielding gas
or Speed
Type Size @ Current(A) Volt(V) % mix Volume
Weld (mm/s)
(mm) (L/min)
DIN8555:
1-N 1.2 170 20 15 Ar82%+CO, 18% 13
MSG6GZ-60
DIN8555:
2-N 1.2 170 20 15 Ar82%+CO, 18% 13
MSG6GZ-60
DIN8555:
3-N 1.2 170 20 15 Ar82%+CO, 18% 13
MSG6GZ-60
DIN8555:
4-N 1.2 170 20 15 Ar82%+CO, 18% 13
MSG6GZ-60

Ref. code: 25595710300038JFN
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Welding Procedure Specification (WPS) SKD-61 (Pulse)
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ﬁuﬁmam‘ﬁ ﬂ’]in%EJiJi@?JL‘TJIGJJ
Record Joint preparation
WPAR-Nr ¥iinvossesifon
Parent work piece
Qmﬂﬁ]aau ATV 10 mm
Work piece Thickness
anuiinaaou RMUTK Fuvtaindey PA
Examining body Joint position
‘UU'Juﬂ’]iL‘AZ‘JI’E]iJ YUATOURD SINGLE VEE-
Welding Process GMAW Joint type GROOVE
ﬂ'liLM%EJEJi@EJL%@EJ %ULLN'JL%@M
0"
Ry
N | L L 4
'_\]i{)f E < 1 ;
-l .
2
Root Opening 2 mm
gununeudon 400 °C qmmgiﬁw'm%’uum lavfin 500 °C
\Hou
Pass Filler metal Welding current Travel Shielding gas
or Speed
Type Size @ Current(A) Volt(V) % mix Volume
Weld (mm/s)
(mm) (L/min)
DIN8555:
1-N 1.2 190 22 15 Ar82%+CO, 18% 13
MSG6GZ-60
DIN8555:
2-N 1.2 190 22 15 Ar82%+CO, 18% 13
MSG6GZ-60
DIN8555:
3-N 1.2 190 22 15 Ar82%+CO, 18% 13
MSG6GZ-60
DIN8555:
4-N 1.2 190 22 15 Ar82%+CO, 18% 13
MSG6GZ-60

Ref. code: 25595710300038JFN
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Welding Procedure Specification (WPS) SKD-61
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ﬁuﬁmam‘ﬁ ﬂ’]in%EJiJi@?JL‘TJIGJJ
Record Joint preparation
WPAR-Nr ¥iinvossesifon
Parent work piece
Qmﬂﬁ]aau ATV 10 mm
Work piece Thickness
anuiinaaou RMUTK Fuvtaindey PA
Examining body Joint position
‘U‘U'J‘L!ﬂ’]iL‘AZ‘JIEm YUATOURD SINGLE VEE-
Welding Process GMAW Joint type GROOVE
ﬂ'liLM%EJEJi@EJL%@EJ %ULLN'JL%@M
0"
Ry S
M A L J i
14 2
-l .
2
Root Opening 2 mm
gununeudon 400 °C qmmgiﬁw'm%’uum lavfin 500 °C
\Hou
Pass Filler metal Welding current Travel Shielding gas
or Speed
Type Size @ Current(A) Volt(V) % mix Volume
Weld (mm/s)
(mm) (L/min)
DIN8555:
1-N 1.2 210 24 15 Ar82%+CO, 18% 13
MSG6GZ-60
DIN8555:
2-N 1.2 210 24 15 Ar82%+CO, 18% 13
MSG6GZ-60
DIN8555:
3-N 1.2 210 24 15 Ar82%+CO, 18% 13
MSG6GZ-60
DIN8555:
4-N 1.2 210 24 15 Ar82%+CO, 18% 13
MSG6GZ-60

Ref. code: 25595710300038JFN



AANUIN UV

(A1AULVIVD9TER)

120

AN9197 1 waneAIANLTIvesTann1endnisiteulng IAa1nnAudNa e ML BNN T LA

\@ou 150A, 13 L/min

Offset (mm) D1 D2 HV

0 039 97.94 388.8
1 96.83 97.94 391.0
2 97.39 98.50 386.6
3 97.94 99.06 382.2
4 97.94 97.94 387.9
5 95.16 97.39 386.3
6 97.94 100.17 363.5
7 99.06 100.73 290.6
8 138.01 133.56 201.1
9 130.22 130.78 217.7
10 121.87 123.54 246.3
11 112.97 114.08 284.9
12 109.63 109.07 310.1
13 103.51 104.08 344.3
14 101.28 99.61 367.6
15 99.61 100.17 371.6
16 99.61 99.6 373.2

Ref. code: 25595710300038JFN
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NN 2 wARANANLLIIUDITENN 181N T eUlAY TN INIAAUINAIUBILUATDUNTLLE

o 150A, 15 L/min

Offset (mm) D1 D2 HV

0 98.50 96.83 388.8
1 98.50 98.50 382.2
2 97.39 97.94 388.8
3 98.50 97.39 386.6
4 98.50 98.40 381.8
5 97.39 97.39 391.0
6 98.50 100.73 38N
7 99.61 101.84 365.5
8 102.95 104.06 341.1
9 114.08 115.20 282.2
10 138.01 133.56 201.1
11 130.22 128.55 2215
12 120.76 120.76 254.3
13 111.30 112.41 296.4
14 105.18 104.62 337.0
15 100.73 101.28 363.5
16 100.73 101.28 363.5

Ref. code: 25595710300038JFN
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FNS197 3 LAAIAIANLTIVITANNENAINTSTBULAE INIINYAAUINANVDIULATOUN TEUA

ol 170A, 13 L/min

Offset (mm) D1 D2 HV

0 95.72 96.83 400.1
1 96.83 97.94 391

2 96.27 97.39 395.5
3 95.72 95.72 a04.7
a4 97.39 96.83 393.2
5 94.05 95.16 414.3
6 94.6 94.05 416.8
7 96.27 96.27 400.1
8 98.5 99.61 377.9
9 100.73 101.28 363.5
10 112.41 113.53 290.6
11 136.22 135.23 201.1
12 130.22 130.78 217.7
13 121.87 123.54 246.3
14 112.97 114.08 284.9
15 109.63 109.07 310.1
16 103.51 104.06 344.3

Ref. code: 25595710300038JFN
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FN5197 4 LAAIAIANLTIVITANNIENAINTTBULAE INIINYAAUINANVDILLATIUN TEUA

\Wou 170A, 15 L/min

Offset (mm) D1 D2 HV

0 96.83 97.84 391

1 96.27 96.27 400.1
2 96.83 96.83 395.5
3 96.83 97.94 391

a4 96.83 98.5 388.8
5 96.83 97.94 391

6 94.05 93.49 393.2
7 94.05 96.27 404.7
8 97.39 99.06 384.4
9 99.06 100.73 371.6
10 102.4 101.28 357.5
11 107.96 107.96 B2
12 140.24 140.24 188.5
13 132.45 134.67 207.9
14 126.88 128 228.3
15 121.87 122.99 247.4
16 110.19 110.19 305.4

Ref. code: 25595710300038JFN
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FN197 5 UARIAIAINLTIVRITANNEVAINToULAE INIINYAAUINA VDI ITIUN TEUA

ol 190A, 12 L/min

Offset (mm) D1 D2 HV

0 29.84 29.95 622.4
1 29.95 30.07 617.7
2 31.52 32.08 550.1
3 30.52 30.4 599.8
a4 30.51 30.74 599.6
5 29.84 30.07 619.9
6 31.3 331.52 563.8
7 33.66 33.88 487.8
8 42.63 42.74 305.3
9 49.14 49.36 229.3
10 44.09 43.87 287.6
11 45.1 44.36 278.3
12 42.18 41.51 U711
13 42.07 43.08 306.9
14 42.52 41.73 313.5
15 43.53 42.97 297.4
16 42.62 42.74 305.3

Ref. code: 25595710300038JFN
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Founsyuadoudl 190A, 15 L/min

Offset (mm) D1 D2 HV

0 29.84 29.73 627

1 29.84 29.73 627

2 29.95 29.62 627

3 29.95 29.84 622.4
a4 28.83 28.83 669.3
5 30.51 30.29 601.9
6 34.67 34.53 497.3
7 40.16 38.14 362.9
8 49.59 48.35 2319
9 50.7 49.48 221.6
10 43.53 42.97 297.4
11 43.3 44.54 288.4
12 40.72 40.84 334.5
13 42.86 43.19 300.5
14 42.07 41.96 315.1
15 42.07 43.08 306.9
16 42.86 43.19 300.5

125

Ref. code: 25595710300038JFN
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Founsyuadoudl 210A, 12 L/min

Offset (mm) D1 D2 HV

0 30.07 30.51 606.3
1 30.51 30.4 599.8
2 30.18 30.07 613

3 29.95 30.18 615.4
a4 29.06 28.72 666.5
5 30.63 30.4 597.4
6 32.87 32.42 522

7 34.1 34.67 470.5
8 40.28 39.49 349.7
9 49.14 48.8 25179
10 38.93 38.59 370.3
11 40.16 38.14 362.9
12 39.49 38.7 363.9
13 39.38 40.39 349.7
14 38.14 40.16 362.9
15 40.72 40.84 334.5
16 40.05 40.28 344.8

126

Ref. code: 25595710300038JFN
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1597 8 UARIAIAULTIVRITARN1ETE NS HRNLALTAIINYAANENA1IVBINLD LTBY

nsvuadoudl 210A, 15 L/min

Offset (mm) D1 D2 HV

0 29.95 30.28 615.4
1 30.29 30.4 604.1
2 30.07 29.62 624.5
3 30.4 29.95 610.9
a4 30.18 29.84 622.4
5 31.97 31.52 552

6 32.87 32.42 552

7 36.46 36.46 418.4
8 40.95 42.3 321

9 49.25 4.91 230.9
10 39.04 38.7 368.2
11 38.93 38.59 370.3
12 40.16 38.14 362.9
13 39.49 38.7 363.9
14 39.38 40.84 345.7
15 39.94 STl 350.7
16 39.71 38.82 360.8

Ref. code: 25595710300038JFN
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= ! < o v @ 1% a =l 2/
B3N 9 LEPIATIAIMUUYIVDITANN Y VEINTDUYULNANNAILATBINBDITUIDU SKD 61

Offset (mm) D1 D2 HV

0 101.27 100.73 363.2
1 101.84 101.84 357.5
2 100.17 100.73 367.5
3 98.5 98.61 377.9
4 99.61 99.61 373.7
5 99.61 99.61 373.7
6 100.17 100.17 369.6
7 101.28 100.73 363.5
8 97.39 99.06 384.4
9 100.17 99.06 373.7
10 98.5 99.06 380

18], 100.7 99.61 371.6
12 98.5 99.7 N5:5
13 97.94 99.61 380.1
14 98.5 98.5 382.2
15 98.4 98.5 383.4
16 OlA39 98.6 383.5

Ref. code: 25595710300038JFN
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I mm

1.5 mmm

\\ 72

M13°9% N-1 kaneAIANLTIENTIE Non-Heat Treatment nendinisifonlaginanaudnaiswuiition

adait 1 adadt 2 adadt 3

Offset (mm) | D1 D2 HV D1 D2 HV D1 | D2 HV

0 67.80 | 7238 | 3772 | 67.33 | 6845 |4023 |70.12 |67.89 | 389.4
1 69.56 | 67.89 | 3926 | 7012 |6845 |3863 |6956 |69 386.3
2 7012 | 6845 |3863 | 7179 |e6845 |377.1 |69 |6845 | 3926
3 68.45 | 6789 |399 | 7012 |69 3832 | 7123 | 66.78 | 389.4
4 7123 | 67.89 | 3832 | 6845 |67.89 |399 | 69.56 |67.89 | 3926
5 7179 | 69 3742 | 6733 | 6845 |4023 |6511 |69 4124
6 7236 | 6956 | 3683 | 7123 |67.89 |3832 |69.56 |67.33 | 3958
7 7012 | 7238 | 3654 | 6612 | 7123 |3926 |70.12 | 6622 | 399

8 8626 | 8570 |250.8 |85.14 |7457 |2908 |77.91 |77.35 |307.7
9 111.86 |11686 | 1417 [11297 [117.98 | 139 |121.87 |12076 | 126
10 107.40 |104.62 | 165 |108.06 |105.18 | 169.4 [112.41 |111.30 | 1482
1 99.61 | 100.17 | 1858 | 9572 |99.06 | 1955 | 9850 | 101.84 | 184.8
12 89.04 | 8626 |241.3 |91.26 |87.93 |231 | 9223 |89.60 | 2226
13 9182 | 9293 |217.3 |9572 |9126 |2121 |80.04 |ssas | 2353
14 94.06 | 9516 |2059 |90.71 |9349 |2186 |80.04 |8626 |241.3
15 91.82 | 9293 |217.3 |91.26 |89.04 |2281 |91.82 |9293 |2173
16 9126 |90.15 | 224 |9223 |89.60 |2026 |8626 |87.93 | 2444
17 90.15 | 9238 | 2226 |94.06 |9516 |2059 |91.26 |89.04 |2281
18 9071 | 9349 |2186 |91.82 |9293 |217.3 |9572 |9126 |2121
19 9126 |89.04 | 2281 |91.26 |90.15 |224 |90.71 |9349 |2186

20 9293 | 95.16 | 209.6 9223 | 89.60 | 222.6 91.26 | 89.04 | 228.1

Ref. code: 25595710300038JFN
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I mm

1.5 mm

- ' < % .:4' o ¢ -
HITNN N-2  BAAIAIAINLUIANT1IE Quenched ﬂ']ﬂﬁaﬁﬂqiLﬂlamiﬂﬁJjﬂﬂnﬂﬂuﬁJﬂa'NLLu’]lfU@ll

asad 1 s 2 RYE
Offset (mm) |D1  |D2 |HV |DL |D2 |HY |DI |D2 |Hv
0 69.56 | 70.12 | 380.1 | 67.33 | 71.23 |386.3 | 69.56 | 67.89 | 392.6
1 7012 |69 | 3832 |69 | 6845 | 3926 |67.80 | 72.34 |377.2
2 69.56 | 69.56 | 383.2 | 70.12 | 67.89 | 389.4 | 69.56 | 67.33 | 395.8
3 70.12 | 68.45 |386.3 | 7234 | 66.78 | 3832 | 67.89 | 71.23 | 383.2
4 69 | 6845 |392.6 |69.56 | 67.33 | 395.8 | 72.34 | 67.89 | 377.2
5 66.78 | 68.45 | 405.6 | 69.56 | 67.89 | 392.6 | 69.56 | 68.45 | 389.4
6 6789 |69.56 | 392.6 |69 |69  |389.4 |71.23 | 69.56 |374.2
7 7179 | 71.23 | 362.6 | 70.12 | 68.45 | 3863 | 7234 | 66.78 | 383.2
8 81.25 |83.47 |273.3 | 69.56 | 69.56 | 383.2 | 82.36 |83.47 | 269.7
9 9850 |99.61 |188.9 |98.50 [102.48 |183.7 |98.50 |100.73 |186.8
10 9516 |97.39 | 200 |94.60 |95.16 |2059 |91.82 |93.49 | 216
1 91.26 [90.159 |225.3 |87.93 |89.60 |2353 |82.92 [80.69 |277.1
12 7958 | 79.02 | 294.8 |82.92 | 79.58 |280.9 | 81.25 |83.47 | 273.3
13 79.02 | 79.02 | 296.9 |84.59 | 80.69 | 2715 | 80.69 |83.47 |275.2
14 8192 |81.25 | 2752 | 81.80 | 82.92 | 273.3 |81.80 |79.02 | 286.8
15 7958 | 79.02 | 294.8 | 8236 | 83.47 | 269.7 | 82.36 | 83.47 | 269.7
16 81.80 | 80.69 | 280.9 | 78.46 | 8236 | 286.8 |81.80 | 80.13 | 282.8
17 79.02 | 79.02 | 2969 | 8236 | 79.58 | 282.8 | 82.92 | 79.58 | 280.9
18 78.46 | 82.36 | 286.8 |84.03 | 80.69 | 2733 | 79.58 | 80.13 | 290.8
19 82.36 |83.47 |269.7 | 8192 | 81.25 | 275.2 | 84.59 |80.69 | 271.5
20 8192 |81.25 | 2752 | 79.58 | 79.02 | 294.8 | 81.80 |82.92 | 2733

Ref. code: 25595710300038JFN
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I mm

1.5 mm

- ' '3 Y = Y ¢ -
HITNN N-3 BLAAIAIAIINLYIENTIZ Quenched and Tempered m‘emaﬂmiL%mmmﬂﬂu&Jﬂa’NLL‘L!’JL‘UEJ@J

asad 1 s 2 RYE
Offset (mm) |D1  |D2 |HV |DL |D2 |HY |DI |D2 |Hv
0 7123 |67.89 | 383.2 | 7236 | 71.23 |359.8 | 68.45 | 70.12 | 386.3
1 7179 |69 | 3742 | 6845 | 70.67 | 3832 | 69.56 | 70.67 | 377.2
2 7234 | 69.56 | 368.3 | 66.78 | 72.90 | 380.1 | 67.89 | 69.56 | 392.6
3 7012 | 7234 | 3654 |69 | 70.67 | 3802 | 70.67 | 66.22 | 395.8
4 69.56 | 67.89 |392.6 | 69.56 | 70.67 | 3772 | 71.23 | 69.00 | 377.2
5 67.89 | 72.34 |377.2 | 67.89 | 69.56 | 392.6 | 69.00 | 69.00 | 384.4
6 69.56 | 67.33 | 395.8 | 70.67 | 66.22 | 395.8 | 71.79 | 69.56 | 371.2
7 67.89 |71.23 | 383.2 | 6622 | 7T1.79 | 389.4 | 7234 | 70.12 | 365.4
8 7234 | 66.78 | 383.2 | 70.67 | 69.56 | 377.2 | 74.01 | 71.79 | 348.9
9 9572 |92.93 |208.4 |8292 | 77.35 | 2887 | 85.70 |84.03 | 257.4
10 104.62 [110.69 |160.7 |100.17 [104.06 |177.8 |98.50 |102.48 |183.7
1 9850 |96.83 | 194.4 | 94.05 | 96.83 | 2035 | 92.38 | 93.49 | 214.7
12 9238 [90.15 | 222.6 |85.14 | 86.26 | 252.4 | 82.92 |83.47 | 267.9
13 82.36 | 8514 |264.3 | 81.80 | 81.80 | 277.1 |84.59 |84.59 | 259.1
14 84.03 | 84.59 |260.8 | 82.36 | 84.03 | 267.9 |83.47 |84.03 | 264.3
15 81.80 |84.03 |269.7 | 84.03 | 84.03 | 262.6 |82.36 |81.25 | 277.1
16 86.26 | 84.59 | 254.1 | 80.69 | 83.47 | 2752 |81.80 | 82.36 | 275.2
17 82.36 | 82.36 | 273.3 | 84.59 | 84.03 | 260.8 | 81.80 |80.69 | 280.9
18 84.59 | 83.47 |262.6 | 8570 | 84.03 | 257.4 |84.03 | 82.92 | 266.1
19 85.14 | 84.59 |257.4 | 8236 | 85.14 | 264.3 | 83.47 |82.36 | 269.7
20 84.59 | 85.70 | 2557 | 82.36 | 83.47 | 269.7 | 84.59 |84.03 | 260.8

Ref. code: 25595710300038JFN
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AANUIN A

UINIFIU The International Centre for Diffraction Data (ICDD)

Pattern : D0-044.1290 Radigtion = 1.540598 Quaiity : Calculated
CoossFes sas 2th i h k| ]
44183 100 1 4] 1
44803 49 1 1 0|
63.285 T 0 [#] 2|
Carben lron | 65222 12 Fi o o)
Also caffed: manensite | 80842 1 1 11 2]
| B2.164 20 2 1 1|
| orsas 8 2] 0 2|
99,307 3 Z 2 o
| 112,543 5 1 L] 3|
| 116,390 5 3 (4] 1]
| 16881 7 3 1 0]
| 135.389 4 2 2 2
164,600 10 2z 1 3
Lattice : Body-centered tetragonal Mol. weight = 10950 |
5.G.: Wimmm (139) Volume [CDJ= 2401 |
&= 285900 D= 7574 |
c= 293700
I= 1 Weor= TAT

General comments: Unit call reference also gives variation of lattice
parameter of austenie as a function of carbon content.
Data collection Mag: Ambient

Calvert, L., Lakes Entrance, Viclonia, Australia , Private Communication i | |

(1993) [ |
|
|
|
|
Radiation : GuKal Filter : Nol specified
Lambda : 1.54060 d-sp : Calculated spacings
SS/FOM : F13=107{0.0094,13)

Ref. code: 25595710300038JFN



Pattern : 00-023-0208
(Fe,C)

fron
Alzo called: Austenite

Lattice : Face-centersd cubic

S.G.: Fm3m  (225)

Mol. woight =

a= 360000 Dx = 7.639

Deleted and rejected by: Deleted by 31-619.
Data collection flag: Ambient.

Goldschmidt., Metallurgia, volume 40, page 103 (1949)

Radiation : Co
Lambda : 1.78897
SSFOM ; Fo= 6(0.1810.6)

5366

Volume [CDj = 46.66

Zth

43473
50674
T4679
90676
95 944
117.718

-

sgEgEE

Radiation = 1.540598

=

AN WA R -

>

[y S

SR —-O O -

-
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Ref. code: 25595710300038JFN
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Ref. code: 25595710300038JFN





