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ABSTRACT

Most railways use continuous welded rail (CWR); instead of jointed rail, in which
the rails are welded together. The thermite welding method is one of the railway
welding technology that widely used in field welding because it has a simple
structure, good mobility and does not need specialized skill. However, the welding
quality is essential to be controlled because it is directly related to the safety of
railways. In present research, the UIC60 rail is selected and the thermit welding
method is employed with three different preheating time of 3, 6 and 10 minutes.
The influence of preheating on the quality of thermite welded rail is evaluated by
using four main methods. First, the ultrasonic testing is used to determine the
defects in weld. Second, the residual stress is examined using X-ray diffraction (XRD)
technique. Third, after XRD the thermit welded rail is cut in longitudinal direction to
observe macro-structure such as heat-affected zone (HAZ). Fourth, the mechanical
property is examined using hardness measurement. From experimental result,
preheating time significantly affect to the quality of thermit welded rail. The
minimum preheating time of 3 minutes reveals the defects at rail toe resulting from
the insufficient preheating time. However, at preheating time of 10 minute the
fraction of bainite structure is higher than 3 minute and 6 minute preheating time.
This leads to the higher hardness values but brittleness in this condition. According
to present results, preheating time of 6 minutes is the best suitable condition for this

thermite welding UIC 60 rail standard.
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Adudanlaila vue Afudeslinnudguiuninguyedazladu Tnevialy

£
v v

wamveyudlnglnfearlasudegetiaisauauseunn 15 KHz wihiu ushinienedates

q
'

awazlﬁ@mﬁmﬁﬁmmﬁqqniwﬁléf Foulngunfiudamn sandludn Sulnasmneiniy
Feefifinnufigendn 20 KHz Juld aduidssdaniladaillilunisnmnageugnunnsoslu
Furuduozudady 2 dnvas 1dud Aduniuen (Longitude wave) Uag ARUAINYIN
(Transverse wave or Shear wave) IﬂaLLammsmﬁauﬁ‘uam?{uLﬁmmugﬂﬁl 2.6 Fafinsld
Auuananiy pdusueeldlufnsnaeuuuunss wirdumuendldlutnsivaeuuuy

Y

Longitudinal wave
direction of oscillation

¢ 88 @ @ o $ 08 o L L e o9 L]
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& 8@ 9 & @ ® o8& 9 L @ ¢ @20 © @
Q&@”G .49 @ @ & 8.0 9 &
e & / @ L @ 890 @ @ & @ &0 o &
¢ @90 @ 2 @ & o0 o @ @ ® &0 ¢ @
® 9 @ ] o e 6o @ @ & ® 60 ¢ L4

s
4

n) UAPANWUZUDIAAULAEININYY (Longitude wave)



Transverse wave
direction of oscillation
‘.. e ® 0 ® & ®
@ : ~ [ ] e
eo diteelsoteseselietanss
@ ® © v e® o %0 _ ® ® v
® e ® ' 9g ® 0 ® e 9 _go ®e
® ® 0 _ e%e %e €% g 0 :
°q ‘:oa:‘::.-',n_‘o::O:bu:‘
o0 e g @ e
|

>

Q) LARIANWNLUDIAAULELINNNYING (Transverse wave)

JUN 2.6 uansdinuynizvosniudes

ANLSITBIAAULABY (Wave velocity) AnuiSivesndudeaziuegfunuantd

YosiNa AT UFLARBUNN LTz UANANTuBRN UM NN 0 TaRALAIT19T 2.1
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Material Density A Vi z
Kg/m® m/s m/s x10°Kg m?s™

air 23 330 - 430
aluminium 2700 6320 3130 17064
aluminium oxide 3600 9000 5500 32400
barium titanate 5400 5000 - 27000
brass 8100 4430 2120 35883
cast iron 6900 5300 2200 24150
concrete 2000 4600 - 9200
copper 8900 4700 2260 41830
epoxy resin 1170 2650 1100 3150
glass 3600 4260 2560 15336
glycerine 1300 1920 - 2496
grey casting 7200 4600 2650 33120
lead 11400 2660 700 24624
|magnesium 1700 5770 3050 9808
motor oil 870 1740 - 1514
nickel 8800 5630 2960 49544
nylon 1140 2700 - 3000
olive oil 900 1400 - 1300
teflon 2200 1350 550 3000

rspex(plexiglass) 1180 2730 1430 3221
polyamide(nylon) 1100 2620 1080 2882
polyethylene 940 2340 925 2200

lystyrol 1060 2380 1150 2523
polyvinylchloride(pvc hard) 1400 2395 1060 38b3
quartz 2650 5760 - 15264
quartz glass 2600 5570 3515 14482
rubber vulcanized 1200 2300 - 2800
silver 10500 3600 1590 37800
steel(low alloy) 7850 5940 3250 46620
steel(calibration block) 7850 5920 3250 46472
steel(stainless) 7800 5740 3130 44800
titanium 4500 5990 3120 27000
tungsten 19300 5170 2880 100000
tungsten avaldite 10500 2060 . 21650
uranium 18700 3370 2020 63000
water(fniman 4 win) 1000 1480 . 1480
zirconium 6400 4650 2300 20800
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N3ATI9E0UAILTT Ultrasonic Azordendnnisasviounduvesnduidesniugud

2.7 FnpibiiAadunivgnafiuuuteudninavan3os Ultrasonic

Ultrasonic

/ Transducer

uutT

- =

Flaw < \

{

_——r = - - - -

I
I
1
I
1
|
1
1
A
\

- —

JUN 2.7 uansmsazviounduvedniudes 6]

233 MIINANIUAUANAT
2.3.3.1 Bndisdanunsndy (X-ray driffraction)
ns¥annuduRnAeeiBiBnisdanunandu endendnnisuesnisinivaes
$edSnd Wladrssdmnnsevuing vieeyninvinnsinimesdi¥ed azviousenuvhny fu
szurvveteyMIAIAUYNTaIE S ERnnsEny Mandnnsidosiulul A 1912 wae
W.L.Bragg lathanviimsfing susuulassadnandn seunlafinisusefivgAnau \Seend

idanunsntuIulul 1948 uwagiimuiundes aunseislinisinetreuiiames unuszyndld

£
=

lunsmuAuMOY wevlinseilszuiana ieliinnnusimsutdud8ady

\nSesllanndauUsznaumiy Yaunaniind@idng (X-ray source) yaUasuyy

) 9

(Goniometer) &wiudinAuiAu waryngunsaluszutananionlusunsun1sin ey

a < s

WIALlA XRD 81A81ann15v89n158959a8Longnnsiuanueraulunsenutuau vlmians

] '
U v =

WevurasFadluyguieingg du lnefivdadudisudoya Wowinssmlunisidenuuss

Y

JuegiuesAusznaunaglasaiuvesasnfogluiuiu deyanlaiuisamnsavsvenyin

Y

YosasUszneuiiey waraunsadmmanuduresEnsUsenauludunuls [7]
audnnienmvedlansuediulnsiasnamianialazn1sinEesiives

azpadlulang nsfinwlassainaneveddansuaununefiinissuuneidavoaund (Phase)

1 4

AusIngey smdgusnuazauInvasvlaiing n15UszliuaAIANNAUANA1R B NDLSE

AnwsAdy (XRD) tun1su1A1ANAUNR2999TUuE naslUTuRuln e 19 Se @S na sl

AMNYNMIARY WNAUTEEENINTENINTEUIULARTR(Lattice Planes) UaINANTaiiA1ue1IAFY
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9g5¥1ing 0.05 4 0.25 nm Welviduaswesssdidndlaanvasadndise lasanesedlviuns

3

nsvaedu vsnm 1-2 Safwns dnaslulufinny 10-30 pm wayldds 0.5 Tadwns %uagﬁu
yilavoslavizuar uwasiiinadidndsdidndavsudnsvosnenfiduedusenovvosndnug
Wl di8nd duiinmsideauudu fanudusiieg fuwazliyuengg fiu %ammmﬂw%’a;&a
W lumsiemeilassadvomdniomanuduandisls
insosdefiliuvasiiiinduacsididndliannidndise (X-Ray Tube) Tasilox

(A-60-Cr) &3 Tiauenandy 2.2897 deanson (Angstom) Anuaedngiliiuunalntiles

4 v

MIAARSIE NI ADILULSIARDY 30 KV ASEid 30 mA AN utIulInLazdaunyinale

lavzuazey Tuayainialleldunainlasdendutrauudwriunszualiingily azviiliun

LR
3

anfoudu Bildnnseudzgnudesesnuiuazgnisslilindsug@umenisldaumieding

'
S o v

FEINTng Wedidnasoulsruith (Target) MviselanemratuazyihliiinSad s ndau

= o

TMENF19U 99 % zldsudundsnuanusoudssitiazdewinlmduadlaonisnaoidu

AaBALIAY AIFUN 2.8

Wehnelt Glass
Bervlium window Metal

Electrode

vt WA A
Fi” - X D)

al
)04 %\D )
Cooling = 2

flange Cooling :
Target Filament

water

JU# 2.8 nwdnuevaenidndsd (8]

2.3.3.2 wAllAlagg (Hole-drilling technique)
mMsinnnuiunndneiomada e Wuisiamisavinliheuasss W33
ﬁlﬁ%’ummﬁaﬂumﬂ%mmaau%ﬁmagj‘lumimmaauﬂismw Rai1aneTuau (Semi-
destructive methods) Lﬁaqmn”Lumswmaa‘u%ﬁawi’wmang%ummﬁwwiwmmm‘%amﬁ
UanUaegeanuiazgninlay ainsuina (Strain gauge) wazthuuvasdusmanuduiinndg

agmeluiuay
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23.4 1A39831993801A

[

Faglavgdminuannd iwdinuas vewwas veandes uazezgiifounay [Judan

q
'

[

Aenssuigniunldauannlunissdalududiuerueud wsesdnsna swuludeiaglans
dmiu ulaseaiieeras FalanemarilaiunsTusuaieddes 4 wu nsnuiugd nns

30 n1vde Maden Wudu nguszashvainisnsiaaeulasiadiwnaia (Macroscopic

Examination) A8 tialuladouailaiduyasduiiulans Wy anwuenNIS589f1999Ln5U

Y
'

SnwairvassesreiiolanefiAnanmaiden

nsmmadeulasiadisunninveslane (Macroscopic Examination) 34vilélag
nsthiulangluiansadan Etchant wdansaaaounafifiniusenia viendesqanssm]
Sfeenen adavdunsnsideuiiuiiusnaniig q vosfinlave lusaeiinisasaivaeu
Tmsaa3193an1A (Microscopic Examination) o anwudednumuyvesiufinfiusingves
Fusufidiunswisuiionisnsreaeunislindesganssed a Mdsweiegenit 25
Tum o7 Tassadagannvedlangsinagdsgnaulumeinsu (Grain) uaziwaig demn
HuilondnazZonin wnsng (Matrix) Lwimmﬂuﬁamﬁnqlmﬁawé’n%mmﬁamwS]dw

'
o <

auMA (Particle) FaagyiMsnTvaeuinaeganiuazluuTInuAU 9 Wil

<
23.5 AIULYY
ArruLBIvesiantelainiduaudRidinafiugiufiawisedliiunaaniilae s
vaaianuule 1w ANUAMUNIULSIAY Aumided nsvuseusadunduaznisdnuse (udu

JagdumsinAanuudanuisanseyitlade iessngunsalinmunisdrunaduszuy

o =%

SRlulR WAFINAoIAT9D9RD N1SEBNISNAA UMM AN U UNIENAZFDY IN512I1TS

negaUANUWITuivateUsEan A msuismstaanundanteuldluanulangdull 3 35 Ao

1. NMSNAFBULUUUSAA (Brinell Hardness Test)

NANNS NISNAABUAMULTILUUUSIUAE 81AUNITNAVDITINANTINAUNKNEADIN

wiinndguudaieriamuaislud Jalvuadurugudnats D asvuiuiafununagoy

[

meusng F aagd neasausanaduszeziign 10 f 15 Iunitdmsuianussianmanise

9

a a =)

WIaNNA" wazAsALsudusEezngn 30 Juridmsulaveoou 1wy azaililey Lazvourdos

Y

] '
a =

sy iiiAnsesnafifinnudn t wasfiiduhugudnarssesnands d Faldannsiadu
HiugudnaesesnalulwiInminiuassALamiAnade InoiniesloTanesiniuaziden

0.01 #adwns AANLLdruInlAINLTINAYNIIeRUNTouN TufAe
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ANAINUVIVILUGDY — —

A

0:102F

e =+

%&- d >

gilﬁ 2.9 LAAINSNAFDUANULTIMUUUSIUA] [9]

o
1o

~0.57D (D — VD2 — d2)
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wiluneujoRtuliduludesdnaaanuudaingasimuim msizaiunsatinig

g1uRfgvanduNIuAudna1esesna (d) wazauiausenaildifisuiunseannundeile

muaudlalnense sanandlunisean 2.2

Tnevlugnueaiildiluiinalvuin 10 fafwns wazawisaldusnalaseus 500

Alan3u gegniia 3,000 Alansu MiwATINUTBINITIAdBULUUUSIUAGAD BHN w3e HB

A5199 2.2 LLammmmLL%W'%LuaémmumLsmmLLasmmm';Lﬁwhuquéﬂmq

WU uAUENA1NTosNA

1500 | 2000 | 2500

mANULTsUsSuadrunhminmng

3000 |

1500 | 1000 ;
(mm) “ i z ; f
| kef | kef kef | kef | kef | kef
2.00 1158 | 316 473 632 788 1| 945
E x s
2.05 150 | 300 450 | 600 750 | 899
2.10 143 § 286 428 | 572 714 | 856
272 | 408 | 817

2.15

1136 |

544

681



o 130 | 260 | 390 | 520 | 50 | 780
2.25 (124 208 | 372 | a96 [ 621 | 745
230 115 238 | =se |l ia7s || 503 |l 71
235 114 | 228 | 341 | 456 | 568 | 682
2.40 109 | 218 | 327 | 436 | 545 | 653
2.45 104} 208 || 313 || a16 || 522 || 2
2.50 100 200 | 301 | a00 | so0 | 601
2.55 l963| 193 | 289 | 385 | as2 | 578
2.60 926185 | 278|370 | 462 | 555
2.65 589.0 X8\ /267 4 356NNga5 || 534
2.70 857 171 257|343 | 429 | s14
275 826 165 | 208 | 330 | 413 | a9s
2.80 1796 159 | 239 | 318 | 398 | a7
2.85 1768 | 154 | 230 /| 307 | 384 | 461
2.90 741 148 | 222 - 296 | 371 | 444
2.95 71.53 143 | 215/ 1 1286 || 1358 | .429
3.00 691|138 | 207, | 276 || 346 | 415
3.05 l66.8/| 134 | 200 | 267 | -33¢ (401
3.10 66| 129 | 198 | 258 | 324 | 388
3.15 62.5) 125 L 188 /720 | a8 | 515
3.20 60.5% 121 : RE_Y 282 v 363 |
3.05 ses| 117 | 176 [hoshs 205 [ 32
330 sea| 114° ' 470|257 280 | 3m1
335 [ T mm———E 1 2201 1l wre 4 a5
3.40 lsaall 107 || 160 || 214 || 267 | a2
3.45 518 104 | 156 | 207 | 259 I 311
3.50 503l don || wst I 201 | ose | a0z
3.5 489| 978 | 147 | 196 | 244 | 293
3.60 [4075] 950 | 142 § 190 || 238 | 285
3.65 la61| 922 | 138 | 188 | 231 | 217
3.70 449| 898 | 135 | 180 | 225 | 269




243 | 486

2.8

a75 laze] 872 | 131 [ 17a | 218 [ 262
3.80 dpdll sl 107 |l dre el 212l ioss
3.85 a1l 826 || 124 || 165 || 207 | 248
3.90 a0z soa | ot 161 20t |l 2a
3.95 aoitllizes Il aip ol ke I 156 || 95
4.00 sl 762 || i11a WPiise | 1or |l 200
4.05 371| 742 | 111 | 198 | 186 | 223
4.10 362 724 | 100 || 145 || 181 | 217
4.15 T i TV My ; 191 | 177 | 212
4.20 344| 688|103 | 138172 | 207
425 336 s [/ Ao -T3a | Yepn| 201
4.30 1328 656 | o83 | 131/ | 164 I\ 197
4.35 Esz.oi 600 | 959 | 128 | 160 192
4.40 ;31.2§ 62.4 ! 936 | 125 | 156 | 187
4.45 1305, 6107 Foota 10122 1 153 183
4.00 (381 762 | ~a1a/ ] 152 [ i1on [ 229
4.05 t371E 74.2 111 | 148 | 186 | 223
4.10 536.22 724 | 109 | 145 | 181 f 217
Y | |
4.15 13531706, 106 | et o) 177 Y 212
4.20 t34.4§ 68.8 ] 103 138 128> I fo7
4.50 ?29.85 596 | 893 | 119 émi»éi'éu_%rmﬁém
4.55 wo1| 582 (872 ¥ W@ LAK | 17
4.60 §28.43 RELNBAY e 102 | 170
4.65 ;27.8§ 556|833 111 | 139 | 167
4.70 271 sa2 | 814 | 108 | 136 | 163
4.75 ’265 | 530 [ 796 [ 106 | 133 [ 159
4.80 259§ 518 | 778 I 108 | 130 § 156
4.85 2254 508 Al qed il doe |l ot 152
4.90 §24.8§ 496 1} 7aa-i 692 M Tis4 | idg
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|

s sl are s e [ d s
5.05 233 a66 | 698 | 932 | 117 | 140
2 5.10 228| 456 | 683 | 912 | 114 137
5.15 223| 446 | 669 | 892 | 112 | 134
‘ 5.20 |218]) 436 | 655 I 872 || 109 || 131
5.25 214l a28 e Iisse || 107 | o8
5.30 |209| 418 | 628 | 836 | 105 | 126
5.35 1205| 410 | 615 | 820 | 103 || 123
5.40 220.11 402 | 60.3 ; 80.4 | 101 121
5.45 519.7‘ R [ /5%L | TEBNINge5 | 118 |
550/ roatams/sze 712 | 96\ 116 |
555 11891:37.8 || 568 | 756 | 95.0 W[\ 114
5.60 :18.6‘ 372 | 557 | 724 | 925 l 111
5.65 182 364 | 546 | 728 | 908 | 109
| 5.70 ;17.8 356 | 535 E Tkl 898 T 147
5.75 ?Ef}s.o 525 l 700 | 875 wfm1o_5_
5.80 172 304 | 515 | 688 | 858 103
5.85 516‘82 336 | 505 : 67.2 | 84.2 t 101
5.90 1165} 330 | 496 | 660 | 825 | 99.2
5.95 '16.2§ 324 (| 487/ 648 | 812 |/ 973
6.00 §15.9 f'_'_aﬁl.s ;‘47.7 | 656 NP5 t*955
| 6.05 1156 | 312 ' 468 | 624 | 780 | 937
6.10 153 306 860 | _siZ Al 767 | 920
6.15 215.1? o Tea=T 504 | 753 | 903
6.20 1148 | 29.6 443 I} 592 |- 738 i 887
s 145_2905435 [ s8o [ 726 | 8711
| 6.30 142 284 | 227 | 568 || 713 ? 85.5
6.35 14.o§ 280 | 420 | 560 | 700 | 840
6.40 13.7:? 27.4 5 412 | 548 | 688 | 825
6.45 \13'5§ 270 | 405 | 540 | 67.5 | 810 |

17
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ﬁqﬁumwwmwmﬁuaﬁumuwmawLLaxmmhiaﬁwLamamaqiﬂsaa%ﬁamaqamﬂ%aﬁma
Yfevsernsnaaey ienanliilimenuuduaisvesianiinaaey

Taideinnuudalannannisiaduriugudnaissesnn azduerinmuianaaan
n13auA1veIvinIIageuls wonanilsesnafivuialug Seldarunsavinisneaeuiy
Funuunadnrietunuiivianngle

Aanuudaldnannsinduriugudnaissesnn aztueNinAURANEIARINNNS
smAwosinmadeuld uenanisesnafivunslng Fldansarhnismagousutuny
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‘U‘Lﬂﬁ]Lﬁﬂ%i@%u&’mﬂU’N‘u’lﬂﬂlﬂ

Y231

e

« NSVIAADULUUUSIUAS limasteinmNuudaiu 450 HB LWﬁzmmmLL%aﬁgamwu
oz liAnnsiduguvesng sivlisesnsluajnitnnuduaitennuudeiive
lateeninAnuduass

* T28¥MNTENINAAUINANVDITOYNANS D TLHLYNUBIIAAUINAITBUNAIIN VDY
vostusumsialdiosniassviwesarueniduiuguinaaaiososna (2d)

- AUTUNYRITUIUMAGDUAISTIAINN I AUNIYeIRNNENSONA (10) Y3819
ﬁmmwmﬂLtsaﬂmiﬁmmsaﬂmalaiﬁwiﬁl,ﬁmmiLﬁagﬂmﬁ”mwé’waﬁumu

- Augduruguinataedesesna (d) asiiaeglugie 0.2 - 07D u3e
Uz 2 - 7 Tadwnsdmiugnuearuinduriugudnad 10 Tadwuns ins1enin
soonaanifuluazyiliveuvessesnalinuda denaldinninuenldeinuas
WS UARMUAANAINIINNITBIUAIAIINE1IEUIN Tunanduiu nnseunall

wun g nuluszilniansnefesieduaiumudisun

2. MINAABULUUTENIAE (Rockwell Hardness Test)

Wumsiamanuudsesianlnenisinarmanvesiinadeindaeimesmnsainge viogn
veawmdnndfidvuin 1.6-12.7 faduns (1/16 - 1/2 §2) uaridsadnsnavesiiatuauy
naaausiensldusinaamia (Minor load) tiedmungaéeddlunisinnnudn n1sin
AU uuusenadauIsautteanlnatenirsnisageuannisldusinanazianad
Aafu wisnsvedeuiidenldnageuiulanzd 3 53 Ao son1add (Rockwell - O) | 500

188U (Rockwell - B) warsanyiadie (Rockwell — A)

mMInAaeuAILTILULTENDARTlTRINANYIMSINTIe Tyudate 120° lumsvaaey

Sunuagliusnaui (Minor load) 10 kgf NAAIUURITUNIUNAZDU NUULAULTINANAN
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(Major load) 8n 140 kgf ArAuLTRzgneudiedusinandneen Juiledunudignnaas
AudanduluvTinumils uazgauvdeisasnal Tauaemnaazey o furiiiiinaInns

yUMIDE9NNTVRITUNUNAGRY Aauanslugy 2.10

WARLN

l WRARLT +LSNARWER Lme

5UN 2.10 uanssnuuzLsIng [9]
TunsAnluaranuudatu 61 E Aernsiagnudsesnidiu 100 du duaz 0.002
mm Wag e AoANMUANTIARINNSEEFURE 10159 INNISNA NzaunTamuInAIA LT
leiRadl

HRC

Auwdsseninaas = 100 —

0.002

1l
[ d v

agtutagngnanidnludnuinndt 0.2 mm wiedanseu azliauisanismegeuniy

9 Y

wdanuuseniiaadle lunsaliiasldnisuaaauanuudeluusoninadousoleuwnu

v
a o

NSNAFBUANUL I UUTONARULTUADULUTDUTUNISNAADUAINLTILUUTININAAT

16) ¥ @ d‘ 3 -3 % 3 : 2% ] 3 Qu & E
waldinanyiaingnueamanndiguuls vunadunugudnat 1/16 {3 wie 1.59 uu. 14
WSINANEN 90 kef MagAUNITNAARUTARBEY INT12dN138AY9v0e E 10U 0.26 wal. uaz

wUadu 130 dau druaz 0.002 wu. azduAIALLTsTRulFan

HRB

Auwdsseniiasdt = 130 —

0.002

TuvuENIN1INAFBUAN LI UUTINIAZLDALN TN NTULABITURUNITNAZDUAINLTS

LUUTBNIAAT ABlEMINALNYINTINTIY LasiMUATEYE E = 0.2 Ui, WALTWSINANEN 60 kef
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=
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Anuddldlagnsianeiomadeu @a1ursalddusuunadddillewSouiisuiunis

NAFDUUSIWAS Wszihnadluuialannii

JordufaanseuRitununeasulmseyu Lillseslntiu ANADILILAYAZDIR LS

Anfununadeutzinadeninuudeganniissnnsesnafivuadnuarlsidnuin (seenn
fywaduruaudnattlugicseuia 0.2 - 1 Jadns)
o1
- TRt uUNngeUResiliteeni1 10 WhaesnuAnsesna yedunnned
111v‘h’lﬁﬁaﬁwwé’waﬁumuwmauLﬁﬂnmﬁagﬂmq
- syarinveaguinasesnafuIAguinasosnainlUnTe T NTa VBT UIY
naapuAlsisyerlitesnin 3 wu.
« MIVAFBUAMUUIMUUTONLIBAT Wz iuntsmedeuTanuds Wy mdnnarguuds
Apudefinzasdmsunmmaaeunuuseniaddeglurae 20 - 67 HRC

« ASNAABUAIULIILUUTDNNGRT MuIzAUNITnadaulanyeau Wiy LHannan

a a

ANSUBUAN Badliloy waznowad WUAY ATALLITIMNIZaNAINSUNITNAdaU

Y

wuusennaateglugas 35 - 100 HRB

& <

NSNAABUAULIIMUUTINIIAR D ATTUN DU DUAUNITNAFDUAMULTILUUTONLIAE

'
o

7 usazldusinananainin fs 60 kef Arsuminnafivesninties inlvisesnnveanns

v
A i

neageuiuiagiieiusuniuledisuivseniiadduasisausainnnuuiavesiaglalutie

nindnsualangsouauiuesdndtafinnunigs widedelunianduiuifeniy
a [ [ 1 3 v ] 3 [

azBnluNITLINLIITEAUANULTIVENLIUNINANT Y WU AULTITUTLFIU 28 WAz 30

sennaad aninaudlarlufneiud1inaeseninade agrslsinuseniiaateaiuisald

[ 1

NAABUAMULTITBITUNUUITIAUMUIIgATnIInsisonasdvaiduniumanuud

a0 v

Yosianmie fANuulNsaunaIziukasAuUIigasznadeulshasiianioy

3. MINAABULULINNGSE (Vickers Hardness Test)

[

Wun1sTadranuudafildinanasvsafisnfingu 136° grudivdoudnsa naasuy

HATUIUNAZRUMBLTINA F Javuinmua 1 - 120 kef lnunnasniainiuliduanu ans
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IAADUNVBININANNAAIUUTUIIUILTTIA 15 TU whazAIAILsaInalIDnssaeniaduiu

yinveadan 1wu wdnnd1asausnalissann 10 Juit luvusiiagdouszausinaliuu

q

N1 Werinagneniu sesnafiiinduazgninuuialaenisindunuesyu di waz d2 g

ANNAzIdEAN1TIA 0.002 uul. sz Anaferauduniedyu (d) asgninluAnnainuuds

[

&
ANUY

WIANANTINTS
Wizdiagu

|
Fvauy

TUMUNAROL

hitp:/iwww.twiprofessional.com/content/jk74.html

1%

3UM 2.11 wanaseenafiiinduainnisinuuuininesa [9]

o a g L da
AANARLIIALADS = WSHARMUYKHISEUNRE
0.102F x 2cos 22°
dl
_ 0.189F
dl

Wudeaiunsinanuuduuuuiived Arnuudnzgnainliudafinnuensesna
LazLsINATLIAA199 TugUveenisne nsee1alinnsuansAinnuLdsessuudnlulimidy

ALATINLATBIMAADULABATI NUIBAMULTIAD HV %50 VHN

Y

Jamminadvuindntasusanlidnadi seunndeetailvuindnninnsuveslans 39
ansainaruudlifiseaulasiadigania munzivnunageuiineinisauazdunves

AL amsanaaeulaviviandeunas Tanuds

v

Joidsdaunisuiiunuliissuiazazeinunluszaunaiuisodesgiaseunisls

Mdsvene 40X o fedhiiasuingu seedntiu wisflaueenles aguuRifurunadey

Y o w

UBINNNA

« ANumUTauUMaaeullmstaundt 1.2 Whveudunueyusosna
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« 5281 NTENINAAUINANTOLNANUTDUTUN UNAFDUNITBVBUVRITOUNA AFTH

yuAlitesndt 3 WnTeIrLETLEULLNIRAYDITeENA

mAuLdsnnmsvegeunideqiiu aunsadSsuiisuiumamaaeuluniiedugld &

Touandludriunilavesnisnean 2.3 Feazidulsylovilunisiuseuiisuaianundddunsan

FUNUHIUNISNAADUINNLAIDIL DNAABUNANTU [9]

A9edt 2.3 WaRINSLABUAIAULTIINLINASEIY ASTM E140-07

| Rockwell Rockwell | Rockwell |Brinell 10-mm |Brinell 10-mm
A, 60 kef |B, 100 kef i Standard Ball : CarbideBall |
(HRA) | (HRB) | 3000-kef (HB) | 3000-kef (HB) |

|

%

C, 150 ksf |
| (HRO |

a7

68
67
66
65
64
63
62
61
60
59
58
57,
56
55
54
53
52
51
50
49
48

85.6
85.0
84.5
83.9
83.4
82.8
82.3
81.8
81.2
80.7
80.1
79.6
79.0
78.5
78.0
77.4
76.8
76.3
75.9
75.2
4.7

L

(500)
(487)
(475)
(464)
451

442

(739)
(722)
(705)
(688
(670
(654
634
615
595
57%
560
543
525
512
496
481
469
455

I
1

i

443 |

900
865
832
800
772
746
720
697
674
653
633
613
595
577
560
544
528
513
498
484

Vickers Hardness

Number(HV)

940 |

471
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45
a4
43
42
41
40
39
38
31
36
35
34
35
32
31
30
29
28
27
26
25
24
25
22
21

73.6
1351
72.5
72.0
715
70.9
70.4
69.9
69.4
68.9
68.4
67.9
67.4
66.8
66.3
65.8
65.3
64.8
64.3
63.8
63’3
62.8
62.4
62.0
61.5
61.0

421
409
400
390
381
371
362
353
344
336
327
319
311
301
294
286
279
21k
264
258
253
247
243
5T
231

432

432

421
409
400
390
381
371
362
353
344
336
327
319
311
301
294
286
279
271
264
258
253
247
243
237
231

458

446
434
423
412
402
392
382
372
363
354
345
336
327
318
310
302
294
286
279
272
266
260
254
248
243

23
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2.4 asiaalaazinsuvaaran
TangRauwan - ANSUBUNUTENaUMEANTUBLUS IR 0.03 - 1.2 % WudnTda

0.25 - 1.00 % uax519du 9 Bndntey 9z138n31 HANNa1UsEIAN plain carbon (plain -

b

carbon steels ) Wislavignauingn - Arsueugnviliduatedsdn azifininaniag Jud

D

paumniiuazdadiuesAausznauiuananiu duansluimalnozunsuues Fe -FesC dagui

2.12 wialaezunsuiilulaezunsunldliegluannzaunasss wszarsusznouminans
lua (Fe; C) M38n31 cementite I a1unsaaanefluilumanuazansuau (wnslug) 1o
AIUULIIT901938NETUTENOUIMANATSIUATLLT Mettastable phase walnazunsuaes Fe -

FesC 9zUsznaunie ferrite, Austenite, Cementite ( Fe; C ) uaz ferrite

Temperature Temperoture
%2 y = Austenite <
3000 & £ B a = Fernite
¥ £ ; ! 8 = Delto iron
2 irL H M=
o ! i c Cementite Jis3e
2720 .
1492
' ! L
2600 ! ; : N
2552 ; 1 : CMbegins 7
' ' H to solidifty ,” - 1400
A ' { H Prlmary : ,
'y ' i H austenite \ ¥
: ; i Austenite in Peglie1c ¥y
el
2200 : b4 i ; liquid solidify
i
: i ; A L+ FesC
288 ! Austenite solid solution | 2066" F o
! of carbon in gamma iron | . ;
4 !
1800 i ' 1 : Austentite 1 FesC J
| Mogretic (1414° F), 2 i ; Ied:buritc !
4670 Ipomnt A L an ok
1600 N}/ 2 H CM\ ‘ cementite Y titee
4 i . ! Cementite
gt H 1 ' Austenite | and
40 1 2 ool 1Y | Ay topearlite | ogeburite |70
N A7 : 1 1 723
> L} " * '
20116028  Pearlite | Pearliteand C | Comentite, peariite |
! and [ i }
o ! ferrite | a+ FesC ledeburite :
! A: ' y _~Mogretic change of Fe,C
40
] e —————— e T —————— 210
A 19000 ! ; 43 6.67
.50 o8%% 1% 3% 4% 5% 6% 65%
*—Hypo«eutectoad+ Hyper- eutectold—~{
Steel Cast Iron

UM 2.12 uanandlaezunsuveuninuasinanaisiun

walsa (Ferite) waiiduaisazaiovasndauuwnsnd (Interstitial solid
solution Jlnsfeznauveia1suauszunsnmeglulasmdnveuninuuy BCC Arsusule

a1usoazanslu ferrite Ioifiealdntas na1nme =i uatuisalunisazais Solid

'
a

Solubility geanaLiies 0.02 % Ngumnad

)

723 °C uagAuauisalunisazatearananduy

0.005 % Figaumndl 0 °C
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geawlug (Austenite) athfuansazarpueaudanuuunsnda (nterstitial solid
solution Jinsfieznenvas A1sUauILUNINAIDglUlATINENTEUMAN Austenite TlAssasng
HANUUYU FCC 92l Amnuanunsnluni1saza1gveenIsusugendt wuu ferite A1NE11150
Tunnsaganewasnsuaulu Austenite ( )agfidrgegaiviniu 2.08 % figumndl 1148 °C uay
anaadu 0.8 % flgamgll 723 °C

Fuulng (Cementite: Fe; C) @15U5¥n8u Intermetallic Fe; C 2g138n31
Cementite @15U5gn8U cementite 3¢AUSUIUVDIAISUBY 6.67 % WALWEAN 93.3 %
Cementite aeflAauanUAuusiusz [10]

soamuludaiinisiuasuudaanals 3 dnvas Ao wolsd, wulud wavumu

lost faguit 2.13

Austenite

Slow Moderate Rapid

cooling cooling quench
\
/ k
; Y b
5 F;egglétce) P, Bainite Martensite
8 piveutectold nfidss (a + FesC phases) (BCT phase)
Reheat

1!

Tempered martensite
(o + FesC phases)

JUN 2.13 uanausutiumsivdeuuUasnayaseaanulug [11]

JUT 2.14 uansurunmuanin1siisunanguvgiingiiisunan (Isothermal

Y 9

transformation diagram, IT or time-temperature transformation diagram, ) danwuy
wulaag Adnee Mugvew C lnadulfausnuaninaifesamuluiEuinnmsdsumanin
yuwmdinnanlingamgiad druduldmdududunannainiswdouna u gunglingg

tududn lnemlugaa C 91asidifies 1 g vi3e 2 ¢ Foumdeuiuntngumgliaaiunmse

v Yy
v [ o w

o1vvzueniunld Mslduiusaunansenduddy lnaei C vugauansnsidsumadume



26

lsduazinelss (Hypoeutectoid steel) n3oiwelse (Eutectoid steel) w3adiulnduaziiia
lad (Hypereutectoid steel) g63 C ﬁag:G‘ll”la\‘imLLammiLﬂﬁlﬁJ‘uLWaLﬂuwuluﬁ (Bainitic
transformation) lnga1aiusndesidu2 g Fadunisiiawuludgumaiigs (Upper bainite)
uar mstAnuvluigamgiinn (Lower bainite) 1#f C gavingawnazfiuduuansgumnd
Bumsidsumadumfmuled (M) uasiidunansounifiarliuinsmiledlusing
A9 fu mugamgiifiandias wu @y 50% M, idusu esnnisvdsumaduimuled
fuRndulsidunuarUiinasniwuledtuiugumgivingy dudumswdsumadunmy
lyAdaduduuuiusunazdialiidubunswdsuianasaiaduguianiion s Tsiey

Senn w@ulas S (S-curve)

800

AN ‘ 1400
800 - - . . g
| i | { i | Eutectoid temperature
Eutectoid te ati — 1400 o e S e S T ———
,______________A/ utecton mperature
700 — 1200
G, — 1200 600 -
600
-{ 1000
— 1000 500
=) 500 o G ——————————————— :
= 800/, 2 " ViER 400/ o
S 400} S & g
2 2§ §
5 E Aol k3
= -
300 1600 300— M(slan)_ 500
M(50%) | El
Mistart) M(90%) o
200 |- 50% RTs 200 |—
M(50%) . M4
M(90%)
100 RS 100~ ¥ 200
| ! | | | |
0 b 0 !
107! 1 10 10% 10% 10 10° 1 10 102 10° 104 10° 10°
Time (s) Time (s)

a A

JUT 2.14 uanaununwuaninsiisuanaumglinafiiieuial (TTT)

Y

Tassadranwelsimdunisianvedlassadranelsduasduulng daniwudoen

v

gunivies uazlinaautAluwivgn dethludesiendesganssml welsdguilousziu
ﬁ L 7 14

1AUVDITU AR18AUNREIARUUUNURIUT bUBEUAIARTWUING wazuwulvfawalsa

2
o

detumelsmdunsnaunauiviuvadulvnveanslsiuasdwulvddigui 2.5
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n) iwalsAvey %) welsiazidun
JUN 2.15 uanslassasranelsd [11]

wuludusznaumemalsduasdiuulng Jedsuiantounaunsolisusi

v
[

wuunTuedivgaumaiiluvasiioulaswadedy dagy 2.16

9 Y

Martensite

Cementite

Ferite

Q,; :f:‘:{:W':vt u

SUT 2.16 uanslassasaunlud [11]
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25 uAdeilieadas

Nenad et al. [1] ¥ihnsileuiisunuandaninauazlasaingania neuwasna
M3 heat treatment Y83n13\ounuUmDsin HaRans heat treatment saeifontiu vinls
AnatAiMInaftuwaziveumilealiiusonden

Chen et al. [3] AnviAsafumsiamngaunnsedlusesiden Tasmsifiuszaznainis

Preheat uavgunpiivedlansilon wdrwdudinisiingaunnsosnelusesiton



UNN 3

A UUNIS

3.1 JUNUNAEIU

Tunuddedldiagiugudumansesaluiivwin Uic6o Afiurminussutm 60

AlanfufeAued 1 AT wanen1ugui 3.1 JoeAUsenaumaalnnisnad 3.1 wagan

AULTATIRN157197 3.2 Tae Tdaadous19 Alumino thermic dafldoulan1snsanae n1s

[
aa [

WIFNTTETAU 3 W, NIINTENUIATFIU 6 W wATNINIENIZEZE1Y 10 U TneTusull

ANMIUAULSIAT 800 MPa

20.456
r—-——o—
l Y
o
o
R13
&
= o &
@ gl &
I2 75
&
w5
120
m v |
-~ R120 16.5
' s
- A & 31 % §
I '
2]
16.5
R120 /3 l
< Py =
o \\20“8&
8| e
| 8 -
8 \» - 7
> 275
1:14 w0
&
~
N2 Pl 2
1 =
Y

gﬂﬁ 3.1 wanawiansiesaliiiouis UIC60
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A157197 3.1 WAR9BIAUSENOUNILATIUDITIe UIC60

Grade of Chemical composition, element in % of mass

Steel C Mn Si P S
R0O900 A 0.6-0.8 0.8-1.3 0.1-0.5 0.04 0.04

AN5197 3.2 LLﬁﬂQF‘]I’Iﬂ’JWJJLL‘?N‘U@Qi’N UIC60

260 274-316

vinldsmegeuasmsidensnwuumesiin feteunisideniusdeadinswion
Fununeumsdoulaetiustosiaseninesdifomnn 25 fadwas Fnishnasudifiud uay
qmawiaﬁwqmﬁqua (Luting paste) WielFuwifusidmduidoweaiu andusiinisnd
Fvsnwuazwifinuteulviiimun A 3 Uil 6 Ui wag 10 Wit fevumemaguas
nadeumesiin neldufdezefidutvosndiauiinnudiu 0.6 Alavrama (KPa) ndw@1nns

VinsEnuavihnswewesiinsielu fagui 3.2



) WAALNANATDUTAUIINLIURLN

5UN 3.2 uanidunounsilieuwuumesiin

31
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3.2 33MIMATeULAZATIVEDUTUIY
51aazLSamsﬁy’umumswmaauLLamﬁﬁaLLmuﬁamugUﬁ 3.2 Inglunismaseuiuey
aunsanueanlalu 2 Snung Ae nsnaasuwuUYinas (Destructive test) MsvAdBU
dnvaueil Tununegeussiamatisdemelslannsaindunldlmils dalnglddmsu
miwmaamﬁam@mauﬁamqﬂamaﬁaq wagn1Imadeunuuliivinae (Non-destructive

test) Funuianazliiianrudsme Tdmiumsasedeummunwsedluian

——  Visual inspection Overview check

— Ultrasonic testing Internal defects

| Thermite welding

X-Ray diffraction Residual stress

® 3 min Preheat

UIC 60 Rails —--<l

® 6 min Preheat [

1
; Macrostructure observation ] Weldine zone
] ® 10 min Preheat J -

—{ Microstructure observation Microstructure

4 3§ 33 3 3

{
L—— Hardness measurement Hardness value

[

JUN 3.3 WanIANUNINNIIAEDY

3.21  mMadaualenUdn
delafuiuanunageunn duduusniiamnsonsivaeuauawsesieulifonis
vngeUnIEAUET (Visual examination test) Wunsldaenuesanwaneuenvosian wu

NSTaNRAA @NNSBUUSHUSRUWRN NMsinazin sa8317 FuesseuidounazuSnalnalies

3.2.2 mmadausleadudaniileiia
Wun1sAaeuAIuNIAsEIL ASTM E164 uuulivinatsduau foiniesmadeuiu

Phasor XS au3uf 3.3 Taglin13ns19a0uiuy A scan uaziinsa9dounuuiings 4 MHz

[

Pa3UR 3.4 Geondumdudevdsihuludliununageu tnelufuanuiigpunnseainlu adu

Y

w@esaglunsenunazaznoundunnduninsin Ineldinusinisnageuifieniu f9esvunan

Gain, Gate A Start, Gate B Start, Gate A TRSH uay Gate B TRSH iilloufiunnszeziaannswism
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JUN 3.4 LanUATRMAARUMIEARULAYS

JUN 3.5 LamIvinTIade uLUUIngs 4 MHz

Adudssiusidudsandountiufmnatsniduveasalnauru luludueus
A9N13Y11N139 52980V e agld Ultrasonic couplant davivtinfiliusinatsdmdudesiu
ﬂﬁuL?maL%ﬂlﬂlu%umuimaﬁé’ﬂwmxﬂuwaﬁqgﬂﬁ 3.5 §aN15MSI9@8UMI8ITUILANUA

wdBaluszegimninianansesdieudgui 3.6



Pasonic Couplant
Koplante Ultrasénico

N 1212/ 354 mb

N .
B

1 ‘ll 43840

3UM 3.6 uansinuzyal Ultrasonic couplant

5UN 3.7 uanagnosdalunisnaaeudaniilana

323  A1SINANULAUANANNAIEDNDLSEANUNINTY

34

\ensrdeuAuaNysallazANAINYDITELTRNLE FunuazgniluAnw

AnanURnNg Ais MyInAMIANANA1 (Residual stress) TneABdnaLsdfnunsndy (X-ray

Diffraction) fiagta304 XTRESS u 3000 fagU# 3.7 uazriinisinuuiisnsniuguil 3.8

Lﬁ'mmmﬂuéwﬂ%’uﬂmﬁﬂLLaxLﬁmnmﬁamﬁﬁuﬁaamﬁagﬂ
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3UN 3.9 UangMuiaNTInANUAUANATY

YUABUNISIATIUTUIU AB FTuUlivdaaue1IUsENN 0.2 1as (AR1n

) A4 o«

AINANNT0ELTONAIUAY 0.1 WAS) e llvuanawN AU Illananaay nTuldRIwIr

' v
v a

A Naze1nTuUIiBeUSey warFuanudiunilvarmidunulmseusesmenseaiy
nT18LUes 80 faves 1200 Fuiluinnsalunseu mszlnuantilinenisiaujisen e

WAUINANNNINVBIUSIUNTENUS U (Heat Affected Zone : HAZ) 1ilans1uusiieusay
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Waw, UShansenuseu wazusnalansiiugiu 3uiinisinanuauandeni 3 uiu lag

(% Y

Tadiseuariusullesnniiusinsgyinnndisogeiian augun 3.9

sz - & Stress (axial direction) — o
T<T,

-]+ -+

-

Axle load Thermal Residual
Stresses Stresses

5UN 3.10 wanamuAunsuLsanseyiansse [11]

NTIAANULAUANANNALIAN LY 2 WUI AD AULUITHLALLUIANYING N1

2 ] A ' o o & v o
‘U‘LNWUIUﬂ’]iV]ﬂﬁEJULﬂulUGﬂNgUW 25 400) LLa:ﬁEU‘W 3.4 Iﬂﬂﬂ@uﬂgw’]ﬂ’]ijﬂuu VLABININIG

v v
o

goulisuiasauiannuuiug lunisiatazdesddununaasulisainiuiddasasd

\A30sllelnnagun 3.12

JUM 3.11 Uanen153nTuNUIAAMLALANANAINLLLTI



UM 3.13 uanamsasiielunis

v
(Y

N

v

Ju

ulviseann

37
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JUM 3.14 UaITNNRIAINLYEITS

3.2.4 nsAnlATEZIuvAIA
iflonsraaeuAInMuEuAnA1Ld) ¥in1sdisemunuasaleeldiadeados
aeWu (Band saw) oﬁ’qgﬂ'ﬁ' 3.13 uardndusuienseaumseiuas 80, 120, 320, 600 WAz
Wwes 1200 ndtentuiunusdadsududauuudnuain Tneldnanvsuun 3 luaseu
wazdnazidoamenanysvuin 1 luaseu LﬁaﬁmﬁnmmmmnsﬁwaqLﬁaifﬂ@ﬁnmiaa

Weon Ushunsenuieu waruinadanziugiu lnensinduanudensalunsou 4%

3.2.5 mMsAnwlaseEinegania
Aournimegoufsuiinswisniunulnefiunuliisuniinemune
Useaas 9.0x1.3x1.4 19uRUAS Lazdntuausdiiiaiu udiatunudensalunsou 4%
wdntuiludeadasndagavssaiuuulduas (Optical microscopes) iienesnuuy

NSIAAIAILLT
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3.2.6 NNSINAIAIUKTY

Tun15¥nAIMINLLDe (Hardness) 221101550719 15199710 A enaneseaidiouunss

=1

Uinansenuieu uazuinalaveiiugiu augui 3.14 Jdldlunsesnuuumsinanuuds

S0060606000

Weld | HAZ Base metal

JUN 3.15 wansninAnuudeuuiissedisiy

Y

3UN 3.16 uanansasinanuudwuululasinnes

Tumsiaaruuddddnisiauuuinnes laewnses Duramin 5 faguil 3.15 Fail
Feulalunsinfimileudude 14lnan 500 ¢f, iana 15 Uil wasdszezrieszninege

WINAU 1 DaAwWmS



unn 4

NaN1INANaN

4.1 Naﬂ'liﬂﬂﬁﬂ‘u{g]"lﬂﬂ']l.ﬂd"l (Visual test)
MNMsATIdevTesdenMeuendenUamuin seadeuiindnlunanisetud
dnwazmoueniiroudrinefudndes sugud 4.1 Tasnwsaudidinisdoudelnsauysal
sywiUaeanaedly 3 devly unndnefuiiszeznannisndn 3 uidl axflewaes luting
paste ﬁLﬂuﬁauﬁ'maﬁﬂag}ﬁ”m wardnveniiolansdendiuivosnunanuslfuifissning

a

1DITNAVAUTN UaZHTUTNAUTURNNAUTI NIzezIaINIIWIEN 6 UT axdliAy luting

Y
v

paste Amaguneq uatliflelanziendruiuiiadntos uasfissoziiainiswdsn 10 und
luting paste sguiaauAnoguuTmusasaUwu uariidelavsiondiuifuluginud
17N duvessosideniiiusisiisseziiainnddn 6 wiit azfianuideuaniian Faieann
s¥eran 3 Wi way 10 Uil agfinnamenuressesideunasiiiolaveidendusanin dves
usnansenuieuluszoendsn 3 wiit anfuddinauldlvgin daunswiav 6 uil fsees

a

a o 14 a 1 a v a 1 aa I 5 a o
YoIFAININoDNNILAZNFYNLUURARUIA e ALY WAluNSWSEN 10 Uit dssuzdn

Ly

wazdvaauduuuagruiuladn
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A) LAAININTENINNSIYBUVDINTEN 10 U
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9) LARISRYLIDUNIATNTEN 3 U 9) LAMITBELYANTIVIAWSEN 6 U

Q) LARNTDULUBUMLIAWSEY 10 U9

JUM 4.1 wamannseninnIsilionuas o
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4.2 wan1snsIvdauflenaudanirlafia (Ultrasonic test)
NsnTIRdEUTeEITaNmsIASessanilulla agvinlrmsuiesesunnseenelurasses

L%auima%uamaaﬂm’lugﬂLL‘uwmﬂsww gNMOLNRNIUN 4.2

) LEAINTINVDINISNITN 3 U

Q) WANINSINVBINITNIEN 6 W7



A) LEANNIINYINITNEEN 10 Wi

44

{ o 1 ¢ - v = -
E‘Uﬁ 4.2 LaRe90819n31W Ultrasonic Test 1558218 IWSENANAY NMNINANIDYLYDU

Wev1n15nTI9d8y a NAINANTETRUNYIN ATzEziIaInIsnsgn 3 urd il

a

AUNNIBIaYiALEn 81.65 fadiuns lngdnnAiveeiiasne ualuseeza1nsnwsan 6

- < o ! '
Uil wag 10 ity linugaunnsedlag

AN5190 4.1 Uananan1snsvasumsnsesdanitladinlneinaingafinasesiden

n ()
-15 [-125( 10 | 75| 5| 25 257 5 |75 |10 [125] 15
SEOENIEN (N9)
3 x
6 el
10 X X X X X X X
Meme: v uaEArinuIauAnTear X wasedildnugaunnses
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NNATNA 4.1 NUITLEENITEN 3 W NUNITNTLIBAIVDIFNTUVUIAENAILAUIIN
Iafenaneseslienauiiaszyvieennly 7.5 Taduns uAszeen3av 6 waz 10 wril ldwu

o w

ynunwsasiilutiuddey

4.3 WAMIINANULAUANAIIRBBNTISIANUNIAYY (X-ray driffraction)
AAnuduanAemslusesdouLarusnunsEnUSoufisseL AN TWSEm 3, 6 way 10

U AULUITNUASLUIANYIN LARASFUT 4.4 uag 4.5 TneTsunisnsinnuguil 4.3

—

JUN 4.3 UansiuniansInANUAUANAI



800 ————————————
600 4
& o
€ 4004 S
v
(%3
(o] L
= [o]
L5200
]
=)
o
3
& 0
0 ® weld
Cross section O HAZ
— — Ultimate tensile strength
-400 T T T T
0 1 2 3 4 5
Position

N)  LEAAIAIANULAUANAIANLLUIRAUINNTLELIAINTEN 3 Wil

8 +--——
600
g
Qo
= 400 4
2 ° 9
o
3 8
2 200
g
° Q
g o
214
-200 - ® weld
. O HAz
CipsYsectibp — — Ultimate tensile strength
-400 T T T T
0 ! 2 3 4 5

Position

Q) LEAAIAIANUAUANANAILLUIAAYINNTLELIAINTEN 6 W7l

00— — — —— R s e T 4 Y

600 .
— L)
@
o
é 400
w
o (o] o
@ (e}
= e
— 200 4
@ [ ]
3
5]
g o
o

-200 4

i ® weld
Cross section O HAZ
— — Ultimate tensile strength
-400 , ; ; ; g
0 1 2 3 4 5
Position

A) LAASAIAILLAUANANANURLIAAYININSZELIIa NI EN 10 U7

JUN 4.4 UanIAANUAUANANAULEIRAYIN



M+ ]
600
o e
g °
2 400 o o
w
v
S e
k7
L2200 9
S o o
3 °
3
& 0
0 ® weld
TS 1 O HAZ
Longltudinal section — — Ultimate tensile strength
-400 T T T T
0 1 2 3 4 5

Position

N)  LEAIANAIULAUNNANAINWULISINTASLEL AN TN 3 Wil

800 - — — — e e SNV
600
©
a
2 400 °
a o
I
> 200
S 8
T
8 o
o
o}
L]
-200 o weld
O O HAZ
Longitudinal section — — Ultimate tensile strength
-400 T T T T 1
0 1 2 3 4 5
Position

Q) LEAAIAIANULAURNANAIUBUISWNATEULBINTEN 6 U

80— —— ]

600
T o
©
o Y e
\EI 400 4
@
: 5
3]
2200 A =
L e
] (o]
3
& 0

-200 4

® weld
Longitudinal section o EIAZ i
—— timate tensile stren
-400 T T T T g
0 1 2 3 4 5

Position

A) LEAIAIAIUAUANANANLLLITNATLELLIANTIN 10 U7

JUN 4.5 UanImANULAUANANAILLLIT

a7



48

N5INANUAUANAIRINLEIRAYINN Tugedl 1 uay 2 suniuladl ssevnanian 3
WAZ 6 U USIUNSENUSBUILTAIAMUAUAININNINUSIUTDUEDN WANAINAUNSEN 10

w1 MUTHNTE B BN AIANNAUNNINAINTUILNAAIANUATULT IR (Tensile strength)

—3

Ul 3 A1ANAUANATIYY 3 Rouly arlndlAssiunisuinuseslioutasusnunseny

3o Tugah 4 W3Bn 3 il VinusesdeuzdiAAnufugIniTuSnansenuieu wigv 6

3

v
a o

w1 e 2 ihadiAanudunnAslndiAesiu wagnigv 10 uril vshansznuioulege
niwsnasesdeu

msinAAnuAunndsNLLe Tuged 1 Wl seozamdEn 3 was 6 undl §
ArAuLAumnAeTlndlAs sty uAn3dn 10 w7 AAruduLand1sTureud N Tng
UShansgnufeuiimainis lugail 2 Aaruduis 3 Geuls luudnunssmudousasuina
setBoudalndiAseiu Tuandl 3 uaz 4 szpEamMIaN 3 uar 10 wil daAuduand
fe Fagadnlndrranudiuussie Taawddn 3 unit vinasesdendainuiduganis
uAnAeRUNSEN 10 i Musnansenudouiimanudugendt fisvevamdan 6 uiidu §
AAdLRNASaTUSIuNTEUSeuLaE S nusea Ten

NNHANIIARINUIIATIANLIA RN ARt lusesif enlne Tanuuuaseuay Ay
wuadnr ety funliuluurargedlimioutu osmnnisiumudeuluudazszuy
meluvestusuiuldsulivhiy SohliiansuamanmsBusiiimeiy

a v o

\eeanFunuigndniesedainiaies XTRESS Ju 3000 Wu fifanliSauwe virld

A o [ YR

MinmeaesiedieulainnIsinA1eeN1A N TEELRNMUA LW ZEL Fae19¥in vl

ANVIAAIALAREURBNUIUNAA

v
4.4 TAsE31unnA
WU NN WA ARensAluRTaU 4% F8iiudeusnusasdon USnunsenusou

LarUIuNTENUSOU AIgUTN 4.6



I

) LAAILASIASIUNAIANSLEZIIAINTTN 3 Wl

49



Weld HAZ

T

Q) LAAIIASIASINUNAANTELLLIAINTIN 6 U

50



51

Weld HAZ

B RGRE

A) hanIlARETIIuRMANITEEaIWIEM 10 WM
JUN 4.6 wandlAseaseunnIAfszEzRa NI ENF19Y

NNFUN 4.6 asautslailu 3 vsom Ao vihusesdeufiawinnsus 3 lwuRuns
ufla 5 Uil uSansenuSeulivuiayseanm 2-3 fafwes wazuinalaveiiugiu
vaualundazusnlatuagldUselovdlunsinsanlasaiuazauUinianavesian

9

NATUNRINTIT DY



52

4.5 wan1sAnwlaseainegania

A) uandlaseaieusnalaneiiugiu
5UN 4.7 uandlassaieganiafiaaIniav 3 uii
dl 1 ﬂy 4 = ¥ I3 a d! 1
1nUN 4.7 ludrwvedangiiugiunuii flaseadveunelsdazidon Jeineain

1As9@519909US nUNTENUSauLaTUS S uaunilassas analsAaneutaziiuulud

wnsnéeg



53

n) LERIlASIESIUSUTRLY ) LEAILASIASIAUSIUNTENUS DU

A) uandlassaiausnnlansiugiu

JU 4.8 uanslassaieganiafiia ngam 6 wii
Tun1sn3am 6 wiiitu dlassadrsganiamugud 4.8 Insusinlangiiugiuilassainsg
wielsaziden ushansgnuiounaruinaseadeuillaswianelsdveuuarinssaiiauy

Tualuusualdunn



54

A) uandlassaiausnalangiugu

JUN 4.9 uandlasadieganiaiiiaaInian 10 wii

NN3UN 4.9 Uinalansiuguillassaiadumelsdaziden ludusnunsenuiou

a & & a 1% ¢
LAYUILIUIDY L‘UE]?JUUJJIF]S\WITN LW@I?G]'MFJ']ULLagLquLum‘IUUi‘a‘/’iﬂmlﬂﬂ



55

(% 1 <
4.6 NITINAINIULYY
nan15inArAuuluduldeguin 4.10 lneTuwliunudnvarlasiadinania uas
YUIALNTUTIIUT NI W eNLAzUTIMNSEnUTeulvualngniudnalanstugiu dawali

fifnpuudeiigand fannsei 4.2

500
450

400

HV

350

250 —@— Preheat 3 min.

—w— Preheat 10 min.

|
| |
| |
| |
: : —&— Preheat 6 min.
| |
| |

200 T T T T 1
0 10 20 30 40

Dinstance from central line (mm.)

JUN 4.10 UARIAIAIULDS

nnTluUN 4.10 wuirlunsnddni 3 uit uag 6 uii JuualduvesAauudaly
ludirmafenuansouliaunasusnansenudou tulamaundaadefisninusinalansy

g Tumeanduiunseesnain1smddni 10 wil wuhmmuuduedsvesuinusesidey

wazuSunsEnuSeulAainnUsnulaneiugiu



A15190 4.2 uansnnuduiussEniniauuduarlasEiagana

56

Weld
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Base metal

Preheat 3 min

Coarse Pearlite
Bainite

~293.2 HV

Coarse Pearlite
Bainite

~296.8 HV

Fine Pearlite

~308.8 HV
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Fine Pearlite

~303.7 HV
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Fine Pearlite

~309.4 HV
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Preheating 3 | Preheating 6 | Preheating 10
minutes minutes minutes
Visual inspection 3 3 3
Ultrasonic Test 0 2 2
X-Ray diffraction 1 3 1
Microstructure & Hardness 2 2 1
Total 6 10 7
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