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Abstract

The research is carried out to investigate the hard-facing welding process of the sugar fibrizer
hammers for the welding process. High strength steel ASME SA572 Gr.65 is welded by using hard-
facing welding with UTP Ledurit 65 welding wire ESAB DUROID 650 and welding wire UTP 63 to be
the buffer layer with no buffer welding. Preheat at 150 degrees celsius and do not heat the workpiece
in sequence. In addition, this research has controlled the thermal process for the weld material to
solve the problem of cracking. And before the welding of the workpiece at 150 degrees celsius for
welding work to be buffer layer for hard-facing welding including macroeconomic testing,
microstructure testing, hardness testing, impact resistance testing and erosion resistance testing

respectively.
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U 1983 KF. Dalmam uazamzladnwinisidenlddaglavesneg dmiundn
Juireudndeslagluaiotu (a.a.1983) fin1sviiiReudndey 3 wuu As N15gULds
PETEMUANSIUA, N1SIHMANNEBUN UTBNSHTBUNBNRILTI INLADUTANENINIY 3 LU

= wa 1 U f-:ll
elauURunnaiunIuA1S199 2-1

M1319% 2-1 audhvesianildvinireudndes

Tungsten Carbide White Iron Hard Facing
Service Life (weeks) g-12° -4 1.2
Material Cost High Moderate Low*
Labour Cost Low*® Maoderate High
Shatter Resistance Low Modenale High*
Hardness (HV) 1100 G00-800 600-800
Cutting Edge Sharp” Lge Radius Small Radius
Power Requiremients Low® High Moderate
Cell Breakage High* Maoderate Moderate

Dalmam l@AnwAgIfuaudumiunsidenduazdnniou anumisivesian
Tunssunisuaniin vesanlavzsasuialvl (High Chromium With cast iron) Bsfide
¥114n15A177 Dua-Black #an1533enuinian Dua-Black @1unsnd1uniunsidend
wazdnnsoulad wazdongnisldausesnindanngu Tungsten carbide woigeninlanse

ﬁasﬂuﬂzjm 15Cr-2Mo, Ni-Cr wag Hardened steel snuansu (E‘Uﬁ 2.1)
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AauaNdReNin15USUUTI518 Alloying Elements asldluiilalanguay (Fe-Cr-v-C Alloy)
Wiel#Am Vanadium Carbide wag Tungsten Carbide @sldnannasv1a (White Iron)

2 1%

Dua-Black wazinan Fe-Cr-C 1Judansnads wan1sidenuinlangnay Fe-Cr-V-C alloy

q

[ v

fiimutudsilantidingn Dua-Black lldidefinnsanannismaaeunniminiiviely
wagdayavinnmaie 1assasneganindanuineuyn1aes Hard carbide luiwéin Dua-Black
fiflawindnazunsndregludolave Fsanunsnfinanuudeuss Paedestunisdnniou
LATAANIINGATBUVBIASLUA (Carbide Pull-Out) 1a udlunsalveslansuay Fe-Cr-V-C

Alloy gnuseeuanillennsiensameisnaaelsa (5UN 2.2)

Dua-Black Fe-Cr-V-C alloy

JUN 2.2 mwenelassadnegania uansUsunaansludluman Dua-Black wazsesunn

Carbide Cracking vaslavgnau Fe-Cr-V-C alloy aannisiaaiensanassnaaslsa

U 2005 J.G. Loughran uazany fiveyainiAeudndseninsyuiniounmieyiainu

I3 < 4 = < 1 A a & aa (% v
A15LUA (WO) UULdNNaIMIaLnannaov1 tetiuanuldsniiuazdesdunisianin

oA < Y] 4 & 1 [ 1 [ v = @ !
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AMEATEIINNTIEYU Tri-Ply Ag-Cu-Ag shim fae8nusyaruszineisainuanslua (WC)
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M19197 2-2 audAdenavesianldndnfeudndey

_ Elastic modulus Yield strength Tensile strength | Coefficient of
Material E (MPa) UTS@ews thermal
{(GPa) (MPa) expansion
Mild steel 207 250 400@0.15 14.1E-6
White iron 207 250 400@0.15 14 1E-B
Brazing 73 80 220@0.15 19.9E-6
WC (H10PY K58 MN/A MIA 5 3E-6

.
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sUN 2.3

Y 1

fegauaneifaudndaunldianianueislunussaiufniudu Tri-Ply
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o ¢ a ¢ . . ° v =
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a ¥
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wannsludiadouiinalanzdes Atomization Process (JUTI 2.4) Fassansludaznszanesilel
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(A) Alloy powder carbide

(B) Tungsten carbide segments
(C) Ferrous base

JUN 2.4 nswdnUaneireulagldds Atomization Process Liteas1atuanlanenaunianslun

warn1seanwuulmudsulateimsauls 2 919 sauteanvazUatefeunnaudulnl

U 2007 AL. GOMEZ wazazldnumguiuumsusniinvesihfeudndes (Uil 2.5) uaxdl
AseenuuUMsisuvatsdeudnsesliinunuiunniy lnedenldnssuiunsidenuuy
Flux-Cored Arc Welding (FCAW) THandou 3 ¥iin Ao High Chromium Martensitic Steels,
High Chromium White Cast Irons @ ¢ High Chromium Martensitic Steel with Titanium

Carbides
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E‘U‘VI 2.5 a1AUNTLANVNYDITUNDNHNILTINUA18NIADUAND DY
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dWudu waznisidenldainiden Chromium martensitic steel azfiussansainnia Hich
chromium white cast irons wana1nfin13ldnsruIuAITTeLLUY Flux-Cored Arc Welding
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sUN 2.6 WisuwsualdIglunmsiisesnunluseugaivssenldneudngssuuunieeg

¥ 2014 Kenchi Reddy wavamy lannasaldalndaunenuds 2 ¥lia Nissrusenou
nuafivessiglasidion AsUsY LasTanouLANAINAY (1135197 2-3) ULmEannd1A1SuBY
TngldnssuIunseuluUsaIeg (AN5199 2-4) Baiinsmavaumsdwesnmunsaulunisoy

ﬁﬂ’]ﬁ‘V]ﬂﬂ@Uﬂ’J’]ﬁJéf’]UW’WUH’]iﬁﬂﬂf@u&’m&’]@iﬁﬁu ASTM G65

o I3 a 44' <
195199 2-3 29AUSENBUNIULANYDIAIALYDUND LYY

Electrode C Si Mn S P Cr Mo Ni v

Hardfacing 1 0.33 0.28 115 | 0014 | 0025 | 222 - - -

Hardfacing 2 0.1 0.38 1.51 0.024 | 0.03 215 0.745 1.09 | 0.103

= - ] =t 9 Y a =
A3 2-4 NITUIUNTLYBULUUNALE) FalansdnsnsleUsnaaIneau

Process Deposition Rates (Kg/Hr)
Flux core arc welding (FCAW) 3.63-11.34
Gas metal arc welding (GMAW) 23544
Gas tungsten arc welding (GTAW) 14-23
Shielded metal arc welding (SMAW) 14-23
Submerged arc welding (SAW) 3.63-1134
Oxy fuel arc welding (OFW) 23-454




Han1IvenuI nsldandenifiviinalesidenuazesuougadounanuuilomanna

v '
! o v A

ANSUBUY YINAT UL RNAINNTaSUNIUNISANNSaUlaAkaz AU nTn g lUannnnsnedau
AMsAnnIautpunINaIABuNanwInilasloNkazAIsSUaUR TnenIna1s SEM a1unsaudu

MsAnansUsEnauASluALanstsaNdRRuNTaNNSoULAZINANLTS LG

9 2554 gws quddnd 1#iTeiAeafunginssunisinuseuvudndvesduindounenuds
Tnglénszuiunszuiunnidenlih (SMAW) Tdaanidenwenudeunnsgiu DINS555 nguii10
(E10-UM-65-GR wag E10-UM-60-GR) Liloufiuannuudsvestuiiuminndinisuou AS 1020
diatiostunsannsouuuudnd Tasnageun1sdnnsounuanasgiu ASTM G65 nan153denuin
Aauuisesiuindeumenudnainidion E10-UM-65-GR gentiufindonenudsinain
o E10-UM-60-GR wona1ndl Ssnuirduiinuuaidennenudeiifiuuanien 2 4u vesaindon
E10-UM-65-GR finanudnuniunisdnnieunvudndgeninduindennenudeesainien
E10-UM-65-GR Hufinidfon 3 uaw 1 4w auaddu uazludiuvestuindeunonudswosmndey

E10-UM-60-GR TURWT0N 3 TU ﬁmméf’mmumiﬁﬂﬂéaugaﬂiﬁuﬂaL%mwamlﬁa 2 9U way 1

=

U uE19U (U 2.7)

0.12 4 [N] Single Layer B Two Layer E Three Layer

0.0958

0.08 0.0677 0.0674
0-0645 ;0606 0.0612

0.06 -

Mass loss (g)

0.04 -

0.02

)
l
)
l

0.00 T J

E10-UM-60-GR E10-UM-65-GR

UM 2.7 endmindimeluannmmegeunisdnnieu auunsgu ASTM 65

U 2555 gagms wazanzlidnwifewgAnssunisanniouvesnisieuneniatanivn
AS3678 Ln5A 350 A98NsEUIUNTISLTeNALANATIRY (SMAW GTAW/GMAW Waz FCAW)
WeolIsuifisuainudiuniuniindou lnenaaeuniuuinsgiu ASTM G65 Ldutian
50 Falus wansidewu Wedenannszuaunisideuweniinns 3 uwuu Tiensnusonisdn

Y

ADUBUUTAFNWLANANAY TITUIUINNATLUIUNSTOY FCAW JA1AIUAIUNIUNITENNTDUY

Y

aaa a & A a & o i d' 44' =
LLUUSU@ﬁWW?j@ UﬁL'ﬂmLu@VU@NﬂqﬁéﬁmLaﬂLu@Ia‘V]gu@EJﬂ’J']ﬂiS‘U'JUﬂqiL'sU@lI@us] RIRAN

10



v A

Tenmuudeligengail 213.4 HV daunszuiunIslouuy GTAW/GMAW JAausiuniy

Y

= 1 v a Y a0 < ¥ d' (v 5 d' a @
nsannsesunuutndtesan lnelinnanunladaegan 174.8 HV dstulunisiounaniindauy
LYOULRAN AS3678 LATA 350 MuuzauLaziuszansain Feuuzinlvidsnldnszuau

M3\deuuY Flux-Cored Arc Welding (FCAW)

2.2 wianndmsudnAuuTausege (High Strength Low Alloy Steel : HSLA)

UNATUNANNAIAITUBUILTRTINAUNANNAINALLEND N AL TULMA NNATNALAN
LAZLANNAINANEY WANNA191MUIUTZLAN AUNTTNIBNISHAMYY KERIINEIATETA WU
W93 o usnsy WwLUAARDNTIAY Wwasumeliil SaLUIMINNSIEY Wi IANNA

w3silana wanndau3e manudelr manlassadne mdneiesle uanidireldiuuiniige

I~ 1 1 IS
AD WUSUIELANANUEIUNEUN LAY

wannd (Steels)

wiAnn&ueausi (Low widnndmauas (High
alloy steels) alloy steels)
]
| ] ]
A
o . _ naupSUBLgS (High WANNALATDIID
NAUAISUDUA (Low carbon) HauAsUBUUIUNA1(Medium . . -
v v carbon) 0.6-1.4%C lag L naw lasidley nunfey
<0.25%Clagunniin carbon)0.25-<0.6%C Tagunin St
TuauRutiy isamu
« v« G v o
WIANNAIAISUDUGA Y
L . ' LRANNAIANTUBUUIUNANS 5] S
WaNNAIAITUBUAN (Plain (Plain medium carbon —  (Plain high carbon | = .
| (Stainless steels)
low carbon steels) steels) steels)
& v s < & v u Py P S
LASNNAINANNIAINULUILTY maﬂﬂmﬂsuﬁqqqmmwma annaAse9de (Tool
&4 (High strength low alloy) AN5DU (Heat treatable) steels)

JUN 2.8 Usznvveananndwausuaziannanaugeduiusivusinaensuey

17'im : K P Shah, The Hand Book on Mechanical Maintenance.
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A15197 2-5 FlvAMaNNAHAALAYTIATEAMANNANALES

wannd (Steels)
WS waLs (Low Alloy Steel) widnnaweuga(HighAlloy S)
Joya Ansuausin (Low ATueuUuNa1e (Medium Afuaugs (High
Carbon) Carbon) Carbon)
Foi3n(Name) | Plain HSLA Plain widnnaldyu Plain widn wiEniedesile wannan
wlednemusou in3osile HANE aAuaa
dunay Taina cr Vo Ni, | Tadeaw Cr, Ni, Mo liwaw | Cr,Mo,V, | Cr,V, Mo, Co, Cr, Ni, Mo
(Additions) (None) Mo (None) (None) | w<10% W, Ti>10%
19819 1010 4310 1040 4340 1095 W1 T1, M2 304, 409
ATUATNITOYY 0 + + 1t 4+ 44+ 44t Wasunuwiin
uds SUS
AUATULTIR — 0 + 4t + 4+ 1t Wasuning
n158Ae7 + + 0 - - — — 4+
mahldldon | wdnusu AvNY tnan dogu, gngu, | dum | wedestle wdosiledn, | sumgigalen
(Applications)) 0N Tnseadnags ) Fes, fum | wunsdn | dnily w3esdlawdn LA18U A1uin
FOHUR ANGRRHM] wﬁ‘m A58NNT9, 150 ABNINES AYoU

WA AULTILTT (Strength) WINAW, 1AL, AWTled (Ductility) anas

iy : http://slideplayer.com/,2015,Types and applications of metals.

NMINN 2-5 dnanzasluimdnnanausvinesvawiavasulaniugun 2.9

mannawausn (Low alloy steels)

drunauA1SuBU(Low carbon) Usuna

A1suBY <0.25% lagtuin

& v < o .
annaiAIsuaunn (Low plain

carbon steels)

WMANNAWANA AU TE
(HSLA)

_|

lifusguauiaydu

feene mAANAT AISI/SAE 1010

—quudalale
= AnuiuLIIAanaanien

= dnsnsndageduiantes

WisNURUYINlATIEd 90U

=p.

U

Wusgwan Cr, V, Ni, Mo

| fregne mdnnd1 4310

—quudlaszauund

——=>AnuduwssRalaiiuduy

= dnsnsdadiuduantios

widnvhasnuilaseasnensgs
widnvimslew danaudi

Y 3 1Y o a s °
2.9 ﬁ]m NWULLIANNANEUATUTUIUAITUBUAN



wEnndmaui1 namasuau <0.25% Tnenutn uusnifia 0.30-0.60% wWeana3agaan
0.04% iy gegn0.05% fnlaliAusapandy azldmanndansuousm yuudslaile amnudiuuse
74 (Tensile Strength : TS) amas §ns1n1sEaf(Elongation: EL) Wiindu faeehamdnndn AISI-SAE
1010 ldvidnssneus

dweslasion wden dnfa TuduAutumaesilaiAuzge  egldndnndaaus
m'mu%umgjﬂ (High - Strength Low Alloy Steel : HSLA \ULAENAAT AISI-SAE 4310 AILENNTE
quuds Wutwdntes amnuduussislidiy SamnsBadufindudnos Tassaznu (Bridge)

lpssasnafings (Tower) wianndmanngderuaziisnnusu (Boiler and pressure vessels) tusiu

AN3I9T 2-6 LAANNAWANAIAINLTILTIEL (HSLA)

sNALuTI < 2% DVIENAUDIG WAL
9

uanila (Mn), nesuas (Cu), naudlen | Winanuwdalse (Strengthenin) Tnansyateaisludagidenuu

(Ti), Munien (V), wazlulaibon (Nb) | Iaseas1eiunastsy (Ferrite Matrix)

Noaag (Cu), Fanau (Si), Sawna (N), | WLANAIUMIUNISAANBY (Corrosion Resistance)

Tasulley (Cr) wazvoanasa (P)

woslallluy (ZnuaalBay (Ca),s1am | AruAunIsHanvasdalid iuadw a1ursalunisdugy

ganlulan (Rare earth element) (Formability)

un: https://en.wikipedia.org

2.2.1 Tassa¥1aganiamannauiiauutansegs (Microstructure of High Strength Low
Alloy Steel : HSLA)

M. Pirinen , Yu. Martikainen @ g P.D. LayusaTechnical University, Lappeenranta,
Finland s2ufU V.A. Karkhin , S.Yu. lvanov, St Petersburg State Polytechnic University, St
Petersburg, Russia, Published online:16 Jun 2015. http://www.tandfonline.com/loi/twld20,

Igvhns@nuides naveslSunaenudeuinifinaseausfidinavessosnaidonndnndinausi
CRRETCRITER @9  (Effect of heat input on the mechanical properties of welded joints in
high-strength steels) @3U31tManN&a1 HSLA fiA1A21UA 1ULIIA S (Tensile Strength)
g9n11 950 MPa dn3suiBHAAVIAN g 3 N5TUT5AB
(1) guudaazouAusa (Quenching and tempering : QT)
(2) 3AAENTEUIUNTNANUSBULALLSIBRTINSUEUM (Thermomechanical rolling with
accelerated cooling : TMCP)

(3) SQULL%GIWEJG]'N (Direct quenching)
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https://en.wikipedia.org/
http://www.tandfonline.com/loi/twld20

£ o, =
Iﬂiﬂﬁ%ﬁﬁﬁ!aﬂqﬂ’\l%“UUﬂ‘Uﬁ'JUNﬁNM’]\?Lﬂil

AN5197 2-7 dunaunualiveandnnan HSLA fldvnaass

Steel C Si Mn Al B Nb Ti \ Cu Cr Ni Mo N P S
Qt 0.137 | 0.28 | 1.39 | 0.061 | 0.0021 | 0.022 | 0.002 | 0.001 0.02 0.062 | 0.066 | 0.029 | 0.005 | 0.013 0.0013
TMPC | 0.049 | 0.17 | 1.86 | 0.025 - 0.018 | 0.092 | 0.009 - - - 0.008 | 0.005 | 0.012 0.02
OK 0.07 | 0.89 | 145 | 0.061 - - 0.01 - <030 | 0.05 0.04 - 0.005 | 0.012 0.02
Autrod
13.51

Msinguavinnisnaassazidulassadananssninauuluivieiisalaiaziden,

Lnulan wazaslsn+iuulus (Bainitic, Martensitic andFerritic+Bainitic)

JUN 2.10 lassasreunmulest wulud wasieslsd

fian : Wesley Wang on Wednesday, May 20th, 2015, https://ewi.org/

anansadanalassadianng q 1aaed
= fuiidvadunleslss wie (OL-Fe)
= fufidimseudunnmiles (Martensite : Fe,C)
= dufignutsuns q Wudisalad (Pearlite) w30 (O-Fe + FesC)

= duiisanniigailuuulud (Benite or Fine Pearlite)
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http://fc02.deviantart.net/fs71/f/2012/132/6/6/martensite__bainite_and_ferrite_by_metalografia-d4zif9v.jpg
https://ewi.org/

2.2.2 audAlanamanndmausiiarmuudausegs (Mechanical Property of High Strength
Low Alloy Steel : HSLA)
2.2.2.1 aaudfdana (Machanical Property)

M19199 2-8 ArautRlenavesianiildlunisvaaes

Steel Yield stress Ultimate Elongation A5 | Impact energy
(MPa) strength (%) @)
(MPa)
QT 793 835 16.3 103 (-40°0Q)
TMPC 761 821 20 98 (-20°C)
OK Autrod 13.51 470 560 min 20 26 (-30°C)

nagwn QT = Production by Quenching and tempering : QT
TMPC = Production by Thermomechanical rolling with accelerated

OK Autrod 13.51 = Electrode from ESAB Trade mark.

A15199 2-9 AFLUSTIBUN LYY DUNAADY

No. | Current | Arcvoltage | Welding speed | Arc power | Effective power Heat input
(A) V) (mm s™) w) w) U mm™)
1 230 25.6 4.53 5888 4710 1039
2 268 29.0 4.52 7772 6218 1376
3 258 30.6 3.71 7895 6316 1701

waasuitldannsmasaaasUldaed

(1) A1ANAIULTIRS (Tensile Strength) ve4508salTonazgendn A1AINUAIULTIA
(Tensile Strength) vesadnilon 15 % vy 67 -68% vaslanesu (Parent metal)

(2) LﬁaamﬂLﬁmmwmﬁuiuﬁm%amqa SasmsEamvestunedeuiien 4 - 10 % Fedesnd
gnsnIsencvatlanzau (Parent metal) 2 - 4 i

(3) AUSNIUNAILTOULTY (Heat input) qaﬁmaﬁﬂﬁuuu%aulm%ameié“mwmsﬁmﬁa
(Elongation) fianasiinavhliinruudusssossedougeiu

(@) Tun1snaaeuLoutudnndn HSLA U1 8 ua. nudndimuay Uunamiufeuldn
(Heat input) 1Weg521319 1.0 - 1.7 KImm™' 9¢iHanTenUA0AIAINUA1UNIY

v a A a Y a o
Llﬁ\?LLWﬂu@ULLaga@ﬂﬁqﬂJLaﬂﬂ‘ﬂ‘ﬂﬁLﬂ@fﬂiLLﬁ]ﬂiTﬂu‘UiL'ﬂmﬂi%WUi@u (HAZ)
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2.2.2.1 ﬂ’mllLL%QU%L’JﬂJﬂiSVIU%EJUQ']ﬂﬂﬂiL%auﬂlaﬂLﬁaﬂﬂé"}Nﬁﬂlﬁi’]ﬂ’JWNLL%QLW\?Q\T (HAZ
Hardness of High Strength Low Alloy Steel : HSLA)

E. El-Kashifl a1n Department of Mechanical Design and Production Engineering,
Cairo University, Giza, Egypt. wag T. Koseki2 a1n Department of Materials Engineering,
The University of Tokyo, Hongo-Bunkyo-ku, Japan. lavinn1snnaesdnsnages siauanlu
Towdeufifidousinaunsenudeusinnisiden (Effect of Niobium on HAZ Toughness of HSLA

Steels) lu www.intechopen.com leiagunan1smaaesdn AuLiausnNsENUSauaINNIsLTeu

(Heat Accected Zone : HAZ) 18aiAnndn HSLA fauusddnaudusiguay lulaidey (Nb)
waza1suau (Q) miLU?%amLLiJaam’mLL%’Mzé’uﬂ’uﬁ‘ﬁ’um'ﬁLﬂ?iaul,maaimqa%fwa;amﬂ
(Miceostructure) 103U 2.10 1Junanisnaaes drunausialuleden (Nb) 0.005 &3 0.030
way Asuau (C) 0.04 83 0.16 Wedidudlastwiin agldauuieuing HAZ geagsening 165
(157 HB) fia 208 HV (198HB)

Hardness / HV

JUN 2.10 WisuuUaspnuudaiiediunauvessisiuleden (Nb) wazesusu () wWhesuly
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2222 ﬂ"lm'mmﬁmuni'qsuaemé‘nné’qwauﬁqﬂfmmﬁmmgﬁ (HAZ Toughness of High
Strength Low Alloy Steel : HSLA)

Brazilian producer L#viinsnaaesieuindnndn Steel ASTM A572 Gr.65 (Green)
fenseuiunsiden Submerg Arc Welding (SAW) LAYVAABIMIALRAE AT LAIUS I
nsgnufouninnisidien (HAZ) $e Charpy test 7 23 degree Celsius léAwade 293 33 ()

HAAINNTNAGBIYBS M. Pirinen uazaz (2015) lonaazuinen Impact Energy youilo
Jou (Weld metal) ﬁ]'ma'mLs?iamm']mt,%aLLiqgjq%gjmd’] delavzauuinmunsgnuiou (HAZ)
daunauvassgbnaiey (T) \iuduazsinlien Impact Enerey mauﬁm%quﬁu wazusun
AuSoud7idn (Low heat input) 191 Impact Energy qaﬂ’jw%mmmm%am%’wﬁqa

(High heat input)

2.3 anaLteunaninudsnuuinsgu DIN 8555 Part 1
1. Lﬁ‘flummgmsi’faﬁmumwazlﬁammm%mwaﬂﬁuﬁa (Filler Metal Used For Surfacing)
fivharnmdnndlinaudemdnndnausi (Unalloyed and Low Alloyed Steels) Tavienauuds
(Hard Alloyed) uazTavgnaniilailgimdn (Non-Ferrous Metal Alloys) Tusunuvanaisdushu
(Filler Wires) a3nsfanduuniasny (Filler Rods) armdendududiiu (Wire Electrode) wazain
Feuundnd (Covered Electrodes) liisaulangifuvilanalany (Powder) vidoaaifuduuuy
(Strip) adAidouneniiudsmunnsgiualnidensossu DIN 8555 Part 1 uUangualaiiow
Viunang (Covered Electrodes) LAUAIALTBIAY (Core Rods) wazunuaaidiensiu (Core Wires)
muduNEaeiiveadodon (Al-weld Metal)
2. andiouwian (Filler Metals Rich in Iron) wiseanidu Alloy Group 1- Alloy Group 10
2.1 Alloy Group 1
Feunenfituduninndilinaunsomanndinausi (Unalloyed and Low
Alloyed Steels)
gdidemnuannunds audruniunisinnselduanizveiodon
(Weld Metal)
_fevieu (Weld Metal) aunsandsnuusisieisnaldndluaniizndenisiey
(As-Weld) ¥i30vain1seunaenuLiswignisnusau (Tempered Condition)
- Lﬁaﬁaummmsquwﬁﬂé’
- fregnaldaruty W@euiaSuvuin (Weld Built-Up) t¥outfnuualiigu

(Fill-in Welds mM3deusesiiu Buttering or Buffer Layers)
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2.2 Alloy Group 2
- pudumunsdnusegendt Alloy Group 1 ilesanlassadnsiiuudeiaiiudu
vouiloifen (Matrix of Weld Metal) winin uagfinslufluidoidengendy
~ileiden (Weld Metal) lsianunsandsauusisdeisna
- egdldnududeuneninuideds deflunzvusounsnines
2.3 Alloy Group 3

a

- dioanisilloidon (Weld Metal) wanudalderusruniunisdnnsefigumgiigs
X oA a % A W ~ A a a
Wowey Haunanvassiguanlinsludperisawmu (W) lasidey (Cr) wasvaansaliiusinludu
Autiy (Mo) finifia (NI) wazwndes (V) Sauisenaiitdiunauvessinlauean (Co)
- Tassasrsganiatialouduunsmulas (Martensite) oaamnuludi (Austenite)
wazAShus
X A ' ~ v = v P o ¥
- aWpuanusaausau (Annealed) W lia1u1InNAIRUBAINILLATRITINS boAY
au130uuds (Hardening) ndufuls
- LﬁaﬁaummsammmLLGT]Qé]’mmumsﬁﬂmaﬁqmmﬁqaﬁa 500 D9FANGRLYYE
¥ v % 1 d' d' Y @ LY %
- sosbiA1usounouni1siay (Preheat) wavAtuANkuILTRNlALEUAITY
PAINNSLYDULNBUDINUNITHANST?
2.4 Alloy Group 4
a ¢ N vegvd A < wa v & Y .
- Aenwimaaiiusiidoweunenulautindewminnaisevad (High Speed
Steels)
- Wawenidiunauniuaiivessinisany (W) Wwauaudy (Mollasilley (Cr)
WAz MUNALY (V) vianensaliiasglauean (Co)
v Py % A 1Y) P | X A |
- ARINNSNAINULAINILLATI9NTABIBUBDY (Annealed) Lawlaunay
- lddludedldi8nsguuds (Hardening) insslasunfiilaeunliannnisiden
Alloyed Group 3 ABs0UAEAURTMEINISTON 1 69 2 ASIDLUAN
- ABINIAULATIUANIENEINTTBN (As-Weld) Aosltisnisideselu (Grinding)
A a < a < a = <
- ALRUNBNAILTY Alloyed Group 3 LALANLILAL LD ITAINAINLDS
Tvnuitewway
- MsbARUToUNPULAEUAIN1TWBY (Preheating and Postheating) AasUfjuf
MUALUNYRIHERLALATIASA
LY} ] % 1 d' I3 d' = L d' [ a d' L% al
- fegldnududounanudunioslonnwn uryupsaadnsluiinniesdinluie

N55LNS VOURAABNLANY Uanenaniaiy
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2.5 Alloy Group 5

~WHuatmiBeuiu (Filler Metal) vdimmdnndalasifioy (Cr Steel Type)
USnaumfuousiiay (Low C)

- USnausnlasiounausening 5 89 30 Wedldud Ysunusnaniuousiian
fi1 0.20 Wosidus

-Tnssamaniadodoundumnimuled (Vartensite)

- MHdeumonudalanzsmumanndilasiairsanuudaused

- drunauvessgA1sueu (O wazlasdey (Cr) Tmslud wis ndsnuusenie
w3esdnslalls

- mslanudeuneuuazndanisien (Preheating and Postheating) UftAnu
AL UL VBIENER

- fregreldeuduidouiaiuauia (Weld Built-Up) #1uniun1sdnnse
Flofin1s 9ndn (Scaling) Tuusssrmaufaliiin (@awed) duileideniidunanvessinlasidon
(Cr) gefia 12 wWedidud videunniil avanusafununisiansouldse

_ fhogneansldnudy Weunenudciudiuwenngs, fane (Plunger) wazTUEIY
YDUADY

2.6 Alloy Group 6

- adendnfudiaindounanuds Alloyed Group 5 wAdlduranUTuIus9
ansuaugailaifondemuudegenit 500 HB waefimuduvumsinadusn

ileidenannisnyuudasaieslueinie (Air Hardening) muussizng
Inen19i3e5elu (Grinding)

a

- Ivmnuseunaun1si@eu (Preheating) Mgaumail 200 614 300 a3AwaLTYa
- fegnnsldnudugonneniaiadiesn luliawsewngniamanausaiu
2.7 Alloy Group 7
- Tiiloweundaiumannduduuanida (Mn Hard Steel Types) 914Liius1g
NELDU
& A a < - ° 9] Ny = S
- Weawannanidudauzanazin Ul undesnsauud wiuduiewinnis
149U (Work Hardening) Ludnunasansofnssunnaleaeau A18LI998 N uann 180 fia
550 HB
& 4 | v v = a oA
“laigeulimuizauldaudiuniunisdnvnseuvuidendniongag

(Abrasive Wear)
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Cileidouiiléann Alloyed Group 7 almunzauldaruluaniizdnd
wiazinzanlfnuiigumgiiiudn Tnedidsnsanumioinazudauss (Toughness)
- fifofmnzanldnudendenthgmindou
~ fhegramstdiudug Mdeuaiuvuin (Weld Built-Up) iuuiiianiig
nsAnusevesurutudnenaideutudnvseldimadanaidoudunuy mane uwiuiiuresgnlaifu
Unip3esunus adninden
2.8 Alloy Group 8
- fianumileaudeusegendn Alloyed Group 7
- gudinuudafiviuideainnisldau (Work Hardening) anasusining
ﬁwumuﬂmﬁmaﬁmquﬁwﬁu
- laldedldnsniinmameanudoulumaifonuasnsusuusanninguay
- anunsandanunsasnansesdnsnalaliduningn
- regnisidnu drwlsenauvesuineiesusiildusdiinnindeunendasalu
Mmanenseuarsesalil uandusoileth
2.9 Alloy Group 9
- aanlanzifu (Filler Metal) Sdrunauifivuiiainien Cr-Ni Austenite
fldideusosseidoy
dewndnnddrunanvdaiienduaiadon Mideumndnndn Cr-Steel
warlfdoundnndlassadenily
_ iy ieidenfaniRdumunsiansouine
- fledeumusaldrugamgfibuialasfissnsnnuimiudusegs
~ anunsandanunsasiewnsesdnsle
- Fregansldaiu WeuneniaSufaduniunisianseu (Corrosion Resistance)
viiodouneniaSuduniuauienu
2.10 Alloy Group 10
- Lﬁaﬁamé’wﬁumnﬁmmm%uaﬂﬁﬁumﬁﬂﬂé’w Cr-Steel fiRausliinaausy
Tugumislud
- USIausimansueuas 2 8 7 wWesdus Usinadasidlouasdivasan 40 wWesidud
_ iedenussnoudisaludidadeu (Complex Carbide) ﬂszmaﬁ'ga@uﬁ”u
wdesBuduosamuluy (Austenite Matrix)

- ANULTATLTUNNUTINS AT UL
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_ puusailelalneiznisisesyly

- amulasienisuandnanadtaenislininuieunsunisiion (Preheat)

- floideudunmsdnuseuuudngas (High Resistance Abrasive Wear)

3. gandouUSunauvansi (Filler Metal Slow in Iron) wuseanidu Alloy group 20 - Alloy
Group 23
3.1 Alloy Group 20

- Tangidy (Filler Metal) WJulanenay Co-Cr Alloy Saut@fituniunisanunse
(Wear), A1un1un1sinnsau (Corrosion) wazA1unIunN1svi1uAseneandiau (Oxidation)
flgaumgiigalddunn

a =<

- Snw1sEAuALLDs (Hardness) Tigaumaiiasdis 600 earwaided Lamuin

v oy

- aflafifldhunanvesUBinausnasusugs alinuidesmsmnuudsguazaiy
Fumunsanusogenuiifiosnis

- wuzil¥ainuiounounisiden (Preheating) figamail 400 fs 600 Br1
waded wazmuausnsInsiuiiegetng wazlidndudedldnssuisusuussnmuniniaaiy
Soulaq iudn

- hognamisldon Mdeuderondr Uimdiledeiniessud wanty uasudy
fledesoud 1n3esingna AfimIstansounasdnniousuuse

3.2 Alloy Group 21

- prudnvasilodentuagiulany Cr-Carbide w3e Co-Carbide

- Tngldazdalavenananslud W-Carbide wie Cr-Carbide Tuguuvulavgduy
wmesiluusisain (Rod) n3esneglunnuainiiiu (Core Wire) 3o lunnuiduainiiie
(Cored Rod)

- iledouduniunisinusegs armimieiudeuss (Toughness) Juagiy
Wosidudesnnslud luilanegoufiudeinzuiu (Binder Matrix)

- wuziil¥aiuiounsunisiion (Preheating) figumgil 400 f1a 600 BF7
wadea wazamuausnsInsiuiiegedng wazlidndudedddnssuidsusuussnmuninieaiy
soulae

- fhogramsldnu Midenduuszneuveuaiesile Laesinsdesiiu aeniane

wazan3anlugnaIvnIsugsIia
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3.3 Alloy Group 22
Cilelanzideuldannarnlansiiu (Filler Metal) dniiia Tasiouluseou
(Ni-Cr-B Alloys)
- apusadeanIu fumunsinusegs waglrieanuudsiunn fenmgiige

% a v P R . o
- ﬂ'l']ilLLTQ%QNWQNW@QQ%LWNTULN@L‘WﬁJa'ﬂumﬁﬁJﬂJ@ﬂﬁqﬂ Ni-Cr-B ﬂ')']@JLLGUQEjQ 30

114 60 HRC

- flodeuannsaldruiigumgigsds 500 ssawaidea

- deumeniumdnuifiuiieunadnlansfousuiianmeousviosiingamad
S?J'yugﬂ

a

- M3linueuneuNsEUIUNIWeN (Preheating) Nigamail 400 aarwaLgya
o & v v ad o 1Y o a o

wazhidnJudeldnssuisusuussnuniniiennnusaulas wiusn

- fegrensldnudeuneniowdnids angindevusunaidunauaounie
uaziwaUndue

3.4 Alloy Group 23
- anlavsidy (Filler Metal) fintAa-lasulay-Tuauautiy (Ni-Cr-Mo Alloys)
= 19 = Ql' a

- WanansaldnuRuInigaumg g

- @nsariuaundstudnlaunsssuisnisnieaiuiou (Heat Treatment)
a
Mvmnza

o ' v a a I3 = = v Y o @ s

- fregramsldruesuneniiudauniadonuiow nihdudanailugnamnssy

il Waunanaudnluladnlaneaungumngias
3.5 Alloy Group 30

- adnlanstiuvneuns-Ayn (Cu-Sn Alloys) @runaudyn 6 89 12 1Uasifud
fdunauvessgreanleta (P) geaaliifiu 0.5 Wesidud

- Weendnnuudeegsening 60 - 120 HB Fusgiudiunauvasiyn (Sn)

- @iy (Filler Metal) lavgnaunguiluanm19a1nngudugiainuaiuniy
n1sdanusesuuduloaseninsiigannuaslaudinisiulvaseieduin waziiausiiuniy

Gi@ﬁ'ﬁﬁ%ﬁ’]ﬂ‘ﬂ@flLﬂﬁ@LLﬁ%ﬂi@liﬂfm’m
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A5199 2-10 NMsuUangal (Classification) aIALTeunenAIudmNNATZIU DIN 8555 Part 1

Alloy group | wfinvaslanzatnauia (Filler metal) 3o Wadou (Weld metal)

1 wiannanlinau (Un-Alloyed Steel) daunansinaisuaugegn 4 wWosidus
visoimanndmansii (Low Alloy Steel) drunausnaIsuaugsan 4 wWosidus
LLazﬁmwauﬁmlﬁLm Cr, Mn, Mo, Ni s2ufulaiiu 5 wosidus

2 wiinnanlinay (Un-Alloyed Steel) dunausinasuauunni ¢ wWesidus
n3olvanndinanni (Low Alloy Steel) 1uUNALEIAAISUDUNINNTN 4
Wosidua LLazﬁmwauéuﬂlﬁLLd Cr, Mn, Mo, Ni sauiulaliiu 5 wasidus

3 wnnémasifasiRnisldmudusuiuuieu (Hot Working Steels)

4 widnnddandfnislduseuas (High Speed Steel)

5 wannETinaNs I Cr anndn 5 Wedldud Tdunauvessinauou (O) M
gaanlaiiiu 0.2 Wesidud

6 wmannédndinausnn Cruinndn 5 Wedldus drunauvessInaIsuau (C) >0.2
Wasidus te < 2.0 Wasidus

7 wiannduuaniiaooanudfndrunanved Mnll 83 18 Wesidudilsig
C > 0.5 Wosdudnausig Ni < 3 wesidud

8 Tanewan Cr-Ni-Mn  Austenites

9 wiannan Cr-Ni Steels uvunsiinada fununsanasnuausau

10 wmannénilsnn C ge uay Cr idusanangs wagsmuanlvinsludau

20 Tensnauiidlanelavoayi (Co) Wulaveiiu snamauddayie Cr-w alloyed
Tngenauiiavieliifiusiguas Ni uag Mo

21 Tangiuailug lusUlave@unes, lavendevvounulany (Cored)

22 Tonsnawiidlavedniia (N) Hulavefiusepauddnyie Cr, Cr-8 alloyed

23 Tensnawiidlavedniia (N) Hulavefiusepaudidyie Mo uasnauviolal
HeE9) Cr

30 Tovgnaudiilavevowuns (Cu) ulansiusmpanddiefyn (Sn)

31 Tongnauiiillavgnouns (Cu) Wiulansiiusnnauddayfeagiiden (A)

32 Tanenauiiflavenesuns (Cu) WulaveNusaauddaiednda (N)

flan : DIN 8555 Part 1 November 1983
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nsfmundydnualaiaien (Designation) Usznaudne 3 diu e
1) %aa%m%mlﬁm Filler Rod, Electrode, Filler Wire, Wire Electrode, Cored Wire, Cored
Wire Electrode
2) Standard Number (DIN 8555)
3) Snusdoimundnvauziavanizaeialnden Snusteilddsudydnvalainden
Usznaudne daudnuainssuiunisidien (Welding Process)
G = Gas Welding : nszuiunsideuufia
E = Manual-Arc Welding : nszurunmsideulniiensngredle
MF = Metal-Arc Welding Using Cored Wire Electrodes : nsTUILNISL ey
TIG = Tungsten Inert Gas Welding : nszUINSTeudin
MIG = Metal Shielding Gas Welding : AszUINSBeudin

SAW = Subrnerged-Arc Welding : nszununisidoulémand

2. dnwsiuuangulanenas Alloyed Group

3. $nwsdivuanszuIuNIsHANAIALTEL GW = Rolled 383a GO = Cast 33vde
GZ = Drawn, 33A%HIULUY GS = Sintered, 338nlanena GF = Cored, 35us59atlunnuain
UM = Covered, '3%15!@1/\1%65

4. FraumvuaA1ANLdsatiatian (Weld Metal)

M15797 2-11 seduaunsveaiioden (Weld Metal) (DIN 8555 Part 1 November 1983)

seAUAMULYS (Hardness Level) ¥29A27ULUe (Hardness Range)

150 125 949 175 HB

200 111N 175 83 225 HB
250 11nAI1 225 99 275 HB
300 111N 275 83 325 HB
350 111N 325 83 375 HB
400 11NN 375 99 450 HB
40 37 99 42 HRC

45 11NN 42 D9 47 HRC
50 11NN 47 99 52 HRC
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mswﬁ 2-11 szﬁ’ummuimuﬁaﬁam (Weld Metal) (DIN 8555 Part 1 November 1983) #a

55 111N 52 99 57 HRC
60 11N 57 94 62 HRC
65 111N 62 39 67 HRC
70 17NN 67 HRC

5. Snusuansautivienndnunsvoniodon

C= Corrosion Resistance : AMUNIUNISAANTOU

G= Resistance to Abrasive Area : AIUNIUNITANNIOUUULHDAG

K= Capable of Work Hardening : ufsiiosarnn1sldsru TnsgnAounu
gNLsINTzUNN Wunsdwdnnawlauaaniila (Mn-Hard Steel)

N= Non-Magnetizable : lsiiJuusiinan

P= Impact Resistance : AMUNTULTINTZUNN

R= Rust Resistance : Muyunsiinatiy

S= Cutting Ability : AnwENNsalUNMSARELMANNA158UE (High Speed Steel)

T= High Temperature Strength as for High Temperature Tools Steel : MANNAMNU

a

AL Tgauma g

Z= Heat Resistance (Nan-Scaling) : L‘WSﬂﬂﬁ’l%Uﬁa’m%auﬁqmmgﬁqmdﬂ

600 parwawea (llifnaziingaunig)

8555 - E 9-UM-200-C Z

J |_ Z = Heat resistance

9 = Alloyed group » C = Corrosion Resistance

E= Manual arc welding

UM= Covered electrode 200 = Hardness level §974

AMULTY 11ANT7 175 B9 225

Ul 2.1 fhegnddnualamdeunenudsnumnsgiu DIN 8555 Part 1
147 : DIN 8555 Part 1 November 1983
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2.4 NMSWBNAIYY

madennilslunistiosiunisdnusevesian Aenisiiiuadiuaiusalunisdiuniu
nsAnnselifuTunuangituineuenvihiiy esnnsdnuseshazduinnnianisuen
faAu nszuaumsifenldlunistestunisdnvsevestan Aemaifeunonfaudslagldainiden
ﬁmwgﬂ‘g (Hard Facing by With Coated Electrode Arc Welding) qﬂﬂidmﬁumﬂ%amwaﬂﬂa
wiloufugunsaifldlunindonoriruuusssumiedidninsniidarsmentu dufulunsidouses
#1399 azdesiieisdedoldd anumiilunisiduuuaden miélu’qagm&é‘ﬂimm L39AADY
Uur019nn135uEn wazdrudsznauvesarnentiy deluegiursiavesiafiazidounan

UMINISIRuLUIRNazlTSdA1e I o ludeBdnInsanls

2.4.1 anuaunsadumsitauldvadlanzau (Weld Ability of Base Metal)

a

M19199 2-12 MseauANguMainldlinuTeuliTuNUnouaeN (Preheat) wargaunall

Y

YUAYDY 5 4
. AENYaAISURY — Ceq. (%) | 2l Preheatuazaungiiszndnaduiyoy
WANNEN

gegn 0.3 g9gn 100 aeFLwaLTYE
17AN31 0.3 Dagsdn 0.4 Anan 100 9raLTud

LV H

1NN 0.4 Hegean 0.5 Aan 150 A aLded

Y 9

Carbon Steel , -
111131 0.5 09g9d@m 0.6

Y 9

Aan 200 BaALYALTY

Low Steel . - s -
411N 0.6 3gen 0.7 ANER 250 BIANTALTYE
1NN 0.7 H9a9an 0.8 #gn 300 ssrwaLTEa
111171 0.8 G?ﬂéjﬂ 350 paAgaLTE
High Cr Steel Laigiaald (N/A) Adn 400 BarnivaLdyd
13%Mn o e 14if93 Preheat Interpass Temperature :
Laidasld (N/A) c o
Steel LUAILID
Cr—Ni Y
Ly e 14id93 Preheat Interpass Temperature :
Stainless laisasla (N/A) .
g9an 150 aeA L TRLYEH
Steel

Lag9 3l UTUAIUYD1ATOIININANANITNYUNTONTLEUNN TAIUATUNIUNITANNTO
Falaganimnsidaulal azdinuaiuisasunsdieulani (Poor Weld Ability) flewdaluung
= 2 Yo A o = v 1 =3 v ° v
nsfiazidenldTannanunsavinmswenlaiewy wdnndnausi (Low-Alloyed Steel) wdannny

Ws1gdanaziinnisands slawminndldirdudiunazaunsaliidrdyvessaunsnnesialy

26



$ndudasliainudouduiusunounisifon (Preheat) itodostunisunaniniteraiinan
andouazaudildfuluvazilougungiild Preheat azAvunlagsrauyanisuou
(Carbon Equivalent : Ceq. or CE) sEnIrudou (Interpass Temperature) AMUAILUBSLTURA
AsusuaNya (Ceq.)
Mn Si Cr Mo Ni
—

Ceq.(%)=C+—+—+ —
9.%) 6 24 5 4 15

#an : Yamamoto (2001)

(aumﬁﬁ 1-1)

2.4.2 NM3L¥BNTINY (Under-Laying)
AMauTRINUNBUNSIauNanLTe azldussun Taeanizagadunsal Nn1svasy
v v ) | A < v A a 9 = ~
udmeiusenilanzuuazalneunenudaduuliunazifianisunniigs vielunsd
AsesdaRIMtNTILsEnIlansuLazaanunanwddllndwse Tun1stsunanudsgauiingd

NUNANNTDINTUNILADUTOUTDINURIMNTNUN DY

AN5199 2-13 NISARULTIAIETUTZNINlAaNZIIU AIALTDUTIINULALAIALTDUNDNLDS

Tanzeu (Type of A2ALYOUTDINY adnLtauNBNUYS

Metal) (Under-laying Filler-metal) (Hardfacing Filler-metal)

Low-hydrogen Mild Steel Type High-hardness Pearlitic Type

Carbon Steel Low-hardness Pearlitic Type Martensitic Type
Low —alloy Steel Cr-Ni Stainless Steel Type High-Mn Austenitic
Low-C : 16 Mn-16 Cr Type High-Cr Iron Type

Cr-Ni Stainless Steel Type 13% Mn Type

High-Mn Steel

Low-C : 16 Mn-16 Cr Type Martensitic Type

‘Vim : Yamamoto (2001)

2.5 N1sAsIvdaUlAsIEs19vaslane
NNSPMSI19d8ULASIAS19909lanEd 2 LUU AD NISASIFEBULASIASI9UNRNA
(Macrostructure) wagn139333a0UlATIA3199807A (Microstructure) 1agN15ATIVABUAING

ALNBMNTI1dULATIAS19aNE @15UaTU AULATDIVUIALNTU UIDIATILAMIAURAUIARA

[
a = [V Y]

mAnduivianir1un1sldaunas deyailaainasisasulaseasiearuisaid Wlduselovd
lunsiwuinagySulsanssurunisnandan viensuiavgnisidenaninvesiandale

lngnsnivaeulassasiluanunsailavatednune Faasiiiinisuarynussainiunnsinaiume
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2.5.1 MIn5IaeulATIEsunnIA (Macrostructure)
n1snsavaeulaseadsunniadunisnsiaaeulaseasianienisuoanlenlan
Tnsmawdentunuiienisanaaseutuligaenuin mszasfinnsanifiondi wu gsesdn
sopunn wihdafignivaunn snsumeluvedlans nmausnduvessdn warUinusiauaslulay

77 £%

Judu Fan1sesivaeulaseasiesdinaniiiisnisnsivdeunasis vellasduediurlinvesany

[

LazAUTEAIAYRINITNTINERU IneilsneasBenluwsiayisniseall

2.5.2 MInsiaaeulasaainegania (Microstructure)

msmsaseulasiaiigana dedldlindonanssminfidweegilunisnmaaey
Tnendesganssmiiilduas (Optical microscope) anmasnaliazlsimdswenslaifu 2,000 19
31 ndpsqanssailduasdmivaunslanyingienaiinarsdnung wu slaidlassaiiaves
ndosanmnsnindeudneld viendesansmiviinfigruwiusesiuiunuiedisannsnidou
Wil 5uit 2.9 widdundesitliduasdidnnseuszanunsalimdawensléigedis 100,000 win
vi3ounnnit Inendesganssmidlannseuiiliiunumaavyinendey 2 via Ao ndesganssel
BLaNMIUKUUEDINTIA (Scanning electron microscope) waznNaedganssAUudLannsou

WUUABINIU (Tansmission electron microscope)

Eveolece

reac| move ividual Tbp Bl wilh moveahle mage.  Turmel pe-
U Mlevarmapa with smrmble b, R =iy ikt kgt
b magnificatisns. noticn.

SUN 2.12 @1uUseNauYRInNandanssauwuUlbwa

u 9

fian : http://eng.sut.ac.th/metal/images/stories/Lab 3 Microstructural Examination

using Reflective Light Optical Microscope.pdf
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http://eng.sut.ac.th/metal/images/stories/Lab_3_Microstructural_Examination_

2.6 NSATIVADUAUUYS (Hardness test)

A1ANRTsrasTandoiduanifilnaiugiuiiaunsonansaudflaesiuvasTanuuld

9

WUANHAUMULSIRIANIM I SNURausLdunduaznisdnuse Wudu Tnen1535nsinan
anuudsluaulaneiudl 3 38 Ao MsnedeuLUULIILES Brinell Hardness Test) NSNAEEULUY
on1aad (Rockwell Hardness Test) waznsnagauwuuininesa (Vickers Hardness Test) Jaguu
insesinrnuuddiulngasiduszuusaluf@ iliainsolnnginaldiouasiannuuiugigs

lngrnaaedeuienisvageulivinzauiunuisznaaey

2.6.1 MINAFBULUUUIILAS (Brinell Hardness Test)

mﬁ'&JmsﬂmaqﬁaﬂmmaﬂauﬁmammﬂmﬁﬂﬂéﬁsquLL%w%ﬁﬂamumﬂUﬁﬁﬁmmm

HURUANENA1Y (D) aqUUNURITUNUNAaRUMeLsINA (F) 3UN 2.10 lagasAusanaliseunmn
10 9 15 3un¥l dmsutagUszianmanndivsowanndinay ualansfdalnugauninman
1 a a

= a v a v a A 2 o § va
LYU DEAULUYH NIDNDILRADY "i]SGIQQLWQJL']ar]IUﬂ']{LSULLiﬂﬂﬂﬂigqum 30 UM GUQV]']I‘WLﬂ@ﬁE]EIﬂ@

Y

aa = a Yy ¢ PN av v o Y 3
NnuAuan (t) LLaguLaUN’]u@'uaﬂaqﬁiaﬁﬂmLQ'ﬁEJ (d) V]‘l@"i]']ﬂﬂ']i']@LaUNWUQUBﬂaqﬂieﬁlﬂ@

TukuINRINAUEDIAN A2UNUNALRAE

i
e

\(—d—)

JUN 2.13 Anwagn1sneanuealunnaeuANULIUUUSIUaE

i : http.//eng.sut.ac.th/metal/images/stories/CV/Lab 5 Hardness.pdf

InginIasiiedndesdiniinazidun 0.01 Nadiuasdegnueaildiluiinaiauin

10 fiafunsuazanunsaldusinalaaaus 500 Alansugegads 3,000 Alansu nireAuLdwes
a s A = P I3 ° 1% v & A

N1INAABULUY  USHUAE Ao BHN %138 HB F9A1AULT2AINIlARINLIINANITAIENUT

9UNA AIFUNITN 1-2
F 0.102F

A 0.57D[—/(D?—d?)] |

daf n1sinrrAuLdsuuuusiuadaslisesnainiawazdnnsiziinaiivunnlng

ANULTI5OANAAT HRC (aunsi 1-2)

¥ (%
Y A a

AIUAIUNEIUYINUETUN UNAFR VLA AU lilad LN evelaTIasMIanIAlina ey

sofn1snagau (Waimnuwduedevesianivaaeou)
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http://eng.sut.ac.th/metal/images/stories/CV/Lab_5_Hardness.pdf

Faide Arrnundaddunannsinduinugudnasseenaderainnnuianainainnig
guAvesvinsvageuldsInftsesnaiivunlngRdliausaviinisneaaeuiviuauiiuiineg
= =3 [
WsoUUIALAN LA
WU poweradusugudnarnadesesnn (d) pasiipregluas 0.2D - 0.7D wievssue 2- 7
dadwns dmsvgnueaviimauruguenas 10 dadwns iwszninsegnaamaulussyilivevvessoenals
pudaarialanse Il ez oI GUsIAIINAANE I9DINNITE NIA AN TIVEUNTUMAL [UN 1A T T I 1N

soenadvunlvginuluveyhliinnnisnaaveudedsun 1 19en

2.6.2 NM3VAFBULUUSENNAE (Rockwell Hardness Test)

mii’@mmﬁﬂmaaﬁmmﬁﬁwmﬂmemqﬂsaw%qﬂ‘uaamé‘ﬂﬂﬁﬂﬁﬁmmﬂ 1.6-12.7
fadlns uaviasdvsnavesindusunageuiienisldusinaiAmis (Minor load) tiefvue
ge8198atumsinaudn nsternuudauuuiennadaiuisanieen livateniienisnagey
370 n1sldussnanazianafinneiu wedsnisneasufiteuldneasusulansd 3 wuu
Ao S0n11ad-8 (Rockwell C), Santiad-U (Rockwell B) warsaniiaa-ta (Rockwell A)

n1snedauAuRdwuLSonIad-a TdwinamysnsInsieliyulaiy 120 aen
Tunsnaaeuisuduazliussnat (Minor load) 10 kef ARAIULAITLUNARBUIINTULRLLSING

[y

wan (Major load) 8n 140 kef InaAauudeasgnatuiiowinsinandnesn JuileTunuiignne
= (% %

szaudIndululTnamilauazasuriaisausinal Fauareiinaageguiumianiinainnisegy

MBE1N01ITVIWUNUNAFBUAIFUN 2.14

l U3INAHT + usInaKan  #IINA

JUN 2.14 dnwaiznsnagnuealunsvageuAuLdLuuienIad

fian : http://eng.sut.ac.th/metal/images/stories/CV/Lab_5 Hardness.pdf
IUﬂﬁiﬁWU’JmL‘ﬂuﬂlﬂﬂ’JmLL%\‘imﬂg‘U‘ﬁl 2.14 a¢lien E Ao A1l @auvseenidu 100 d

diuay 0.002 fadiung) uazlvaAl e Ao AUENTILIAAIINNTIAEIUBE19019591NN15AA

= o ! < < & Y v a ] v v d' v = '
PIVLHNUIOATUIUATAIULLVILUUIDNLIAR - ‘l@@ﬂﬁﬂﬂqiﬂ/ll—?) ﬁ’]“lﬁi“U’Jﬁﬂ‘VlQﬂﬂ@L‘U’Wl‘ﬂﬁﬂlﬂﬂﬂ’)’]
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0.2 fadwwnsnsetansauazliaiuisavinnisneasuniundauusaniia-ala lunsaidaisldy

9

AINAADUAMUMTIUUSONNAA-U Y5950N1188-10 Wy
e

HRC (ammiﬁ 1-3)
0.002

ANULTITOALAAT =100 -

mMInadeuANULTULSennad-U Sdunsumioununisnageunuudanuusonnad-g

wAsliInavinangnueananndyukdevuiaiduniuaudnaty 1/16 47 wse 1.59 Tafiuns

v a1 =

THusenavan 90 kef Favungiunsnageuianfieaunszinisdnvisves e 1u 0.26 Tadiuns

q

wazhUady 130 d2u druaz 0.002 TadLUAT TI9LAIUITOAIUIUAIAMULTILUUS NS -0
laeaaun1si 1-4

c e o
ANULTITOANART =130 - 5003 HRB  (auns 1-4)

FelumsujuRlddndudesmunamiauudansizfiniesinsiiduivenamanuwds

aguavzaunasonluszuudnluiitaansennuudaduduavlias

2.6.3 NNSNAFBULUVINNDIA (Vickers Hardness Test)

v o

N13599AUANVDITINANYINTINT AR 136 831 FIudMAsNdnTanaaIuy

v
a a ¥

RATUIUNARDUAELITINA (F) Badivu1niais 1- 120 kef lasnaaaiiaIniuRiduaIunIsiaaoun
YsRInANNAaIUUTUIU THnatUszuna 15 39 wazasrusinalidnsyesnilsduiuasinves

fan U widnndazesussnalivszanu 10 Junit luvaeiifandeurasmsnaliunuiiniulag
dewnagneniu azvhnisiaruinsesnafiiniuainnsiadunuesys d, waz d, f2ea1u
azidoansin 0.002 fadng Fegul 2.12 Fdlumeufualisndudesiunmeauds mse
Tnginluiaiesinazansauansianuudaduiiarldias missanuudwosmmessuiuy

USLUaad Ao VHN %38 HV

WINAWTINT
Arzlngu

Avdan

/*d@%

JUN 2.15 dnwagnisnagnuealunsvngeunuuduuininesa

FUNUNARDL

flan - http://eng.sut.ac.th/metal/images/stories/CV/Lab 5 Hardness.pdf
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alls AnadevosdunLesy (d) sxdildlunisimuwiamainunia dsaun1sn 1-5

2 a s 39NN 0.102Fx2c0522°
AIULLYIINLNBDIA = 7 = > = >
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A191991 2-14 LUSHULTIBUAIAIULIUDIIBNISNAEBUAIY ATUNINSFIU ASTM E140-07

Rockwell Rockwell Rockwell Brinell 10- Brinell 10-mm Vickers
C, 150 kegf A, 60 kgf B, 100 kgf mm Standard CarbideBall Hardness
(HRC) (HRA) (HRB) Ball 3000-kef Number
3000-kef (HB) (HV)
(HB)

68 85.6 940
67 85.0 200
66 84.5 865
65 83.9 (739) 832
64 83.4 (722) 800
63 828 (705) 772
62 82.3 (688) 746
61 81.8 (670) 720
60 81.2 (654) 697
59 80.7 634 674
58 80.1 615 653
57 79.6 595 633
56 79.0 577 613
55 78.5 560 595
54 78.0 543 577
53 774 525 560
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a1 70.9 381 381 402
a0 70.4 371 371 392
39 69.9 362 362 382
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34 67.4 319 319 336
33 66.8 311 311 327
32 66.3 301 301 318
31 65.8 294 294 310
30 65.3 286 286 302
29 64.8 279 279 294
28 64.3 271 271 286
27 63.8 264 264 279
26 63.3 258 258 272
25 62.8 253 253 266
24 62.4 247 2a7 260
23 62.0 243 243 254
22 61.5 237 237 248
21 61.0 231 231 243
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2.7 MSNAFaUABLIINTZUNA (Impact test) [9]
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dmsunisnaasunIuwsInsEnndagtu dmsunisnadesunsrunniiy ufazdey
naaeulnell AeuIEINIEUNN (Pendulum Test) anunsawdenldndsnunszunnle 2 auin

Ao 15 Kgm Uag 30 Kgm gailvdnnismegeussgy
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mMgb AIUUNARANTENINNANE NELUUS A Wag C AD WANIUNTZUNANVINIATUNAGBULANIAN

Tneuanilasad
WANIUABUNTZUNN =mga = mhr (1-cos Q)
wadunainszunn =mgb = mgr (1-cos B)
WEINUNSEUNATUNAEEU =mg (a-b) = mgr (cos B -cos Q)
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Tudlo m = Mvualilimhedlansy (Ko g =9.806 m/s2 B = yuenTunends

v

nszuvniuesd r = $aflAue191NAAUINAIIILUEIUNIGG  aguSUNaIIUNTTULNN
Fusunagovariianiugn geluiniomeasvazsuamdssu ilasaseainaina
fignuuadumbendsulifuduga danserudmdanuazeuldlaenss Tuniiiaves
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UUANTNASFUN 2.17

High carbon steel High carbon steel
' Medinm carbon steel Medinm carbon steel
=g
Lew carben stect Low carbon steel
s 77 o
|
Z Z /%
Strain Starin
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5UM 2.18 FuUANINLUUAIGY
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Ductile fracture ;/ Brittle fracture

™ Notch
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A USUNTINAINITVEIEAIVI (Lateral Expansion) Yo Funad@auiin1un1snnasy
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ﬁqgﬂﬁ 2-20 MIVEIEATAINVIN a-b Muendy : 1)

Laternl expunsion - a-b (uait : mm)
Notch

Tee?® >
’
/ N
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2.8 NMSANNIDUUULYIZIDY (Gouging Abrasion)
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2.8.1 nMsdnusanuuLdEagluan1IzniiaNAALgs (High Stress Abrasion)
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Aan1suusnuInuIuidefdudalann n1sdnuseuuuaeiile (2 Body Wear Condition)
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warn1sanuselUUaIULile (3 Body Wear Condition) n1sdnuseluvasaiilenunsfensali
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aa



3.3.3 M3d19a9deyadnlssnuiinia inuasine sunesiuduuua 31da wnvy wud
Y] a Yy Ay r o oy 1
AauAndesnldiuegludagiundemeiidayadsil
® LASRIINTLAUMDLLDINADA 24 L4
o szgznauNsreudneaglunsiudaYiiu 15 Tu
e Aaudndes 1 Ynazldnis 2 wih lae 1 wihagidsuldiady 300,000 dudey

e doudndoy 1 yn TAounwmun 240 gn TdwdnndiAsuaunsn ASTM A572 Gr.65

JUN 3.4 anwAsuindesvanunsing dumesiutuniua 910 (Umww)

3.4 \A3043i0 gUnTaluazaTIA

va v

Az ITelalinsd1saaunTeNvetanIuil nsesdlslavgunsalnie udwmulsu

Wusinge1e naNvaulanazneuazlnuatuayuluniueingeg 1wy Wseleu viealnLey
& =~ 2 = a a vo X

599U ALY IUNDNLTY Tallsuazdunnanalinadl
1. 5o9daulnin SMAW/FCAW

WP39FRUlaNy

RISV PRIGRIVER

LMBUAIALT DY

\A309INYUMYHLUUBUNTILIA

AFULIAS LazaUnInlngIedeRuLUUNie

LASDINTIVADUAIYHANILNAN

N&9I9aNIIAL OM

0 o N o RN

=~ )
WPIRITRlany

o | v
LATRALUaNTDU

H
o

Lﬂ%ﬁ]ﬁ%ﬂﬁﬁ]Uﬂ’NNLL%ﬂ
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—_
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12, LA3OMAABURIINTIUNN

13. 1A304VAABUNNTANNTOU

16. 1A303 OES way SEM waz XRD way XRF way EDS

15. Taninsa ASTM A572 Gr 65 vi38iiiguiyin

16. Funudoudndossnids

17. a’mL%aiJwaﬂﬁ’JLL%Wﬁmhm (Hard facing electrode)
18. aam%ammﬁuwuﬁmm (Buffer layer filler metal)
19. gunsaleglvarudon uavdeumsuunion

20. wnatauuidon

21. wihnnuazgsiletadey

22. nosiysmauies

23. inseudesrlunarlufiuieselu

24. A3¥m1wNs1y 100, 200, 300, 400, 500, 600, 700, 800, 900, 1000, 1200
25. Mg mMAEOUASULNSNTY

26. Wausdiuan

27. WensFuvaetuny ‘13’1mﬁm%’uﬁmﬂi@@lﬂiqa%ﬂam
28. LOMUBATNANLAYEINTUIY

29. \p3emadaUNSAnnTau

30. in¥esdnstunusruuganileda

31. gunsaiiAdowin uaslogaautiy

32, ipsestaminnedon 4 suma

33, ‘131snﬁm%’uﬁ’mmmaimm%’wﬂam

34, WHUFNRANUNLINTUIY

3.5 Jaanldnaasg

3.5.1 FAAULYDNIUNAFDUULYIUNDNAIUUS (Base metal)

LY <3 1%

aa@maﬂﬂmmamﬁﬂ’mmvﬁumqa (High Strength Low Alloy Steel : HSLA) n35135015

q

[ @ v

nanIaLazauun@ (Normallized rolled) 1ulnannansuazlden (Fine grain structural steel)

153519980 1Ar0umnANnnd HSLA Fuegiudiunaunieaiinaznssuiun1sguinanans
(Thermomechanical) vila1u1saiinauudawselidumanndlneifldiunauvedsig

& ° P PRENEY) & Iz ¢ 1 P a a £y =
AISUBUAN kavsIgRauaziBaalia1sluakasiulasliwulasdey WavAvdy nandey

a6



Tuloden Mutfsy 1109511 ASTM A572 Gr.65 Uu1AAIUNT1E 100 x 200 x 20 Haduuns

Fusulidaunaniandaduau Bench mark 371174 3 T4 way MHUUTUNARDIUTDN 8 AN

[

91U 8 UWHU ANUNALNNLATIVDUNENNAIPISUBULNY ASTM A572 Gr.65 H518azidensal

AN5197 3-2 drunauniaadl (Chemical Composition) #anna1 ASTM A572 Grade 65
WANNEHENAIAIIULT U9 ASTM A572 Grade 65

519HEUgE [The Element Max (%)]
Grade
C Si Mn P S \Y Ni Co

A572 Grade 65 0.23 0.4 1.35 0.04 0.05 0.06 0.015 0.05

Hangzhou, Zhejiang Province China. 915189 1UNANSNAGBIAIAN Impact Strength ’qm%qﬁi‘i’f

NA@au CVN Charpy Test Ao 23°C MA@ UNIAMIUATUNIULIINTEUNN USIIUNTENUTOU
(Heat Affected Zone : HAZ) wasinannan ASTM A572 Gr.65 Tiluntsda HSLA Steels 2015,
Microalloying 2015 and Offshore Engineering Steels 2015, John Wiley and Sons, p.937.
IéAnade 293 ga ()

aumiﬁiﬁffﬁmmmmamyjamﬁfuau (Carbon Equivalent : CE) iieviunslassadneusiin

nsenuSeu (Heat Affected Zone : HAZ) Tunisidew fe

wMn + %S %Cr + %Mo + %V 0 UNi
CE:%C+( 5 0 ))+( 0 05 0 )_I_(A)Cul-I-SA)Nl)

wnuen CE = 0.23 + (1.356-I-0.4-) + (0+0-;0.06) + (0+(i.5015)

fnauaATueY (CE) = 0.533

#41 : American Welding Society (AWS), 2010.

R. W. Hinton and R. K. Wiswesser (2008) lavinns3devaassussananisomumginmanildlunis

TAnuseunaunisiion (Minimum Preheat Temperature : PH) «Jugnsldlunisiuindisil

Tew = 450°CV/CE — 0.42

WNUAT  Tpy = 450 V0,533 — 0.42 = 151.26 = 150°C

aun1san CE azliadiunaulasidudlagiminuessinane iddnsnasensunnii ussqeg

Y
lugnsveIn1snIA CE HavesAauyan1suay (Carbon Equivalent : CE) Wikipedia, the free
encyclopedia Lugiia1menitelun1sisunianuaInIsasunisioula (Weldability)
wazdsnslimusounaunsen (Preheat) liatainisunninvedlanzaiuuinansznuiou

[

(HAZ) fisil

ar


https://en.wikipedia.org/wiki/American_Welding_Society

A15197 3-3 Aauyaansueu (CE) Tdvhweanuansasunisifenldvenanndiasueu

A1 CE AuaInsasuMsould (Weldability)

Agnde 0.35 | Mde (Excellent) fdien lidnludeddmaliniiay

0.36-0.40 | Ainnn (Very good) Hlenaiinuualassaiisnsimuleniusnanansenuiou (Heat
Affected Zone : HAZ)P5u30UA18a7nLY Ul alnsLausLasfaaauainlinunau

YN

0.41-0.45 | § (Good Nlemaiinn1sunnings sedlviniuseuneunisiiey 150°w.

0.46-0.50 | wald (Fair) lomainnsuaniigs desdianuseuneuden >150°%.89 400°.

Over 0.50 | 1a3 (Poor) 99 Preheat Aouldei>200%. waza1s Postheat #dan1sidou

3.5.2 a2nL¥u589Y (Buffer Covered Electrode)
anwelangvundndnguainenseanuiinaisnenyuyiaglng (Rutile Coated)

NsioNsaeiiu (Buffer layer) Bununaaau an1ieh 1, 2, 5, wag 6 Iaineualsneniy

Y a ) 1

LABINNIEAITAT UTP 63 U0 @ 4 131, 817 400 uy. nszualii@euusenandnuusineg

Y Y

a =

58111914 100 - 130 weuwls drunamaiivdnluaiswenyude lasley - 9niia - wuanadl
(Fe-Cr-Ni-Mn) A331%15§7u DIN 8555 : E 8-UM-200-KRZ #381#18ulafiuannsgiu AWS A5.13 :
EFeCr-A5 w38Lnsn AWS A5.13 : EFeMnCr Idiiloiden (Weld metal) nguiiloiensaaivuiin

100% (Fully austenitic)

3.5.3 a2ALTaUNBNRILT (Hardsurfacing Covered Electrode)
3.5.3.1 Tunsneasadipunaniinds luaniei 1, 2, 3, way 4 T[Hadrataunaniiwd

Vunandvieatnlauarsneniuusednsainadnioanuiunisat UTP Ledurit 65

yuin & 4 uu. 812 450w, nszualdenfiuTEngnanuuziinegszning 140 - 200 uoNwUS
Wuaindounuaunnsgiu DIN 8555 : E 10-UM-65-GRZ vi3eLfleuldiuaunnsgiu AWS A5.13 :
EFeCr-EX Series Electrodes fldhunauvassingnenfililansarslusludedeudu Tudufudy,
MUNALY, V19dmU wae hlatdeyu (Mo, V. W, Nb) Lundeundudeuasalaidedon (Weld
metal) nqaiiioidenlasiiouaslud (Chromium carbide) wann15ludidadon (Complex
carbide) fonlideunonudanuyaansiu Nundeduns cukdndy Nurand Fuduiidste

a

nsanusentin MuANINKIRReNARNTBUNTgMUMNEs

Y Y

a8




3.5.3.2 Tun1sveasadipunaniiands luaniiei 5, 6, 7, way 8 Tdadrnlaunaniiud

wudndvsearndeuasneniiuriinglndnomuienisdn ESAB DUROID 650 auin & 4wy,
817 450 1y, NisIMHaNNan Fe, Cr, M #Mu105571 DIN 8555 : E 10-UM-60-Z v3aiieulariu
UINTFIU AWS A5.13 : EFeCr-E1 %30 E2 drunautaiindnluansnansude wan, lasdey,

wusnila (Fe, Cr, Mn) Tiilloweu (Weld metal) aunsagnyuudslueinie (Air hardening)

a

ANU1I0AIUNIUAITATAYTITULSI (High abrasion resistant hardfacing) ATUNIUAINULAULT

Y

a ]

nsgunnsgnIlangiuduns lauirunans (Moderate resistance impact) WagA1UNIUNITAA
' a < = a k%

nspuarn1sinaziin (Scale) Ngaumgiladlauunans

NNMsSeuguantRdanawarat dinualaznud adnlenansneniuuseans
AINEY A1UN1M5F1U DIN 8555 : E 10-UM-65-GRZ agilauifiiloidon (Weld metal) twiilonin
adnteuatswenviuriagnd aauu1msgiu DIN 8555 : E 10-UM-60-Z Tudinuaauuds
AIUAIUMUNNSAgAg (Fydnual G) wazAuduniunisinnseu (dydnwel R) Entey

o a = <
3.6 NMINMUANITINADTIUNITNIAADIYDUNDNUYS

AugRITulauInulalszaunuiudusenaunis SME M9USEn afwaa 3110
LATUIEN LA woud LU Bidav3a nakeudweila 31An ITveaIAdiounenudy n3en1sHEn
Y A v oA s ] o awv Y = < & Y '
AoUANgRNIAINUTEALAIETINTINIUITY EWALINTWRUNENWTIULTUIUAIBENE ASTM

v 14 a

A572 Gr. 65 M UuTanE1984 (Base metal) lnaidonainliousasiiuwazaindounonuds

pg9ay 2 vlla TIuds wazimuaYeungidmiunivaunsiianuseunsuniendinisitoy
<

NN

= o ] o = a <@
A9V 3-4 AILUITANUIUNTLUDUND AR I

& y o AM5AIVANYUNNTTENING
ALY . - Tmanudoaunisitou o 4
¥ AALYIUNDNLU JuLyau
N15NAABY TOINY (Preheat)
n (Interpass Temp. Control)
AR
UTP 1l =l 1l a
UTP63 ESAB 650 Taif il Taif i
LEDURIT65
1 N N - - N - J
2 v ¢ _ - [ - \/
5 - N - N _ - N
: . J - Vv | - J
5 N . N - N _ N
6 v - v R - v
7 - - 7 J - . J
5 - - N N - - N

[ L4 =

vanewg  ddnual — vnefs Liinslinieudth, V wnefle finslivieuin

a9


https://www.google.co.th/url?sa=t&rct=j&q=&esrc=s&source=web&cd=2&cad=rja&uact=8&ved=0ahUKEwjfsrnNlavVAhVFFJQKHW9CAmIQFggrMAE&url=https%3A%2F%2Fsmelink.net%2Fcompany%2Fkandn-electtic-wel-and-service-co-ltd.html&usg=AFQjCNEEey_-Ryzagox_5EmR5Yt4dtXpvg

3.7 A|msaniuau
3.7.1 MIH3EUTUNUTANMANNAWANAIAILUTITIEL (HSLA) ASTM A572 Gr.65 U169

PIEA5BIINTNAMALAUUIA 100 x 200 x 20 Nadwuns

—t-ED_ln—
T -

100

200

-

' (Meliaduns)

U 3.5 Yaqmanndnausmnnaudausags (HSLA) ASTM A572 Gr.65

'
a

3.7.2 ﬂ’]i‘VlﬂﬁEJ‘UéJGlﬁ']L%’J‘U@ﬂﬂ’]iL‘WllLLﬁ%ﬁmi’Wﬂ’]iﬂﬂqmﬂﬁuﬁsﬂaﬂL@’]@:u%u&’]u ASLATDU

1 IS

A A | o 2 1% v . [
ALADAILUDIINNRIBU (Furnace) LLG]@%TLJN@WT]Li?IUﬂqﬁiﬂﬂjqﬂJiau (Heatlng Rate) kagamnsn

9

[
LYY 1 o

n13an (Cooling Rate) Ineadgluvindu fely Aeuvhnisnaassdweswinnsnageusnsnsives

[ o

nsiiingaumgileewaaielddutoyadmsuimuaailunszuiunsmanudou d1wmsuisnns

NAFOU ausavilalag WamguTuaL kardunansdsulUasgunginguluusiagyie

Y

! o A

ntwAIRInaILIAIWIN (Heating Rate =AT/Time (min)) kagmA1Lade Wiemsns 15179

a ad Y a | = ] S g .
ﬂ’liLWMQMMQZWILLW\]NGUENLmLmEL‘Lmu’JEJENW]LSU@L‘?JSJEG]EMWI (°C/min)

M1519% 3-5 §95INSLNVBIUNIVDUAUIUIY

B2990unnil (29ALUaLTYE) ARRYdNIINTSINNYRIRNAT (BeAwatdediaunii)

35-600 22

M15197 3-6  TNTINTANVDIDUNNTVBAAGUTUIY

Y2egaumnil (asAaLes) ARREEnTINITAnve gl (aeALwalTadaui)
550-400 2
399-300 0.8
299-150 0.2
199-50 0.1

50




-1
g

qamgil (°c)

600
5 °C/mun
500 :
450
400
7 *C/nun
300
10 °Clmin
200 /
100 /
35
[ f t { f !
1] 0 40 60 50 100
Iauin

5UN 3.6 n1sligaumaiilumneuBununeunisiye

T00

-2.5 "Clrun

& 400 \ 400
zE, \ -0.8 *C/min
g 300
3;‘\ -0.2 °C/mun
200

o 130

0 "ttt

0 B0 160 240 320 400 480 S60 640 720 800 380 960 1040

naenin
gﬂﬁ 3.7 Madusilumnauduau

200
160
‘;;; 120
i.
.

L S S —
§ 10 15 20 25 30 35 40 45 S50 55 60 65 TO
rauih
3U# 3.8 nslvigaumgiianiey
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3.7.3 nawisengunsalnsleunaznIsnseTuL e Nl
ANNEEITY LITnWSENANTUTION FUNULALAIAWEN TINTINTIIABUAIIUNTOUVEN
wisaedlviegluaninniouldau uaziinismurunis annegniswenlviaenndesiun1sudn

Aeunudetluriowmann ieldidudeyasneds (Benchmark) Inefiswazidondagun 3.9

LT

o ' I o A < d' < ‘ I o Ay
AN Preheat NaUNINITLUDUNDALUY ATILVDUNDALLUY IﬂEJbLlI‘VHﬂ’]’i Preheat 9u31U

JUN 3.9 Anssuwsengunsainsifen wazn1sieuneNLIITUIIURIOEAUNTRENABUYU
sogluriaanain Benchmark)
3.7.4 Msw3engUnIninsifonuas NS ENI U UToNNE NI NTDIE OB IY
ANEEITE ATnRToNan IUNToN FUIULALAINWRN TINTINTIABUAIUNTON
vouasoudaulegluanimnieuldau uaziinisaiununis an1iznisieulviaenndas

AURpUlIlATINTITULAZNNTNTIAABUAMANLUITONLAZ N SNAdRUaNTAN NG
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F9E1LUINTIY DUNDNLDIUUTUI US4

Funuleunenulafiwssununisnandeunudeslurienain

JUN 3.10 N1seTRdeUAmAMLLIYaNLAzAaululATINTIRY

3.8 MaiPautuauwenudeunsgiu (Benchmark)

a¥fsfuaudonnonudeunsgu (Benchmark) dwiuiFeuiitsuiuiunudounon
pudoulusine sufinasfiteldimsinunssuiunadounenudeduslml

Tunsvaasadounenudeduauuinsgiuuinigiu (Benchmark) angdideldduay
fegreanlssnu $1uau 3 fu iutageuumdnndmansiiauudousiga (HSAL) ASTM A572
Gr65  fAtetmuadiuundeudsildnszuiumadouliiiifeaind onsfumand (Shielded
Metal Electrode Arc Welding : SMAW) ‘aanidousesfiutadeanuionisan UTP 63
& arnden 4 un. lnszualslifion DCEP 110 Amps adnideunenudsinioanuisn1sm
UTP LEDURIT 65 Tdnszualilidey DCEP 150 Amps

53



A15197 3-7 Foyanisiteunenulafusuainsgiu (Benchmark)

NSRRI Feuseity Fouwenuds gauuQiieu

Fetunu Sourewdon | shuu | Swowdu | Swouuwn | Suudu | saaden

(Preheat) | wwadeu o o o L RCRIRN
Benchmark 1 Taily Taily Taily 2 1 Taily
Benchmark 2 150°C Tailef Tailef 2 1 Taile
Benchmark 3 150°C 2 1 2 1 Tafld

3.9 mstmuatunsunsnaraadewenudsdunaseudeuyudes
Tunszurumadeniuasudauudondutu (Layen) wadonusasduuuadondin
y1UsEUIal 200 ﬁaameﬂﬂﬂﬁ’]mﬂ%auﬁ?EJﬂi%‘UTufﬂiL%@NlWﬁﬁﬁiﬂL%@ﬂJﬁNWﬁﬂ‘ﬁ (Shield
Metal Arc Welding : SMAW) 9% usufanimdnndmauiianuuiaussgs (HSAL) ASTM A572
Gr.65 vauginnaidenagliiniesnsiaaeuladiinefnsradnsssulniuaznszualiiy

waztAsasingnmniingIvgamgiluragyinn1swensse laevinadeudwelul

3.9.1 NMSWWauNENLITUNAaRUMEITauNanuds UTP Ledurit 65 an11e 1 1Wausodnu

(Buffer) Inglvimmidouiitununeuden (Preheat) # 150°C

Fousositu (Buffer layer) ﬁwmm%@mﬁwaﬂﬁmm%wmamiﬁ’] UTP 63 vuin I
4 33 817 450 WU MINNIAIFIY DIN 8555 : E 8 UM 200 KRZ n3eitsuladvuinsgiu
AWS A5.13:2000 — EfeMnCr, EfeCr-A5 Electrodes wdrn1sdeuneniaugs (Hardsurfacing)
FUNIULIINTEUNN Fgatailouneniaudearswentiy in3oanunensAn UTP Ledurit 65
e & 4 1y 13 450 Uy AIUNINTFIU DIN 8555: E 10-UM-65-GRZ ni3eriieuldiuunsgiu
AWS Ab5.13:2000 - EFeCr-EX Series Electrodes

3.9.2 m3deunenuddunadeusiodeumenude UTP Ledurit 65 annzdl 2 Wousesiiu
(Buffen) Tng/lslmnudouiitununounisiden (No-preheat)

®nsdousesiiu (Buffer layer) fualndeuasnenduiAIeanuIen1sfl UTP 63

g & 4 w8717 450 U AuNIASgIU DIN 8555 : E 8 UM 200 KRZ wisiilsulanuninsgiu

AWS A5.13:2000 — EfeMnCr, EfeCr-A5 Electrodes waav1n15iaunaniiauds (Hardsurfacing)

Y v a a I v a Y .
ATUNTULINAITLNA ﬂﬁﬁlap‘l@LGUQQJW@ﬂN'JLLSUQﬂ']iWE]ﬂWN LATR9INUNEN1TAT UTP Ledurit 65
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U1 D 4 ug 817 450 41 AILINSFIU DIN 8555 : E 10-UM-65-GRZ nafieuldiuuinsgiu
AWS A5.13:2000 - EFeCr-EX Series Electrodes U{UAn1siiouil guuniuindenund

W39aUN iviad (Ambient Temperature)

3.9.3 NSWBUNDNWIITUNAFDUAIUTDUNBNWTY UTP Ledurit 65 an1ei 3 Liiteusasiiu

(Without buffer layer) usiliinnnudeuiitusuneuinisidon (Preheat) #l 150°C

in1sauneniiuda (Hardsurfacing) HMuUnIULIINTZRNNAIBAIATONAITHBN Y

m%wmamsﬁw UTP Ledurit 65 au1n @ 4 4y 817 450 Uy AINUINTTIU DIN 8555 : E 10-
UM-65-GRZ v3aiiiaulainuunnsgiu AWS A5.13:2000 - EFeCr-EX Series Electrodes

3.9.4 Madeunonuisdunaaeudeidounenuds UTP Ledurit 65 annizdt 4 laideusosiiu
(Without buffer layer) uazlsilsfaufeufizununouinnsidon (No-preheat)
vinsdeumoniiauds (Hardsurfacing) Mumulsenszunn fearnionaisneni
\A309MLNENN5AT UTP Ledurit 65 -vunn & 4 ua 8717 450 3 ANNINTFIU DIN 8555 : E 10-
UM-65-GRZ #sowisulafiudnnsgiu AWS A5.13:2000 - EFeCr-EX Series Electrodes Ufju#nns

Weugauuniiussenauni (Ambient Temperature)

3.9.5 NSDUNDNLIITUNAFDUMELTDUNDNULTI ESAB DUROID 650 @n11eil 5 1inusadiiu

(Buffer) Tnglwpnudounigununounisiien (Preheat) 150°C

MN15LyeuseaRY (Buffer layer) Auadnliipualsnanyiy 3eanu1gn1saA1 UTP 63

vun & 4 11 817 450 1y MUUIMIFIW DIN 8555 : E 8 UM 200 KRZ niseriieulaiuuinsgiu
AWS A5.13:2000 — EfeMnCr, EfeCr-A5 Electrodes wdarnsdeuneniougs (Hardsurfacing)
FunLLTINTEUNn deatadeuneniiaudsaisnentiy ta3eamanen1sén ESAB DUROID 650
yurn J 4 uy 819 450 Uy ﬁﬁﬁmwauwé’ﬂ Fe, Cr, Mn w3auisuladuu1nggiu AWS
A5.13:2000 - EFeCr-E1 30 E2
3.9.6 M3deunenuistunadeusieifeunenuds ESAB DUROID 650 @nnasil 6 iousasiiu
(Buffer) Tnglall¥imnudouiitunuraunisifey (No-preheat)
Fnsiieusesitu (Buffer layer) fheaadouarsweniiu 13eemangnisdl UTP 63
a4 uu 817 450 1y MUNIMIFIW DIN 8555 : E 8 UM 200 KRZ nierfieuldiuuinsgiu

AWS A5.13:2000 — EfeMnCr, EfeCr-A5 Electrodes wdarn1sdeuneniongs (Hardsurfacing)
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AIUNTULIINTTUNN AI8RINTOUNDNRILTIAITHENY LATBINUIENIAT ESAB DUROID 650

vurn & 4wy 819 450 un Ndlsauaunan Fe, Cr, Mn wieiiisuldduuinsgiu AWS

A5.13:2000-EFeCr-E1 %30 E2 UfURn1518eui gaumniusseinaund (Ambient Temperature)

3.9.7 NS TDUNDNLIITUNAFDUMELTaUNDNLTI ESAB DUROID 650 a@n1izi 7 laidieuses
Wy (Without buffer layer) ualinusounzusnuneuinn1sfen (Preheat) 150°C
n1s@eunenidauds (Hardsurfacing) A1UNIULSINSTUNA AIgalnlauneniiuians

WonY LA3OIMINENSA1 ESAB DUROID 650 vune & 4 s 817 450 u ﬁﬁﬁmwawé’ﬂ Fe, Cr,

Mn visaieulanuiInggIu AWS A5.13:2000 -EFeCr-E1 %38 E2

3.9.8 N9 UNDNLTITUNAFDUALTDUNDNLTY ESAB DUROID 650 @n1azi 8 lalidiay
509911 (Without buffer layer) wazlallinuseunvuanuneurinnisies (No-preheat)

Wns@aunenidauds (Hardsurfacing) AMUNIULSINTEUNN Maeanlieuneniaud@ns

oYl LA3MHIBNNSA1 ESAB DUROID 650 wunn & 4 1ia 6712 450 i fislsnmmanmdn Fe, Cr,
Mn m3eifieuldfusnsgiu AWS A5.13 : 2000 - EFeCr-E1 n3e E2 UfdRnnsideudigungil

UsT8IMAUNG (Ambient Tempperature)
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=

Unn 4

|
Naﬂ’]'i‘VIﬂﬁ'e)U%u\‘i’]uL%aNW'e)ﬂLL"?N

AziITe LAvNsnseuTuudeunenudIfiegie tnelin1snluAuan1iznsiie

a a o =~ v & a <
audeaulyredlasiniside lagiin1sasnsduauieunenudauinsgiu (Benchmark)
dmiuidssuiisuiuiunulsunenaudeulurneg auiauegIduladnisimuinssuiuns

= w X 1 = a v 1 X
WaunanwWuunivg lnedisneazldunveinanisnnass mmalﬂu

4.1 NANINAHOUTUUAD81991N5997U (FUU Benchmark) 119U 3 Fu
lun1sMAaeutenTu U0 1991nls991u 91w 3 Fu WWudannumannaiaisveu
ASTM A572 Gr.65 §3deimuaAiiuusiwendildnssuiunsveulniihdigaineuiunand

(Shielded Metal Electrode Arc Welding : SMAW) ‘Aandeusesiuiaiemnion1sdn UTP 63

& avodieon ¢ un Mnszualvidon DCEP 110 Amps armdounenuduaismuienisn
UTP LEDURIT 65 Tdnszualilidey DCEP 150 Amps

4.1.1 Fu31 Benchmark 1 : FUINLNANNENANAIAINLTINTIGS (HSLA) ASTM A572
Gr.65 tpunanudsldlalimiuiounfusuneuldouneniianis (No preheat) laiausoaiiy

(No-buffer) WBuNaNLIIAI8aIAYaUATDINUIENITAT UTP LEDURIT 65 3724 2 byl 1 U

Result of Macro Hardness test

o O

F OIS T OMRY
O <

<

UM 4.1 ANAADUSUTEIANLTITUY Benchmark 1
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A15199 4-1 ANAABUSUTIIAMULTITUIIY Benchmark 1

Hardness HRC
Iltem WM WM WM WM WM
UTP LEDURIT 65 62.0 62.8 63.0 62.1 63.6
Iltem HAZ HAZ HAZ HAZ HAZ
ASTM A572 Gr.65 3.1 2.6 1.4 2.4 3.2

AAuuduaievedianminngns ASTM A572 Gr.65 iusiininssnueu (Heat Affected

Zone : HAZ) Wiy 8.14 HRC Aauudaadeileidon (Weld metal) UTP LEDURIT 65 winifu

62.70 HRC

4.1.2 39U Benchmark 2 : §uany ASTM A572 Gr.65 tiaumanudalininudouduey

Aaun15L8eu (Preheat) WATUIIY Benchmark 2 sheidadll (2150°0) Taeliidousosiiu

(No buffer layer) / lisualn@euneniiuds ldataaunanudeinsaanuienisan

UTP LEDURIT65 117 2 wun 1 tuideu

JUN 4.2 AmeaeusUTeInLdlaIg Benchmark 2 :

A19197 4-2 ANAADUTUTIIAMULTITUIIY Benchmark 2

Preheat 150°C

Hardness HRC
Item WM WM WM WM WM
UTP LEDURIT 65 60.2 61.1 62.6 62.6 63.4
Item HAZ HAZ HAZ HAZ HAZ
ASTM A572 Gr.65 1.7 1.6 1.6 1.1 1.3
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A1AULTLRABVITAMANNEM ASTM A572 Gr.65 USHIaiNIznu5au (Heat Affected Zone

HAZ) 1A U 1.06 HRC AANLdadeiiaidey (Weld metal) UTP LEDURIT 65 v#111U

61.98 HRC

4.1.3 Yus Benchmark 3 : 31974 ASTM A572 Gr.65

AN5199 4-3 ANAABUSUTIAMULTITUIIY Benchmark 3

JUN 4.3 AmeaeusuTeInuLduaIy Benchmark 3

Hardness HRC

Item WM WM WM WM WM

UTP LEDURIT 65 59.4 53.7 51.7 54.7 58.4
ltem WM-buffer WM-buffer WM-buffer WM-buffer WM-buffer

UTP 63 15.8 18.9 15.8 14.5 16.5

Item HAZ HAZ HAZ HAZ HAZ

ASTM A572 Gr.65 1.7 1.6 1.6 1.1 1.3

LYOUNDNLITUINU Benchmark 3 1AnuSouduunaunsiaou (Preheat) aaeiladln

o N Y =~ = % ' = =
150 C 19U TINUMILAIALYDULATDINUIENITAT UTP 63 IﬂJf’JUa'JﬂLSUaﬂJ LGUalIWf‘]ﬂLL%Q

fEaIALTeLLAS D IINNENTSAY UTP LEDURIT 65

HaN13NAaeIlAA1ANLLTNRREVDITANUANNEM ASTM A572 Gr.65 UShiansznusou

(Heat Affected Zone : HAZ) wihfu 1.56 HRC Amanuudeadsiieifouseaiiu (Weld buffer

layer) UTP 63 wihiiu 16.36 HRC Aruudaadeiieidon (Weld metal) UTP LEDURIT65 Wiy

55.58 HRC
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AN51991 4-4 W ueuAIALLTITUIUTeN Benchmark 1, 2, 3

p Tanudau AAnuudaaie (HRC)
Tunnday . o = z ¥ X ;s <
nauNIs¥aN | US1IuNSENUTeU | LUalausasivu(Weld BRI LERIRERIIN
Benchmark
(Preheat) (HAZ) buffer layer) (Weld hardfacing)

1 — 8.14 — 62.70

2 150°C 1.06 — 61.98

3 150°C 1.56 16.36 55.58

MnHANSTIARINUIINIS A SeuRaunsE ey (Preheat) uitunagou Benchmark 2
waz 3 finasthannitslilansnuuinaunssnuiou (HAZ) fanuudsanasanlaldanudou
roun15.dau (No-preheat) uAtunAmoy Benchmark 1 Uszanas 8 1 WARUNUNT Preheat
argann Tasmgdunuiivuialngiedaunindediiaieddiauioudivuady s1aumns
AunANINAAMNATIALLT YRR B T oune nudanuin Juneaeu Benchmark 3 Mo
509U (Buffer layer) Aoutdounonuda ﬁﬁhmmuﬁqLﬁfal,%auwamﬁw?wqm WU 55.58 HRC
mszililodeneeamudfinanaindon UTP 63 fiieusesiiu (Buffer layer azanesiusway
Tuiloideunenuiannuszneufulunisidounenifuliis o Seilidoidousosituazans

=4 1Y & dl' 41' a <
PUINNEUA UL LaRELTDUNAIALTBUNDNAILTININ

4.2 HaN13n5938aUlATIE3197a01A
4.2.1 avivdeulaseadneganialanzanu (Base metal) ilfidunagidimun  Benchmark
WigunulssuEInIa

[ [ 1%

° 4 ax a =
ﬁﬂmaﬂﬂa’]f}\lﬁmﬁ]’]ﬂ’nmLL‘ZNLLNEjQ (HSLA) N35UI5NISHEAR LVIﬂIUIaEJﬂ’JUﬂﬂJV]’Nﬂa‘UigﬂGU

£ 1 ¥

fundnnisaaumnwasians (Thermomechanical controlled) AIUANSNIINISLEUFIABUTINS
n11n35uISHAnmanUnf vililalassadreganiauulud Bainite) Janldnvaziduiisalan
aviden (Fine pearlite) uay aslsyi (Polygon ferrite) LYulaseasraniimnumideaunsuay

wdansellmnuauisasunisiteuled (Fair weldability) fosliainuseunaunisitou (Preheat)

>150°C weanaulwenisuansnluvustion
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'
[

PANA9e18 100 X

sa o

JUT 4.5 dnwauzainaisveslassadiaganiamesisi-isalaindidevetsmbnngdn
ASTM A572 Gr.65 Wifndavene 500X

MNMIBATeRlasasganiatusuiaiedan (Base Metal) wuindnueaisd Wudun
fo lassaseveanaslyd (Ferrite) Andusavag 55-60 vadlaseasnanamun wasanwaeiJuded

Ao lnssadawasiisalan (Pearlite) Antdudosas 35-40 Wosidusd vadlasaas1aiarun

1.2.2 wamnsaaeulassaiisganialanzauuinansenuouannisden (Heat Affected
Zone : HAZ)

Faowiannan 1nsgu ASTM A572 Gr.65 Anwilastadnaganinveianuinmnssny
$ou (HAZ) \utsnaudelavsnuiiindatuiioilon (Weld metal) fter3suiitouifulassat
Qanaiy Uinanszmudou (HAZ) uuinaidelansuitlivaouazansudléduaudounin
ns1ienganingaingd (Upper critical temperature) Tassaframeslss lwuluvinaziisalay

= N o, o ¢ o 9 v 3 o & X o Y] 3
avtden Wasululaswadeeamulus inldsnansuouasarsswduduiemeafumanly
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an1zveauds (Solid solution) ﬁqmmﬁqq (Unfiazgandn 723°0) Tuvauzidon uundenilsngi
madudaas aviliesueuudinliamnsaunsviindufvanimiasiasaganiadufemesls
waziiisalasileviu Semaudiusiamdn (Fe) viliusansznuiou (HAZ) nanaidulassadiandn
asludisadu undmules (Martensite : Fe,0) faufausny enatielanseuuinansynuiou

LANANIY

UM 4.7 lassasnsganmaitielansanuusinunsenuieu (HAZ) inasuensy 500X

INMTIATALATIETITANIALUIUIIUTINNSENUTaU (Heat Affected Zone) Wuin
Snwasdudvnfelassastweaneslsd (Ferrite) Anmdudasay 65-70 Wosidudvodlasaadng
flanun hazdnuwusNdudaifevedlassasiansalan (Pearlite) wazisalaiazidun (Bainite)

Aadudevas 15-20 wisalaviAunandnduisalanazideasoniilassadrauuluy (Bainite)

Anludosaz 5-10 vedlasaadaiaun dwmabiianiidnvazinsuianden uaslinnuuduiingy
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4.2.3 wan13nsIaeulassaseganIaLiieliousesivu (Buffer Layer)

UM 4.8 lassaieganialiloieusesiy Buffer 19ul¥es Maaveny 100X

lassasnsganiaillelousesiiu (Buffer layer) 1Julassadnsiiuesamuilfin (Austenitic

matrix) Hlassaseeamuilinuianiia Usinalasilleugs nsgaenilaswaisiueeamuiin

4.2.4 wamsnaaeulasiadsganialioeunenuds (Weld surfacing)

JUN 4.9 Tassadganialiaweunenudddasidonnisluduasasludidedou (Weld surfacing)

1 YuLYau ANaIv8ny 100X

lassasrsganmaiioendulasdounisluduasaisludfedou (Chromium & Complex

Carbide) nsratveguulaseaianueaamuilfn (Austenitic matrix)
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4.3 NANSNAFBUNSITBUNBN LISV UNAFBUIMULIYBNFN1IZNTNAABIA 99

Ve

Tumsneasadeunenudsirassfoudndosaniizineg aneiideimuauuinislunns
thiaueranaaesil

1) seeusansdeudlifulndenildluwiazaniznismaass

2) TeUNanIsadeulATIasaNnnIA (Test Report : Macro Structure Test)

3) $I8URANIINAEaUlATIAII99anTA (Test Report : Micro Structure Test)

a) 3'1&mumamimaaummLL%M;amﬂ (Test Report : Mircro Hardness Test)

5) F1EUNANITNAFOUANUAIUNIULTINTZUNN (Test Report : Impact Test)

6) FIWIUNANITNAFDUAIIUAIUNIUNTENTOU (Test Report : Wear Testing)

4.3.1 N1SNAADIYIUNDNKTIENEN 1 : TiAdnuSaudusunausay (Preheat)

v
< a [

¥IN1SNAaRLT U NDNAILT B U UTAALATA ASTM A572 Gr.65 4u1A 100 x 200

x 20 1y anngdl 1 nglinrudouiidununounisidon (Preheat) 150°C 1dausositu (Buffer
layer) #a8a2a1Toua1TNONYN LATDINUIBNITAT UTP 63 vuin & 4.0 4y 919 400 u
Anszualnfiusemguanuuziilndenld DC/AC 100 - 130 Amps. WuainiBeunuannsgu
DIN 8555 : E 8 UM 200 KRZ n3aisulafuuinsgiu AWS A5.13:2000 — EfeMnCr, EfeCr-A5

Electrodes sdsanntiuyiinsiieunaniands (Hardsurfacing) AMUNULSINTELNA AI8AIALADL

woniudsanswenify Adesmanen1si UTP Ledurit 65 vuia & 4.0 ua. 812 450 13 nszualyl
fusmgnanuuzilidenld DCT/AC 140 - 200 Amps. meglungauumsgiu DIN 8555 : E 10-

UM-65-GRZ v3aifisulaniuunnsgiu AWS A5.13:2000 - EFeCr-EX Series Electrodes

4.3.1.1 s1suransigaudsidaulun1snanasadiou da1229 1 : Preheating
4.3.1.1.1 Aaudsilalunisi@on dnn1azil 1 31U 4 TunaaaU

A19199 4-5 ArduUsnlgieusesiu (Buffer Layer)

Juarwdl | wundewdt | nszuaden | usedulwih | auidalunns QN il UUYUTINING
(A) ) Yoy %uﬁuﬁ'l"'lqm ‘i?ul.‘?lla&@ﬂfjﬂ
(mm/min) °c °c
1 1 110 DCEP 150 150 600
2 1 110 DCEP 150 150 600
3 1 110 DCEP 150 150 600
4 1 110 DCEP 150 150 600
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A15197 4-6 ArdudsTildideunenuds (Weld surfacing)

Juewdl | wundoudl | nszusden | wsedulwitn | admndalunns VR gauUUYNITNINg
(A) v) \Fou ?}'m'mﬁ'\qﬂ %’wﬁamgaqﬂ
(mm/min) o) o)
1 1 160 DCEP 150 150 600
2 1 160 DCEP 150 150 600
3 1 160 DCEP 150 150 600
a1 1 160 DCEP 150 150 600

4.3.1.1.2 Iunagouaueu (Test Coupon) NlAaNaA1ITNAaDW 1

(1) FUNUNAFDUNUTBNNBNLTS @n1EATNAaR 1

JUN 4.10 Funuvegeun1sliounanuda an1izd 1

(2) MInTIvdeUTLSIRWITNLUITaUNENLTIEvBIMaILMINTU(Penetrant Testing : Pt)

gunudeuneniudsdudiiaauniiaungiivies Whanuazen wdwhnsesveaey

P8N15ATIVAUNTIR TN N linusosandMNLuTon thlunsiaasudevaunad

wsn@uiieduduna Usingualinusssuaninfiuuidsuiguni

JUN 4.11 HANIATIRADUMYATUNINTULUITBNAN 1IN 1

65




4.3.1.2 51899UNaN1sNadaulAsIE319u%AA (Test Report : Marcro Structure Test)

A15199 4-7 Test Peport : Marcro Structure Test NMsnaasadounonuis@n1en 1

PQR No: Position: -
Received Date: 25 / September/ 2017
Project Name: - Tested Date: 23 / October / 2017
- ASME Section IX
Project No.: .
ject No. Standard of Test: 2015Edition
Process: SMAW (DCEP) -
Type of Test: Macro Structure Testing
Material Specification: | ASTM A572 Gr.65 . . Dino-Lite Digital
Prebeat 150 °C and 1 e Microscope AM4115
5 X reheat 13 and Interpass
T Temperature Control 600 °C max. Equipment’s Capacity: .
Filler Metal: UTP 63 + UTP Ledurit 65 Ambient Tcm.p. 24 °C. 48 % RH
Result of \Iacno Stl ucture test o
x| " B Waltouwanuia
Woltansaaiu

(Weld Surfacing

(Buffer Layer) Layer)

USLIUNTENUIOU

(HAZ)

langau (Rase

Metal)

T
3 4l

g’mu Ilflmu H' ||']l i || (!

UM 4.12 Han1snaaeulastastunnaiiein lUmMrungndendesinenmlasaiagania

AuAeUeUIToNNaNuT @n1gh 1

mﬂgﬂ‘ﬁ' 4.12 Wudinihdauuadenlasadaumanaiivhnisdne udeeenld 4 U3t Ao
1. elansuusnaildldZunansenudeuainnisiden (Unaffected Zone) 2. Lielangeu
Vinadildfunansenudouninnisiden (HAZ) 3. Funuaideusesitu (Buffer Layer) 4. uiile
Wounenfauds (Surfacing weld metal layer) ‘ﬁuﬁéﬁ’mdnﬂmzﬁﬁﬁ’aléﬂ%ﬁmummLﬁaw
ns1vaeulaseadnegania (Microstructure) wagldidusumianvungavageuainuundagania

(Micro Vickerd Testing) nalu
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WWLaNTRINY (Buffer layer) 98Y18iUNITEANIEYILAAAINULAUINNNITUAR IV TR
d‘ < a ¥ -ﬁl dl ¥ [ a6 ¢ A ¥ 6 2
Waunonuls Jeuldaimdeunlilasairamleslsi-iisalavivielassaieoamulun ndnnis
Weounenudewasldnszuaons anudilunisdougegainfiannsaszufuale ielesiulily
lavgilonuvasuazaredunnanluilodonuiniull wielumdlangineideanisaudfain
Auudavasiloalnfaulaenss wialsenitfean1sliiia Dilution Tun1siliaudigaiuies
nsgimsiimmnslnesnssuadonaiulunsemuwuigendiunnifiuly svdmaliiowaunen

< A Yo A ° I A au ¥ oa - o v
W3 (Weld metal) Nlasusigaunimeindiussneninaiadourimualiuin

4.3.1.3 318UNANTINAHDULATIE3199a01A (Test Reprt : Mircro Structure Test)

A1519% 4-8 Test Peport : Micro Structure Test nMsnaasadounonuis@n1ed 1

PQR No: Position: -
T — N Received Date: 25 / September/ 2017
Tested Date: 23 / October / 2017
Project No.:
Standard of Test: ASME Section IX 2015Edition
Process: SMAW (DCEP)
Material Specification: | ASTM AS72 Gr.65 Type of Test: Micro Structure Testing
e Preheat 150 °C and Interpass i ! No.: ZIESS Primotech
Temperature Control 600 °C max. Equipment’s Capacity: Maximum 1000x
Filler Metal: UTP 63 + UTP Ledurit 65 Ambient Temp 23.6 °C, 56 % RH

=

Weld Metal

5UN 4.13 UanaqniyiinTsnTIaaeulaseainagan1ATuNAaeUNARRUTeN andeil 1



4.3.1.3.1 Wiguiigulaseaineganiauiiaan senuiau (HAZ) duusiialanseauildlasy

NANSENU5aURINNISaN (Un-affected Zone) Tunisitaunnadau dn1zi 1

FU9U (Base Metal)

USnsenusou (HAZ)

ASTM A572 Gr.65 Magnification 100X

ASTM A572 Gr.65 Magnification 200X

ASTM A572 Gr.65 Magnification 200X

00,
——

HAZ : ASTM A572 Gr.65 Magnification 100X

HAZ : ASTM A572 Gr.65 Magnification 200X

.-

! pom—
HAZ : ASTM A572 Gr.65 Magnification 500X

TAS9a519MANNA1AISUBY WINTFIU ASTM A572 Gr.65
=) ¥ s a s ¢ a s L3 a ;&} a
fMaseadganialeslsiiisalavivaziiisalariazidon Wud
Y1afelassadeiiuieostsy (Ferrite matrix) LauAILNIA

ThluRelassasaiisalant

Uihansgnufeuldsuanudeugadiouiulasiadieeany
luiuazdidnsinisiBudisiusifiosannindnndn HSLA
Tdunausinansueutiosiiies 0.23%ynlzUsnglasaina
wd s (Fe,Q) Wuwvisdndmusngnszatemauwain
& o vow . . ‘
wuinsgnuioulduninunsnuzduegiv lassadavuluy

& ag ¢ a < & a0 v &
wsammlawama&mmuLUuLmuam Iﬂﬁ\?ﬁi']\‘iﬂ"aﬂqﬁ‘ﬂ\'iﬂ@\‘i

nsgageguulaTaaiieiu (Matrix) wiedlsi dumn

JUN 4.14 dnwaiznmaievedassainnaniausnunsenuieu (HAZ) duusnalansauildla

SUNANTENUSoUIINNSHTBY (Un-affected Zone) Tunsitiaunaaday a@n1igh 1




4.3.1.3.2 Wisuifisunanmaelnseas9agananuIionsasiuiy wuadaunanuds

WUILIBUTDINY (Buffer layer) uunFauwanuds (Weld surfacing)

Buffer UTP63 Magnification 100X Weld UTP Ledurit65 Magnification 100X

Buffer UTP63 Magnification 100X Weld UTP Ledurit65 Magnification 200X

\Welwew UTP 63 illassadreganineeaimulun
= a a a &,
wuan1fla Usunalasiflouas tinamunimdy
imannanliady ldiduudivdan (Non-
magnetized) diAunilgannsalazaziniiy

LL%aLﬁwﬁuLﬁaQﬂLLimixﬁw (Work hardening)

'
= '

dnwazlaseasrseaamulunisusiansu

Y

UL DULNUAUN VNS BeRDNU

20 pm

[
Weld UTP Ledurit65 Magnification 500X

X A = s s a v & o a o '
LuaL‘ljauiﬂiLmauﬂﬂﬂUﬂLLazﬁmmﬁumﬂumL‘U\‘isdauLﬂuiﬂiﬂaiw’qamﬂwummLL‘U\‘qu‘lﬂ,ﬂﬂ VINATINDY

& a

szitulassadieiiu (Matrix) wavdvadulasidflsnaisluduassiauauaislundedou nszansuu

lassassiiuseawuilin (Austenitic Matrix) iudanagniloannss (Hard toughness) fiudim

JUN 4.15 SnvaenmanevedlasiainaganIAuR ALY TNT eI uLaT USLINLWILTBUNE NI

Tunisveasadaunanudsan1iey 1
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4.3.1.3.3 1n5963199801ALUATDUNDNLTY HN192MINAGBITN 1

UTP Ledurit 65 + UTP63 + HAZ

HAZ : ASTM A572 Gr.65 + Buffer UTP63 + Weld UTP Ledurit65 - Magnification 50X
5UN 4.16 dnwuznmangvedlasiainganIaununsenuieu (HAZ) , wuideusesiy (Buffer

layer) waghuldaunenuds (Hard surfacing layer) — ifndaveny 50X

NN3UT 4.16 anunsnesueiiaAuldR

(1) iflalanzarumdnngnn ASTM A572Gr.65 Uilmnsenudou (HAZ)
Ie¥umnufeugeauasulasiaiamieslsi-isalaviuasudulassaisooamuluy awnsa
azaIu51InAISUB 0.23% Lﬂﬁﬁwﬁaﬁumamﬁﬂ (Fe) luan1izansazarsvesuds (Solid

v v <

. a A o [ v @ = a 3 1 O a
Solution) USHIUNLDNTINITLYUAILIIIUAITUDUUNAIUYIUUL NAIUITOIIUAINUSIRLRAN

9

v A a

& ¢ 1 & ¢ & ¢ | A oA Y]
Juansusznaumsludsaduunsmuled (Fe;0) s19a1suaudiunimasdzndufuvannbule
Tassasraisalariusiilnsandnsinsidusisunsuisalandsluilontaladunislainsalan
aztdeanIaiuuluy (Fine pearlite or Benite) daifulaseasnesiudanazudauss annmane
lnssasrsganiafivenafelassadaiumneslsn (Ferite matrix) flassasnansmulednidiu

I~ ] & A < v K] v & A ac s = =3 [~ o
Juwisdudniandesunsnizluegivlassaisuulwiviemsarilaviazidonmudunaud
WNSNAULUUAT UM wasNlnawulduwlaunasuazany aziilassasiseaamuluniain
Waweau UTP63 vasuaratgduuaauu (Dilution) Uy 978 @SUL509n153UEnkaY

Josiunsunnvignseusenineduion
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(1) UStauilaausasiny (Buffer layer) 3anadntioy UTP63
Wiulassadaganinesawuilan wueniila Ysunaleasdougs duniunisinnseugelidu
1 [ . (% = < Aﬁy I 1% a 1 1 a a [
wiiwian (Non-magnetized) dunariuduiium 1Wulpssafanileaunss ¥agiasuseanisiu
gnnazdosiunisunnigaseuszninsdulion Jantfnuudainduiiioswinnisldau

(Work hardening)

) Wodeuwanuds (Hard surfacing layer) a7n1dau UTP LEDURIT65
Tilassadreganindrulngilulasfouaisluduazaisluddedou (Complex Carbide)
seadiudunnudvnszarsiluuulassadafiueeamuifn (Austenitic matrix) Hudin
7l Induuaduudaavasuaras lassaiaganiaasusnglasaisesamiluinnidedon
UTP63 vasuazansBuiniouy (Dilution) vuwiiu eidsudesnmstuiauagtioatunisunn
nanseusznitetuiden landsuasluduazaislufidedou (Complex Carbide)

I o PRy = Y . . .
Julpssasnsganiaifianuudgeunn sunun1sagagnas (Highly abrasion resistance)

4.3.1.4 SIPNUNANITNAFIUANNLTIYANIATUNAGI UL TDUNAADIENTZT 1
A19199 4-9 Test Report : Micro Vicker Testing : @n12¢# 1 : Heating control : Preheat 150°C

and Interpass Temperature Control 600°C max.

PQR No: Position: -
S - T 25 / September/ 2017
- Tested Date- 23 / October / 2017
Project No.:
Standard of Test: ASME Section IX 2015Edition
P SMAW (DCEP)
Material Specification: | ASTM A572 Gr.65 Type of Test: Micro Vickers Testing

Preheat 150 °C and Interpass i ! No.: SHI 49683 I

Temperature contraol 600 °C max. Equipment’s Capacity: 1 Kg-100g

Heating Control:

Filler Metal: UTP 63 + UTP Ledurit 65 Ambient Temp - 25 °C, 48% RH

JUN 4.17 nsnadauaula Micro Vickers Test Fusunagouiionnanuds an1azd 1
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A15199 4-10 HANISNAABUAMULIITUINUNAADULTDUNDNRILTIENIEN 1 WTeUABUTENINg

Tanza1u (Base metal), USaaunsznudeu (HAZ), vilevdousasiiu (Weld buffer layer)

weziladeumeniiauda (Weld hardfacing) : UTP 63 + UTP Ledurit 65 Preheat 150°C

#1728 HV (HRC) - Hardness HV 0.3Kgf Convert HRC

Item Weld Weld Weld Weld Weld Anade
UTP
458.6 (46.0) | 456.6 (45.9) | 482.7 (47.9) | 479.7 (47.7) | 474.9 (47.3) | 470.5 (46.96)
LEDURIT65
[tem Buffer Buffer Buffer Buffer Buffer Alade
UTP63 254.4 (23.1) | 246.2 (21.6) | 254.5(23.1) | 239.1(20.2) | 232.4(20.0) | 245.32(21.6)
Item HAZ HAZ HAZ HAZ HAZ ﬂ'ﬂlﬂgﬂ
ASTM
224.2 (20.0) | 246.2 (21.6) | 232.5(20.0) | 243.6 (21.1) | 232.5(20.0) | 235.80 (20.54)
A572Gr.50
Item Base Base Base Base Base ?hLaaiEJ
ASTM
198.9 (14.0) | 202.1 (16.0) | 196.6 (13.5) | 201.0 (16.0) | 201.9 (16.0) 200.1 (15.1)
A572Gr.50

anuudsldedursaninvIeautvesTanlunisdunsnsgyimianadl azsinlifa
mMsdsugUnsmtennnegisans mhemnuudeililunmeaoy

219157971 4-10 HansvAdeUATILS T U UNARNTouwanuTsan LR 1 agmu
derfFeuiiisussninsmundsveslansanu (Base metal) manndn HSLA 11A5§1u ASTM A572
Gr.65 USanaimsuau 0.23% Aifldranaudaiads 200.1 HY (15.1 HRO) wazuSiamnsevuiou
(HAZ) PfAnuudaeds 235.8 HV (21.00 HRO) Amudaunnsnaidewindy 35.7 HV (5.9 HRO)

Felaupndnetunnntdn Unfmdnndrfiusinanifueuliunans 203-0.8% fliauausng
N5 uvetundoulidig uSnansEnuieuainnsiden (HAZ) azldlaseadrsundmuled
(Martensite : FesC) dailinpnaudsgsgaiis 700HB (64 HRC %130 800HV) uandliifiuinann a3
npaeadesluaniiedl 1 USnamansenudeu (Base metal) Sanslassadranloslsv-iisalariuas
WiaaziBeaunsneguinuuinnnindelanzauminndt ASTM A 572 Gr.65 vinadlailésy
HANTENUSIUIINNI5IT0u (Un-affected Zone) n15iilanzaulnfnasudiiansenuiou
PINMsden (HAZ) fifnanuudslndifestu wadi wansdsauasaseiiarliinnisuani1ale

wunden (No underbead cracking)
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Arauudaioideusesiiu (Weld buffer layer) Undidleideuliiflans suazaronay

(Pure weld metal) veamaLdouadosnensin UTP 63 Aeuldendainnuudanasgiuues
dHodeuiliilavssnunay (Weld un-dilution) ngkanfwmualiuszann 200 HB (15 HRC u3e
199HV) umndeundulassasisganineeamuifnuusnia lasdeugs loideunsdanuuis
dntuiilesainnisTanu Work hardening) aannnsldemuiiislugsléis 350 HB (38 HRC 3o
361 HV) MInmsvaaesnuimeaudaedodedousesfiuilld arnnsvaasaden annei 1
gialairunsTdanuviniu 24532 HY (21.6 HRO) Bagendnnasgruiiguaniinua esniiile
Tanzaumdnndn ASTM A572 Gr.65 wasuavataneduadeUu (Dilution of weld buffer layer)
dmsutuiodeunanuds (Weld surfacing) aanLdeuLASemuIEnISA1 UTP LEDURIT 65
Humadenlideidon (Weld metal) ndalassadrsqanalasidisunslud uazanslufidedou

(Complex carbide) ffnauudaiilotion (Weld metal) muusenguanimunnall

mwmﬁuﬁaﬁaw‘%qmﬁ‘ (Pure Weld Deposit) szl 65 HRC
Foumwen 1 94 UmannaT USinuensuau (©) 0.15% Uszunad 58 HRC

Weuwen 19U vwwdnnduueniflags (High Mn-steel)  Usgana 55 HRC

TuNISNAADUIUTDUNDNLTIEN1IEN 1 srgalnuliay UTP LEDURIT 65 $iUkudLyay

5030U UTP 63 Fdliilloweniiandfiduninndrseamuinnuuenidags nuinaanuudaadey

IS =

\ilo1ou UTP LRDULID 65 #1l# e 470.5 HV (46.96 HRC) F9A1uudefininA1u1nsgiu

Y a

A a o ° v = ~ o a o o & A &
V]Uiﬁﬂ%lﬁ\la@]ﬂqﬁuﬂir‘]ﬂqﬂ LUBIRINNTLYDUNDANULUIAYIINLUDLYDUTDINU (Weld buffer

layer) UTP 63 nasdazateduuiianauluiio@aunanude (Dilution of weld surfacing)

Frunusnilmiletounaniiiooudiag

4.3.1.5 FIEURANITNATIVLIINTZUNN (Impact Testing) IUNULYBUNAABIANIEN 1
lunmsTageansuazlansinet aumieiwnsavesian (Toughness) AoAILAINITA

Y933anlun1sANAUNAINLATAUAUNURBNTSIdesUR UM sUANER nildluA1drdnAud

Y

'
o =

Touldily Aumileaunssvesdan (Toughness) AodnuiungaIuAemIgUsSUIns N Tan
A (% ! 0% A ! Y1 S ! v
AU50AANAUNTIY (Absorb) ArukAninuIee1ana1ladn Auwmileauniavesian

(Toughness) flaAusuMUABN SLANTINYBITAABLATUAINAY (Stressed) 1WuA1AINENAA

sEmRANLLdILsMazauuiey (Strength and Ductility) vedian)
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AMUUATEILNTY (Toughness) @unsaninualaainaInassunasulansinauAy

a . A o 8 vu v ' ' a ) °
ANULATEA (Stress-Strain curve) wwﬂmaﬂLLmﬂ‘vmLaagﬂmaimwmwsmmm@ ANUTDNINUA

[

ANMUFURUSN AN AARNS LA 9T

energy f
— = o de
value 0
Wiaivuali
€ = ﬂ’num%amﬁa;mmﬂﬁﬂ (Strain upon failure)

€ = AnuAIEa (Strain)

O = anuAy (Stress)
o o w a Yo a o ~ ~ | =
AmafaaNAealdiudnAmiefe AuUTeIlnse (Toughnes) MUNBRIAIILEINTE

ANTUNGIUNANIYAWANTINTDIVRITAR ABNUNANTIMANMULAL-ANUATEADITER

4.3.1.5.1 anuwigaunsauazaaundanse (Toughness and Strength)
= ] = & 4 = o 1% Y A <

ANUMEINNTS (Toughness) nunefiailoweunagldaulaasdodinamanuudans
(Strong) uagArmuwmile (Ductility) A A1AUWITEILNTS (Toughness) InNnTatiBeRATAN
INNUNTANTINAIULAU-AIUATEA (Stress-strain diagram) Areg197aqUs1EIdULYIiA

a o i a ~ ° v v W Aa ~ .

ziianuudansaudvzdanumiledsiiuin lunanduduiagniiniumietas (Very ductile
material) finazfiauudeussiuazdnnunumiulunisldnud duiuianinuniunenisldau
wADIANNITUAIILAY (Stress) uay AIILATEN (Strain) lage na13ldd1AuLTaus (Strength)
szl Tanaunsasuuse (Load) lawinlsvazfiauwmileawnss (Toughness) oF

o

wansismaansalunsgadundsuvesianlaunnviilsneunasunnvindenne (Rupturing)

4.3.1.5.2 WU2wY89AMUKHBLNTE (Unit of toughness)

MsMAgeULIIAImMANImTEIuNgs %3 Tensile toughness ApAmassuiivihliian
\d85Un125 (Deformation energy, Uy) n3ea1ndsaruiivinl#iianLdesunis (Deformation
energy, Up) Jadfinthedu ga sis gnuiaduns O-m) umheiedle (S system) waglumiae
v v o

Todanguiinuiedu 93-Uaud-use degnuieiila (in-bfin~) niaea US Customery Unit

1.00 N-m.m~2 =2 0.000145 in-lbf-in~ and 1.00 in-lbfin~> = 6.89 kN-m.m™
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https://en.wikipedia.org/wiki/SI

Tunidrginszuutedloniigueanssfsarnumiennss (Tensile toughness) @11150

mualaensldnuiidrsldvensmaudy — AuaTen (Stress- strain %58 (O-€ curve)
Tngmuua i

Ur = Area underneath the stress—strain (O-€) curve = O x €

Ur = Pa x AL/L = (N-m™2)-(unitless)

Ur = Nm-m™>

UT = J'm-3

AIAUAUAIUTINTTUNNVRITAR (Charpy Impact value) LuAmAI U onI8NUN
Uinaseeun Svmieliu kefm/cm? (J/cm?) vise wn-Youd v3e 9a Joul : J)
3a Uoul : J) WlumielduenU3uaeudivii nie ndwuidesniseanusdiuiy
a o [ = = a Ay va | I )
1 98w Wuszeenie 1wes viserasendIuianuilasnegimiledn 9du-was (Nm)
= LYY vo & 2 -2
wazanunsasudyanvallanal kg m?s
nsnageuwsinszuniuisnsmageuiieBudununinvesian 31 IAnuaunsagadu
wanunaldundesiieddansuuaniindeniey Tunisegeuusanszunnagldgniudmininsu
A MTNLULAUMIENaRNTENUIUNAFBULIATIIU NIYNUINTBIRYNTINA1TUN WU AUTY

VAFDULANYINDENIINAUATITOBUIN NAKIUIAUTARIINIIARAZAISIVOIRINTNUISEIY

'
[y

gdsnerunduliiuiunaaey witnungnaelidunaaevazgnldludsuasuguian

[

ULANYIANTITTLTENNENUIUA LTINS ULIINTEUNN (Impact Energy) Ta9IEAI1UWN5

a1 @ v &

A fundanuusanszunngsluvaeTanuseasliimanunusulsnssunnm Janiinig

q
a

wilgrgeandnaglindenudemieUininsvesianigindt lumsvilniagianisunninidenig

q

'
1 (Y] [ =

N391BUNANISVAZOULTINTEWNN Fuluseauamdssuusanssunnuesianiihunvindugy
nadautULed wazAnauiliaslduszilunainTandaumisinasanuudussdsznauiu
= " = ] adg v

13nI1A1IANUMLEIUNTS (Toughness)  aaumaiinlinaasuy

Ya v

ﬂm%f}\l’mﬂlﬁﬁ’]ﬂ’]‘iﬂﬂﬂ@ULLiﬂﬂi%LLV]ﬂ%UL%BNWBﬂLL%Q a4n11eh 1 LWWauAIunTEUIUNTS

Y

Beulwildandeusiundnd (Shielded Metal Arc Welding Process : SMAW) An131AT51u
ASME Section IX 2015 Edition - QW-170 NOTCH=-TOUGHNESS TESTS : QW-171 NOTCH-
TOUGHNESS TESTS — CHARPY V-NOTCH %umaumimaauLLamﬂ%aﬁaaqﬂﬂidmsmaau
LﬁﬂuiéjﬁumivmaauLL'ﬁﬂﬂimmﬂmmmmgm ASTM E208 (Test procedures and apparatus
shall conform to the requirements of ASTM Specification E208) lANan19MnaoInaAdo UL

v '
a IS

nszunAn (Impact Testing) FUNAFDUNULTDUNAGDIANTIZN 1 Al
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https://th.wikipedia.org/wiki/%E0%B9%81%E0%B8%A3%E0%B8%87
https://th.wikipedia.org/wiki/%E0%B8%99%E0%B8%B4%E0%B8%A7%E0%B8%95%E0%B8%B1%E0%B8%99
https://th.wikipedia.org/wiki/%E0%B9%80%E0%B8%A1%E0%B8%95%E0%B8%A3
https://th.wikipedia.org/wiki/%E0%B8%81%E0%B8%B4%E0%B9%82%E0%B8%A5%E0%B8%81%E0%B8%A3%E0%B8%B1%E0%B8%A1
https://th.wikipedia.org/wiki/%E0%B9%80%E0%B8%A1%E0%B8%95%E0%B8%A3
https://th.wikipedia.org/wiki/%E0%B8%A7%E0%B8%B4%E0%B8%99%E0%B8%B2%E0%B8%97%E0%B8%B5

A15797 4-11 Test Report : Impact Testing : an1edi 1 Preheating control : Before 150°C

and Interpass Temperature Control 600°C max.

PQR No: Position: -

Received Date: 25 / September / 2017
Project Name: - i i al

Tested Date: 06 / December / 2017
Project No.: .

Standard of Test: ASME Section IX
Process: SMAW (DCEP) 2015Edition
Material Specification: | ASTM A572 Gr.65 Type of Test Impact Testing
Heating Control: Preheat 100 °C and Interpass — / No.: Tmpact Testing Machine

] Temperature Contral 600 °C Equipment’s Capacity: Swick / Roell 450 Joules

Filler Metal: UTP 63 + UTP Ledurit 65 Ambient Temp.: 26 °C,61%RH

= < = I3 =
E‘U‘VI 4,18 YUAADULIINTELNNULYDUNBALYL dN13eN 1

ANSNAABULTINTZUNNLUUYISU 1asgrudiiluiduuunisivuaisvnagey Aounnsgiu

naaeuanURLBnavesian Usemaanigeiusni ASTM E23 Junageutienia V-notch Charpy

'
Y v A L%

Specimen fidnwazidunrisdmasuei 55 Tadwns uaziinthdndmdsudniavun 10 x 10 uy
vInsesiainsinanseaduyy 45 a3m dn 2.0 uu Ausedidsaiiaaulds 0.25 uy Junaaeuds
awagjumwium%awmaauLLiqmszniuLLmuau lauiynsesuiunaasunnaiu 40 uy
Aaunsznlanyaziduduiiyuvatenou 30 o assdualuveuning 4.0 adiuns Salladny
lAsUangAau 0.25 Uy FunaaeulzgnInludnvazriusasuinegasatuduiumunuiinszunn
YBIABUILAINT N15I9TUNAdBUSN B v IMAALTIALAZLSIAUARIEAUNITNARRA 3 A
(3 Point Bending) TuuddniiinagagludnuynieAdnefunsinLiaguaunIuwIsoeiun

e

ARl uunRasuTaunanuda (Test Coupon) @niedl 1 uvinseseuTy

Y

MAgau V-notch Charpy Specimen 91331913511 ASTM E23 91UUTUNagaulsansshnnaadl

(1) Junaaauiilaiiaunanuds (Weld Hardsurfacing) $1uiy 3 Jufe W1, W2 uag W3

(2) Funaapullloiausesiiu (Weld Buffering) 91uau 3 Jufie Bl, B2 uag B3 lananns

[

YAADIAIL

76



M15199 4-12 KANITNAFBULTINTEUNNLUUYISY (Charpy V-notch Impact Test Nigaungiivios

(Room Temp.) anigil 1

Height Width | Height below [ Length V- notch Impact
Specimen Average
10+ 0.05 |10 £ 0.05 [Notch 8+ 0.05| 55+ 0.60 Angle Energy
e (mm) | (mm) (mm.) (mm) | (45£2°) | (1) )
W1 10.01 10.02 8.01 55.01 45° 68
W2 10.01 10.03 8.01 55.01 45° 76 84.3
W3 10.03 10.03 8.02 55.04 45° 73
Buffer-B1 10.01 10.01 8.01 55.02 45° 237
Buffer-B2 10.00 10.00 8.01 55.04 45° 240 223
Buffer-B3 10.00 10.01 8.00 55.01 45° 192

YBULYANITEBUTUNANITNARBULIINTEUNN (Acceptance critira) ANAINAINITARAGY

w&suna (Impact Strength) vesieidousesiiu UTP 63 ﬁu‘%ﬁwﬂmamﬁmumﬁﬁa > 60 34 (J)
AIUANANUAINTNATUNTIIUNA (Impact Strength) voufiedeunanuds UTP LEDURIT 65
vmikAnlalldvualy Fuuiidormualdouans lnevdnnmsdeunenufuiadeslamden
A15lud UTP LEDURIT 65 9zudanusng A1anuaiunsogadundsaiuna (Impact Strength)

° ! d’lj 4 -’-&J aa < Y 5 14 ! U
AININUBLYBDUIBINUBDANUUANLLINIUE UTP 63 ANUUNTINANTINARDINIATAINNEININANYU

'
1 o

W&91UNE (Impact Strength) vesiiloi¥aunenuds UTP LEDURIT 65 @3n31A1AEA 103A7
AUAINITNATUNT NG (Impact Strength) vaiilaiousesiiu UTP 63 Feasuladnriu

YDULUANTERUFUMUUSENERARR e MIlaszvinanvagey aguladed

A1919% 4-13  N5UTSEURNATIUIANITIBNTUNANITNAGU Impact Testing @n17wil

. Nan1sUsEiiL Wi
Specimen Impact | YaUKIANISEENSUNANISVIAGBUAIA .
v m e : (Accepted) w32 lairuns
No. Energy (J) UINTFIUHNAANIUUA AgA (J) -
gau5U (Rejected)
W1 80 L‘ﬁ@L%@N UTP LIDURIT 65 > 60 J Accepted
W2 83 L‘ﬁ@L%@N UTP LIDURIT 65 > 60 J Accepted
w3 90 \ifordey UTP LIDURIT 65 > 60 J Accepted
Buffer-B1 237 dlordeu UTP 63 > 60 ) Accepted
Buffer-82 240 ilawden UTP 63 > 60 J Accepted
Buffer-B3 192 ilevtion UTP 63> 60 J Accepted

7




A Impact  Energy () vouiioideunaninuda (Weld surfacing) Sunaaeu W1, W2 wae

W3 UTP LEDURIT 65 Angs > 60 J fageninveuiumniseoniudumvosiloiionsesiiu (Weld

Buffer : B1, B2 wag B3) UTP63 fadns1uveulunn1seausunnniyiin1snagey

ANLDAUHANITNAADUKTINTEUNNRUUYISY (Charpy V-notch Impact Test Nigaungiivios

Y

(Room Temp.) vo4+ioLdouseafiu (Buffer layer : BL, B2 wae B3) i1y 223 9a ()

Y

waz feidounanuds (Weld surfacing layer : W1, W2 waz W3)1vinfu 84.3 aa ()

&

1%
[

89031 60 98 (J) HRIHIUYBULUANITEBUTUNANTNAADULTINTEWNN (Impact Testing) M9aeTu

LAY DY

4.3.2 Msnaasadeuweanudsanizd 2 : lilanudeutiuaudeuden (No-preheat)
nsidenduinu an1edl 2 Yaqundnnd1ingn ASTM A572Gr.65 9u1n 100 x 200
x 20 1y TallFarnudeudivusudounisidoy (No-preheat) ¥nsidousesitu (Buffer layer)
feadnldouasnenyulATomNIn15A1 UTP 63 9u1nd 4.0 43 812400 ua nszuali
UisnEnanuuzhlidenld DCT/AC 100 - 130 Amps. WWuadniBeumusmsg iy DIN 8555 : E
8 UM 200 KRZ visaiisulafiuunnggiu AWS A5.13 : 2000 - EfeMnCr, EfeCr-A5 Electrodes ka3
yinsdeuneniauda (Hardsurfacing) Aumiulsenszunnseatadouneniaudsarswoniu
\A3evHNBNNSAN UTP Ledurit 65 9unn @ 4.0 1 817 450 1y nszualiiviengnanuuziily
Fonld DC/AC 140 - 200 Amps. Wuaaidoudneglunguannsgiu DIN 8555 : E 10-UM-65-
GRZ vlflsuldiunInsgiu AWS A5.13 : 2000 - EFeCr-EX Series Electrodes UftiAnnsidou
flgaumaiiundvidegamgiivies (Ambient Temp)
4.3.2.1 seueansidiuusidenlunisnaasadeu anazdi 2 : No-preheating

4.3.2.1.1 AUsNIGIUNISIDY #0127 2 1UIU 4 JuNAFaU

A19719% 4-14 ArduUsnlbidensesivu (Buffer layer)

Fuowdt | wwaden | nszua | danszuald | audaededu qquﬁ%umu QauMNTENINN
il Wou (A) Wau anoy Suduiten(Cw) %ut,%'augeaﬂ
(mm/min) °0)
1 1 110 DCEP 150 >07 600
2 1 110 DCEP 150 >07 600
3 1 110 DCEP 150 >97 600
4 1 110 DCEP 150 >97 600
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A15199 4-15 AduUslddeunwenuds (Hardsurfacing)

14

Juawdl | wuadon | nsswa | danssudli | enuduededu | oamglitueu | gaumgfiszwng
Ful \Feu (A) \Feu andey Suduiden %y'ulﬁi'augaqﬂ
(mm/min) ) °o)
1 1 160 DCEP 150 >07 600
2 1 160 DCEP 150 >07 600
3 1 160 DCEP 150 >57 600
4 1 160 DCEP 150 >07 600

N 9aunndusnlagsau (Ambient Temperature) ApgauunilagsouvaanIu o vin

= & I3 N Yo o 1l = =
ANTNNADILYDUYUITUNDALLU MWW?EWUWI%ﬂUV]'JIﬁﬂE]@JVl > 20 parwalded Tun1snagau

Tudszmelnegldgamgiilagseu (Ambient Temperature) = 27°C

4.3.2.1.2 Junadauul¥eu (Test Coupon) NlAanan1tznnasi 2

(1) FUNUNAFDUNUTBUNBNLTS @N1IEAITNAADRN 2

Neo.2 AB5?2 Gy. 6%

JUN 4.19 Funuvageunsiounanuda anigi 2

(2) ARTIVABUTRLSNRIMTNUUIToUNBNUTIPEUBUNAILNTATL(Penetrant Testing : PT)

Wedunuwdouneniinds ufiaufeangivies urduanuluiiaiiuasein

WAYIN15PTIEBURTIRILIT DU NLTILUNUTDILANSINLUITDY NUUT U TUwTaUTU

IN1IATIVABUMIEVDUNAIUNINTL OB UTUNS UTINYTINUTOLUANTIIANYINAUAILETINY

- g v a v 4 . a -
AN TIUUITBUTNAALTUAULUIBN UagnuFnTu (Porosity) NksaUarvanuuilieu (Crater)

WASANURILUTDUDNENT B
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https://th.wikipedia.org/wiki/%E0%B8%AD%E0%B8%B8%E0%B8%93%E0%B8%AB%E0%B8%A0%E0%B8%B9%E0%B8%A1%E0%B8%B4
https://th.wikipedia.org/wiki/%E0%B9%82%E0%B8%A5%E0%B8%81
https://th.wikipedia.org/wiki/%E0%B8%AD%E0%B8%87%E0%B8%A8%E0%B8%B2%E0%B9%80%E0%B8%8B%E0%B8%A5%E0%B9%80%E0%B8%8B%E0%B8%B5%E0%B8%A2%E0%B8%AA

JUN 4.20 N30 5798005085 1IRIVTNLULTEUNONUIIIBVBANAININTL an1387 2

Y  da v & A I D a = & A I3
nsuandnRmieweunenuds feaiduisesunfisssun esainiloweunenuds
fienusunnasluilolonguaznafmisuuss nsuaninidmiidaleunenudaiondn Check-
. a o & 4 a ¢ \a & oA = 1%
cracking Aziinfuillowounsznaaintoulaneaslun lnewnregdaliadenlasifiouanslua

drullolonseauildn (Austenitic) wagN1SUTRA (Martensitic) azlaitin Check-cracking

'
=) L v

a1 saufuRauautuneuiIMuAnIsiien (WPS) Ngnaes dnwmzniswaniniiilelyon

Y
v [

v & Y] = L a = & A
WUANTIIAWINAUALENILUNTDY 817 3/8 U7 D8 2 17 Aneasaaunulileonlayazly
Y  aa v ¢ . I3 ' Y v X A

MEgAWANIINRMTIY Ungn1sal Check-cracking iunstisaaieaaAuanasluilowsy
P I a a 1 v 1 1 1% d9|} a gj 1A I [y 1 a
Faneiusesund unvzdssliunndnanudiluluislangau dagiuszindeiludunsgegsds
v O N al a | P . . o & v
AatuNIANlane U (Base metal) um’mhmmﬂmmniauga (Sensitivity cracking) aUumD4
a ‘ﬂl 4’{’ ‘ﬂl £ b % 1 o d‘ Y dl'
finsiensesiiu (Buffer layer) watlosiulangauunnii ldaasviinisi@ioun rvalniiiounen

whaiulavsanuiinnulisenisunninieugilaenss
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4.3.2.2 S199UNAN15A598UlATIE519u%AA (Test Report : Macro Structure Test)
A15197 4-16 Test Report : Macro Structure Test n1snnaendeunenuds an1isd 2

No-preheating Control

PQR No- Position: -
Received Date: 25/ September/ 2017
Project Name: - Tested Date: 23 / October / 2017
. ASME Section IX
Project No.: :
oject No Standard of Test: 2015Edition
Process: SMAW (DCEP) i
Type of Test: Macro Structure Testing
Material Specification: | ASTM A572 Gr.65 Equi ' Serial N Dino-Lite Digital
~No Preh il quipment / Serial No.: Microscope AM4115
3 . No Freheat and Interpass
Heating Control: Temperature Control 600 °C max. Equipment’s Capacity: -
Filler Metal: UTP 63 + UTP Ledurit 63 Ambient Temp.: 24 °C. 48 % RH
Result of Macro Structure test
17 2T 1917 34 Uit mm Magrification: 5.1 Toenct
- 2 lalfeunanuds
\oltousoanu

(Weld Surfacing

(Buffer Layer Layer)

USLIUATENUSOU
(HAZ) Tanzau (Base

Metal)

iy O]
3! 4 v 8

UM 4.21 Hansnaaeulasaiauaeiiet A mungedeindesaienInlaAsIEsIe

ANIAAIUANIUBILUNTOUNONUDY ANTIET 2

913U 4.21 fuinihuuadeulassaitaumniaiiviinisine wseenld 4 Uiam fe
1. flelangauuinaildlédfunanssnudouainnaidon (Unaffected Zone) 2. iilelanyanu
vinadldsunansenuiouannsidon (HAZ) 3. duuuadousesiiu Buffer Layen) 4. duiile
\WeunenAiuie (Surfacing weld metal layer) ﬁuuﬂ'ﬁﬂﬂénﬂmzé’%’alm%ﬁmum@Lﬁ'aw
n39aeulATIasIegania (Microstructure) wazldidusuniaiinunganagauninuudganin

(Micro Vickerd Testing) falu
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WUITBUTRINY (Buffer layer) auLiiun1sdninzyigananaAuaINNIsuamivesiaioy

& a v = A 1% ¢ as ¢ A 1% ¢ W =
wonuls Jenldaindeunlilassairuvleslsi-iisalavivselaseasseeanuluy vannisiiey
wonuldesldnszuadionsn anusilumsidenganinfiaunsaazujudle diedesiuillilans
WenurastazaneIunmanludo@oumnniuly vselunisdansinedesnisaudfiainaanuuds
Yauiloalntaulngnse ¥3el3unI1Aeen1shikia Dilution Tun1siUpuRANgATWLEY NTANTITAY
Amsiwesnszuadengaiuluniouiuandondunniull azdmaliledeunanuds (Weld

Ly

metal) Nlasudinmuniniiniiusenduanalndeuimualiun

4.3.2.3 seeuRan1vagaulaseainegania (Test Report : Micro Structure Test

A15797 4-17 Test Report : Micro Vicker Testing : anned 2 ; Heating Control : No-preheat

and Interpass Temperature Control 600°C max.

PQR No: Position: -
- - 25/ 12
Project Name- Received Date: 25 / September/ 2017
Tested Date: 23 / October / 2017
Project No.:
Standard of Test: ASME Section IX 2015Edition
Process: SMAW (DCEP)
Material Specification: | ASTM A572 Gr.65 Type of Test: Micro Structure Testing
Equ t / Serial No.: : S Pri
. . No-preheat and and Interpass Ampment send o ZIESS Primotech
Heating Control: ) ) o -
Temperature Control 600 °C max. Equipment’s Capacity: Maximum 1000x
Filler Metal: UTP 63 + UTP Ledurit 65 Ambient Temp.: 23.6°C. 56 % RH

Weld Metal

4.22 4anANTvinNIsnTI9aeUlATIas AN ATUNAFR UNARBITRN AN1IET 2

CaN
c
=D
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4.3.2.3.1 wWisuiigunanwaelaseainganianultausasiu (Buffer layer) fukuioy

wanuds (Weld surfacing)

WUYBNTIINY (Buffer layer) wuRFouwanule (Weld surfacing)

Buffer UTP63 Magrification 100X Weld UTP Ledurit 65 Magnification 100X

20

Buffer UTP63 Magnification 200X Weld UTP Ledurit 65 Magnification 200X

\leoidenUTP 63 filaseadrsganineaainulus
wsmila fenudmararfimnuudafintudegn
L5958 (Work hardening) uesLiudnuny
lassasseeamulun Wudin gusiunsu fdnvuy

milouusiudiun1uidnsesroniu

Weld UTP Ledurit 65 Magnification 500X

Weld UTP Ledurit 65 nwauzlassadiaiiy (Matrix) lassasalasidlounisluduazansludifiviounzusnguiiu
Tasidfleauazsauanlinslundsdouwnsniluwauunnsyatsuulassasisiiuseamuiiin (Austenitic matrix)

Tudaazwmileannss (Hard toughness)iududing Weld UTP Ledurit 65 flassasnsqaniafifanuudsgaunn

UM 4.23 dnwaznmaevedlassaineganiausnanuieuwar nswelaglilviauiounsy
n154%0u (No-preheat) LWousaiiuaIgaInigen UTP S63 11953711 DIN 8555 : E 8 UM 200 KRZ

+ UTP Ledurit 65 11%957U DIN8555 : E10-UM-65-GRZ
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4.3.2.3.2 Wiguiigulaseaineganiaszndnaiialanzenu ASTM A572Gr.65 iU Ui

nsTNUsou (HAZ)

Base Metal : ASTM A572 Gr. 65

Base Meatl ASTM A572Gr.65 Magification 500X

HAZ : ASTM A572 Gr.65

HAZ ASTM A5726r 65 Maglfcatlon SOOX

Taseadnaganiaminnd HSLA - Base Metal - ASTM A572Gr65

MNeassasreiumloslsi (O-Ferrite matrix) ) Usingiluiiudans
e v a s I3 a o a s I3 a
waziilassadrafisalavivavddnaziisalaniazifen nszaiy
Ml nszuauntsuanlaneiinsounazoududa (Rolled-
Thermomachanic Quenched and Tempered) Fadulpssadn

Janieveunanndmausia L dusigeialy

la59a§199a01A HAZ-ASTM A572Gr65 filassaiaunsinu
ludtfosmniitudududimdnuuzairofuduiiosand
YSuaudiunanvedsIna1suau 0.23% tesazatawdiluly
Tassadeeeamuluifigumaiige uaslidudosiisadudu
asusznauasludlassairansimuled Wetdufedis
snauniigungiiund dulngidilasaiganaiisa
laviazideansesoninuulusi (Bainite) wausdnaunsn
ilvulassadiumoslsiifiududun garmualng

Wuenuianaialunisasienmuseianse

5UN 4.24 1a59a35193001AUS LT 1NMseuvadeuluaniiei 2
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4.3.233 1a39a51990ARUATUNDNUTY 8N1IEN1TVARBT 2
UTP Ledurit6é5 + UTP63 + HAZ

@) uSunssmuTou (Heat Affected.Zone : HAZ

’

= (2) wuaLdeousosiy (Buffer Layér UTP 63)

(3) wuadounwanuis OWeld surfacing UTP 65) -

AR 100 pm
= MR =

UTP Ledurit 65 + UTP63 + HAZ Magnification 50X

SUN 4.25 an¥ULAINONEYBILATIAS199AN1AUIILULTBUSBINY UTP 63 haziilaidaunan

v 9

wh9 UTP LEDURIT 65 tag Ustunsenudou (HAZ) vadlanzanu ASTM A572 Gr.65 Tunsvaasu

AT UNDNAITIAN1IZN 2

91n3UN 4.25 Wlesnnamaelaseasnaganiaiiinasengaiiies (500 X) aunsaua
laseasneganialidaau asuielasiall
(1) \lalavizanundnnan ASTM A572Gr.65 Uihiansznuou (HAZ)
I@sumnudeugainingaingfoulaseadraneslsiaiisalavivdeudulassasseoamulus
PanusaazatesInATuau 0.23% Wisiumiusiawan (Fe) luaniizaisavaieveuds (Solid
Solution) levisnuausnanTsnsNsduiug azimsusuuduiiamsasudinusgmandu
s 1 & s 3 13 | a A oA a P
ansuszneumsludsadunnsinuled (Fe,C) sagarsuaudiuiiviossndufuaninaulalasasng
ac ¢ A Y < o & ac ce = A R ¢ a -
iisalanuaiiaanndnsimsidudusinsuisalavddiiilonalaunidsliiisalaniazdenvie
[gy— . . = R < i v
wulwil (Fine pearlite or Benite) Fudulassadneiuduaziduss a1nameanglassasieganie
NuafelasIasaiy (Matrix) iweslsy Tlassadunsmulsaimuduwiadudinndndesunsn
Ugluagiulassairsuulwiviodisanlaravidenmuduuouiunsnaduinly wasilnduudu

LUBYRNABNaTanezilAsIas19eeamuluianiowsy UTP63 vasuazalsduuisly

(Dilution) kY HIgLEsHTeINsIvEakardasiunsuanrgasousE NI NtuLey
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(2) vinanilaideusasitu (Weld buffer layer) anadnidiouaiasuunenisin UTP 63
siilassasiganialulassadiseoamnuluiuniniia daunaulasdiongs Taumien
un3s ANuFuNIMstnndeugs dnvuznidiuduiudininma
3) Vsaniladeunanuds (Weld hardfacing)
sgilassasieganianantasiienansius (Chromium Carbide) wagAsbuaLgedon
(Complex Carbide) dnwura1susenaulasiiiounnslun (CrysCe) azfidnwazidunavdvin

As¥ANeUUlATIES 9N URRAWLTRNWIINLE (Austenitic matrix) F9N

4.3.24 5'1&muwamsmaaumwuﬁeqamﬂ FUNAFDUTULTDUNAADY AN1IZN 2

91991 4-18 Test Report : Micro Vicker Testing : aned 2 No-preheating Control

PQR No: Position: -
- - P >

Project Name: Received Date: 25 / September/ 2017

Tested Date: 23 / October / 2017
Project No.:

Standard of Test: ASME Section IX 2013Edition
Process: SMAW (DCEP)
R s it e ASTM A572 Gr.65 Type of Test: Micro Vickers Testing

No_preheat and Interpass Equipment / Serial No - AKASHI 49683 MVK III

Temperature Control 600°C max. Equipment’s Capacity: 1 Ke-100g

Heating Control:

Filler Metal: UTP S63 + UTP Ledurit 65 Ambient Temp - 25 °C, 48% RH

L EEE TR

||II|[|||| Iillllllllllul|H|I,||||,I]llllll||l|l||ll{ij[:H
71 9 1

al.saladsslisis 8

JUN 4.26 N13NAAOUAINKTT Macro Vicker Test Funaaauideunanids anieil 2
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A15199 4-19 HANISNAABUANULIITUINUNAADUIDUNDNRILTY aN112712 1Ssuieusening
langa1u (Base metal), UStieunsenusoau (HAZ), tiodeusesiy (Weld buffer layer)

wazilodouneniouds (Weld hardfacing) : UTP63 + UTP Ledurit 65 No-preheat

%98 HV (HRC) - Hardness HV 0.3Kgf Convert HRC

ftem Weld Weld Weld Weld Weld ALade
UTP LEDURIT 65 541.4 (51.8) 544.7 (52.0) 547.9 (52.2) 575.9 (53.9) 568.8 (53.5) | 555.74 (52.68)
Item Buffer Buffer Buffer Buffer Buffer Aady
UTP S63 293.6 (29.0) 291.0 (28.6) 289.7 (28.5) 284.6 (27.8) 265.4 (24.9) | 284.86 (27.76)
Item HAZ HAZ HAZ HAZ HAZ F]IWLQEdﬂl*t’J
ASTM A572
6150 214.9 (20.0) | 212.4(20.0) | 222.6 (20.0) | 213.2(20.0) | 214.9 (20.0) | 215.60 (20.00)
[tem Base Base Base Base Base ﬂ'ﬁLafﬂ;EJ
ASTM A572
150 212.4 (17.0) 208.4 (16.0) 218.2 (18.0) 216.6 (17.0) 206.8 (16.0) | 214.48 (16.80)

Y = a oA P ~ ' I
FUNUNAFDUBUANIEN 2 nUINLBUSeuieuTenItemnuwdavaslansau (Base
metal) Aldlasunansenusouainnisiton dAAuLdwads 214.48 HV (16.80 HRC) ffuushia
nseNuSou (HAZ) NflA1Auwdaads 215.60 HV (17.50 HRC) @atdumiuundsesuunfivas
Tassasraoslsvi-iiisalan uaziisalaviazidun 1losanuanndn HSLA 11msg1u ASTM A572
Gr.65 fldrunauvasinasusutiosiiios 0.23% C lifisswefivzudaiusiauan (Fe) inadu
2 ¢ I P a < a M v v
ansusznaumanAstuarsausmulafla n1siAtAuLTdanzauusulllanansenuseu
(Un-affected zone) fulanzaiuusiiunlasunansenusouannisiioy (HAZ) farainuuwdall
unnasiuLntndstanulasadeagliifienisuaninlduuaiiou (No underbead cracking)
AmuLdaileleusesity (Weld buffer layer) Unfitileidiou (Pure weld metal) 989870
= = v ] = | Py Aaa = a
WBNATRINNIENITAT UTP 63 Wuaialieungulassaiieganinesamudifinuueniila lasidey
a [ a d? = v . (% gj 1 [ dy A
g9 AU dafiuduiiesainnisldeu (Work hardening) fatiuA1AMULTLUBLTONINGIN
WeuldTlanzaruvunanidiuivu (Un-dilution) Aeuldauaziimanuudfiduaniivuall
Uszanad 200 HB (15 HRC %39 199 HV) waziieoldanuluaziinanund wiuduannnishaanu
Tulvadlatia 350 HB (38 HRC %38 361 HV) 2INNMIMAaaudiey an1iei2 wuinAauwdeaie

'
Y a o I

7lél Ao 284.86 HV (27.76 HRC) @inI1ANINSFIUNEREATmMUA Hosandillelansaumndnndn

ASTM A572 Gr.65 avatsarefunnievunauluilodeuseaiiu (Dilution of weld buffer layer)

dmsutuilolounanuds (Weld surfacing) Un@adnidiouia3nsuu1an1sa1 UTP LEDURIT 65
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Wuaradeuliilewon (Weld metal) nqulassasraganialasdeunislug farauudniy

USHMENARTVUARL]

mmu%uﬁm%auu%qwé (Pure Weld Deposit) Uszaa (approx.) 65 HRC
Feumen 1 Fu vuwannd Usnaasueu (C) 0.15% Uszana (approx.) 58 HRC

Feunwen 1 4u Uumﬁﬂﬂéﬁummﬁaqa (High Mn-steel) Useunad (approx.) 55 HRC

TuN1SNAABUIULTBUNDNLTIEN1IZT 2 WUINAIAINLT LT TuNnDnLTs (Weld

dl Y A

surfacing) ta@eg#la Ao 555.74 HV (52.68 HRC) FeA1nd1A10IATFIUAUSENEHAnTmUall
dWesndunisi@eunensiuuuaienddiiile@eusesiiu (Weld buffer layer) UTP 63 laseasng
paanuidfnuusnianasuazarsaretunnIenauluido@eaunanuds (Dilution of weld

. o9 v < & A v
surfacmg) N “Vl'ﬂvm']qllLL%QLU@L%@MW@SQ&!Q’]W@Q

4325 FIBNUNANNSVIARBULIINTZUNN (IMmpact Testing) Fuauiiosamnaas a1zl 2
nsmeaeuussnszunnluiSmmaaeuiilodutiuguninuesianin dauanansagadu
wdunaldundesifiedlanouwnninidons Tumsmeasuusanszunnagligniutmiiningy
At wnLLue BN ENUTUTAROUINATE Y ﬁgﬂmﬂi'aqagjmmma%ummﬁaﬁaﬁu%u
YAFOULANYINBENIINFUATITEBUN NasuaRTiAna NS vesiinimtnusdY
wdsmgiundnuliiuTuneaey ndsnuiigndrelidunaaouazgnldludsundeusuTag au

'
% = 1 =

WANVINANITTAUTANAIUIUEIUTIINAIUUTINTZUNA (Impact Energy) Taaifiaunngiag

q

'
ISP Y (% [ Y

ArFunasuusnseunngsluraenianiuszasiiimdinunuiunsainsezunnd Janninig
wilgrgandnaglindenudemiieyiuinsvesiagigandt lumsvilniagianisunninidenig
N1391891UNANTNAGULTINTZUNN Aneuinagldusviliunainfagianumileinazaiiy
< v a Vo = ! adg v
wlawsssgneuiusenitAanumileawnsa (Toughness) ad gumpiifilinagey

Ya v

ﬂmzmﬂalé’ﬁwmsmaauLL'ﬁaﬂszLLm%uL%auwamL%a annedl 2 Weusenszuauns
Beulwildarndeusiundnd (Shielded Metal Arc Welding Process : SMAW) An131AT51u
ASME Section IX 2015 Edition - QW-170 NOTCH-TOUGHNESS TESTS : QW-171 NOTCH-
TOUGHNESS TESTS — CHARPY V-NOTCH %’umaumﬁmaammsm%aﬁaaqﬂmaﬁmwmau
Wgulaiun19MaaouRIINITEUNNAINNIATFIU ASTM E208 (Test procedures and apparatus
shall conform to the requirements of ASTM Specification E208) lANan19MnaoInaAdo UL

nszunn (Impact Testing) FUNAFDUNULTDUNAGDIANIZN 2 A3l
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5197 4-20 Test Report : Impact Testing : annedi 2 No-preheating control : and Interpass

Temperature Control 600°C max.

PQR No: Position: -

Project Name- Received Date: 25 / September / 2017
Tested Date: 06 / December / 2017

Project No.:
Standard of Test: ASME Section IX 2015Edition

Process: SMAW (DCEP)

Material Specification: | ASTM AS572 Gr.65 S o et Impact Testing

N Equipment / Serial No.: Impact Testing Machine
E X No-preheat and Interpass
Heating Control: ] ) ) o
Temperature Control 600 °C Equipment’s Capacity- Swick / Roell 430 Joules
Filler Metal: UTP 63 + UTP Ledurit 65 Ambient Temp.: 26 °C,61% RH

JUN 4.27 BuvaaeuwsInseunadeunenids an1iei 2

N1sNAADULIINTZUMARUUYIS TR s uduuunisivunisnagey Aeu1nsgiu

naaeuanURlBnNavesian Usemaanigeiusni ASTM E23 Junagaeutienia V-notch Charpy

a v o A v v

Specimen fdnwaziluuidivdsued 55 fadwns waziinifadmasudniavuin 10 x 10
fiadwns vinsesidnsananssenduyy 45 am dn 2.0 Tadwns Ausesddisaliaaulds 0.25
fi0dluns TunnaeuIrIveguLwILAIomarauLTInsELnluLLIuey Tnslignsesiuiunadeu
Wiy 40 Jadwns deunszunniidnuvaziluduliyuvatsdou 30 e assdufidureuning 4.0

v

faduns SmllanuldeUangfeu 0.25 Tadiuns JunaasulzgninludnuugiusesuInagnsaiu

PIUAUAIUNNLINTEUNNVDIABUILALIINT N1TINTUNAFOUSN BT LTI TAAALTIALAZ LT IR
Aa1EAUNITNARA 3 90 (3 Point Bending) lanuudsniliinazegludnwugadigAun1sinuma
TFUIUAULUITOINUIN
va v Y o ay A < N o a Qy
AnzEITElMIuOIUNAaR LTouNaNLT (Test Coupon) @n19e#l 2 UNYINITIASENTY
MAgaU V-notch Charpy Specimen 91331915511 ASTM E23 91UUTUNAg@aulsansshnnaadl
(1) Funaaeuilioi@ounanuds (Weld Hardsurfacing) §119u 3 Jufe W1, W2 wag W3

(2) Funeaeusiadousasitu (Weld Buffering) $1uau 3 Fufie BL, B2 uaw B3
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A15199 4-21 HANINAABULIINTEUNAKUUYISY (Charpy V-notch Impact Test igaumngiivias

(Room Temp.) anmedl 2

Height Width Height below Length V- notch | Impact
Specimen Average
10+ 0.05 | 10 £ 0.05 | notch8+ 0.05 | 55+ 0.60 Angle Energy
e (mm) | (mm) (mm.) (mm) | @5£2°) | (J) )
W1 10.01 10.02 8.01 55.01 45° 80
W2 10.01 10.03 8.01 55.01 45° 84 85.6
W3 10.03 10.03 8.02 55.04 45° 93
Buffer-B1 10.01 10.01 8.01 55.02 45° 237
Buffer-B2 10.00 10.00 8.01 55.04 45° 240 216.33
Buffer-B3 10.00 10.01 8.00 55.01 45° 192

YOULIANITUOUTUNANITNAADULIINTLLUNN (Acceptance critira) mmmmmsa@m%’u

Y a o

WAIUNA (Impact Strength) vesillelausesiiy UTP 63 Ausevgnanivuald > 60 9a )

Y

drudmuamsagadundsauna (impact Strength) veaidoidounanufs UTP LEDURIT6S
Usmranlalldfmunld Buuiidesmualdnuans Tnendnnsideunenuddlasifiounislud
UTP LEDURIT 65 wd9U512 9ediA1adnuaiunsagadundssiuna (Impact Strength) 71N
dewdousosiusoamuiifinuuiniia UTPE3 dedudiuaniamaaeamainuauisngadu
Wa991UNa (Impact Strength) veuioifeunanuds UTP LEDURIT6S 4091 ANANALNTAYATY
w&s1uNa (Impact Strength) Lialdousesitu UTP63 Svaguldiniiuveutuaniseouiuniu

USHVENERRIARN Nan1svadeuiins1einalanail

A1919% 4-22 NSUTSIEURNATIULINNITIBNTUNANIINAGDU Impact Testing @01 2

. Nan1sUsEiiu Wi
Specimen Impact VIULVANTTYDNITUNANITNAFIUAIY “ v
. - . s (Accepted) 3@ lair1un13
No. Energy (J) UINTFIUHNAANIUUA AgR (J) -
gausU (Rejected)
w1 80 \ilerfou UTP LIDURIT 65 > 60 J Accepted
W2 84 LﬁaL%f’JﬂJ UTP LIDURIT 65 > 60 J Accepted
w3 93 \ilerfow UTP LIDURIT 65 > 60 J Accepted
Buffer-B1 237 dleden UTP 63> 60 Accepted
Buffer-82 240 ilevtion UTP 63> 60 J Accepted
Buffer-B3 192 ilerdeu UTP 63 > 60 J Accepted
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PIANANITNAFBULTINTZUND ATAIUAUNIULTINTZUNA (Impact  Energy : J) 184110

Founanfiauds (Weld surfacing) UTP Funadeu W1, W2 uag W) fA1gs > 60 J Fageni
vouanisseniuudiveaiofensesitu (Weld Buffer : B1, B2 waz B3) UTP63 fadmiiu
YBULUANITHBUSU (Accepted)

ANBENANINARBULIINTEUNNLUUBISY (Charpy V-notch Impact Test figaumngiivios
(Room Temp.) Hoideusesiiu (Buffer layer : B1, B2 way B3) Wiy 216.33 99, () uazioideoy
Wanudy (Weld surfacing layer : W1, W2 wag W3) 11y 85.6 38 (J) gandn 60 ga ()

DO IUVBULIANITIBUTUNANITNAFDULIINTZUNA (Impact Testing) MSaoIT UGB

433 NITVINADTDUNDNLINENIZT 3 : TiAuFaudusunauliay (Preheat)

mﬂ%w‘z‘?mm?amﬂw ASTM A572 Gr.65 9178 100 x 200 x 20 fadluns anneil 3

Tailwousesiu (No-buffer layer) LalANSauNTUIUNDUYIINTHON (Preheat) 71 150°C

LazyiIn1SeunanAIuds (Hardsurfacing) AMUNIULSINTZWNN Aa8aIadouaITnanvy

\A3evHNEN5A UTP Ledurit 65 vunn & 4.0 1 817 450 1y nszualnfivssmguanuusylo
Fonld DC'/AC 140 - 200 Amps. \umndoudneglunguniuminsgiu DIN 8555 : E 10-UM-
65-GRZ visawieulafiuunsgiu AWS A5.13:2000 - EFeCr-EX Series Electrodes

4.3.3.1 T18unan1sianudsidanlunisnnasadau 401zh 3 : Preheating 150°C.
4.3.3.1.1 AUSNIGIUNISTBY #0172 3 U 3 JUNAFaU
A19797 4-23 AEALUITIFIUNISDUNDNLTY Peaapunanude UTP Ledurit 65 371u2Utu

iou 1 Fu

Fuudl | wuanden | nssuadou | danszuali | mrwidilunisden | emvgiiereneat | gmmgfiszming
il (A) Fou (mm/min) FuuCs) | fudeugean Co)
1 1 160 DCEP 150 150 600
2 1 160 DCEP 150 150 600
3 1 160 DCEP 150 150 600
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4.3.3.1.2 FUNAFBUNUIBUNIAINENIIZAISNAABIN 3

(1) FUNUNAADUNISIIDUNDNLTS aN1eT 3

No.3 A2Gv.e68

5UN 4.28 FJuMadouN1SWRNNITVARDY #N1IEN 3

(2) MsaTRERUTess IR LN siEve s auNINTY (Penetrant Testing : PT)
it usudounonfiiudanineis fdudasniiguvgives luvaiuazein

L&A UdIen1TRIvda Uit ldnudnfiseswnndafiuuade nﬂ%yumaau

wiilethiunuideunagouluriinisnsaaeusievenalunsndy (Penetrant Testing : PT)

wudniiseguaniniuiien Tuiirn1eiidnvineiuaueiuIeNnnTunaaey 19 3 Junagey

© WA lENuIauiun

® U

5UN 4.29 HANINTIAABUTOEININEVDUNAININTUIMINUUATOUTUNUBNNAGDY AN1IET 3
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4.3.3.2 19UNANITNTIVEDULIATIAS19UYNNA (Test Report : Macro Structure Test)

A15199 4-24 Test Report : Macro Structure Test NMSvAaRITOUNONLTIEA1IEN 3

PQR No- Position: -
Received Date: 25 / September/ 2017
Project Name: - Tested Date: 23 / October / 2017
- ASME Section IX
Project No.: .t
oject No Standard of Test: 015Edition
Process: SMAW (DCEP) :
Type of Test: Macro Structure Testing
Material Specification: | ASTM A572 Gr.65 Faui  Serial N Dino-Lite Digital
Prehent 150 °C and 1 quipment / Serial No.: Microscope AM4115
3 . reheat S an nterpass
Heating Control: Temperature Control 600 °C max. Equipment’s Capacity: -
Ll L =t UTP Ledurit 65 Ambient Temp.: 24 °C, 48 % RH

237 1ZBOA1024 2017/10(28 139704 Unk: mm Magnification: 5

) ieaidoumenuda
lavzau wavinm Weld Siirfacino)

nIENUiou (Heat
Affected Zone :

HAZ) .
Tavzau (Base

metal) linsgnuiou

[

U 4.30 nan1sneaeulassasiaumnadietluimvusgndeandesaienmlaseainsganingdiu

1 = < ei
AN VDILUIYDUNDNLYY FN1IEN 3

93U 4.30 Huitnihdanuadenlassaitamniaiiianisine ulseenld 3 uiude
1. ielansemuudnuildléfunansenudouainnisiden (Unaffected Zone) 2. iflalanzey
USnniildsunansenudeuninnisiden (HAZ) 3. fuifoifeuneniiauds (Surfacing weld metal
layen) fufidanananziiteldldsmuagaiiielinsaaetlasatiagania (Microstructure) waw
T dudumisimunaganageuninuniagania (Micro Vickerd Testing) sialy

nslaideusosity (No-buffer layer) azvirldvndinarsdaedainiz enaiinasdoniny
suussisdanudunnmmedmeniedonmenuds esnuaauiavgusswistuidey

[ = 4 v 4 5 < A Al a val v
NANNISLTRUNDNUTIADILTNTELELT BUAN ﬂ?WNLi’JIUﬂWiL“UBNQQQWL‘VI'WIﬁ']iJ’]iO’“D%ﬂ{]UG]I@
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wWietesnuiililangiloaunasyazarsJuuinauluiidadouuiniuly salunialansinen

Y U

a I & A A o v v a . . A
G]@Qﬂ']iﬁll‘UmQ']ﬂﬂ'ﬂ']llLLEU\TGU@QL‘U@@'J@LEU@NI@?Jmi\T ‘VT?@L?EJﬂ'J']W@Qﬂ']{L‘V]Lﬂ@ Dilution 1‘Uﬂ’]slﬂjall

'
o

Mgaues nsdimsnadnnsilimesnszuaidenguiuluvIaduiuiendrannifiuly azdawali

4

& A

\Wowoumeanuds (Weld metal) Mldsufiaauninsniniivsevindnaindoufvualiunn

4.3.3.3 1891UHaN1INABULATIE3199801A (Test Report : Micro Structure Test)

M157199 4.25 Test Report : Micro Structure Test Msnnaslieunwaniauds anigh 3

PQR No: Position: -
Project Name: Received Date: 25 / September/ 2017
Tested Date: 23 / October / 2017
Project No.:
Standard of Test: ASME Section IX 2015Edition
Process: SMAW(DCEP)

Material Specification: | ASTM A572 Gr.65 Type of Test: Micro Structure Testing

Equ t / Serial No.: ']
Preheat 150 °C and and Interpass i ZIESS Primotech

Temperature Control 600 °C max.

Heating Control: - - _
Equipment’s Capacity: | Maximum 1000x

Filler Metal: UTP Ledurit 65 Ambient Temp.: 23.6°C.56 % RH

i v -4
A
| 4 -

4.31 Lan99ANYIINIINTIa0ULATIAS 99N IATUNAFBUNARBINUT DY AN1IET 3

€an
c
=2

4.3.3.3.1 W3suiiigunanaielaseasneganiaszudnelansaruiliinansznuiou

(Un-affected zone) UStaunsenuiau (HAZ) uas Ustiauuuadaunanuds (Weld surfacing)

JU9U (Base Metal) USIunsenuiau (HAZ) USuuLEan (Weld)
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ASTM A572Gr.65 — Magnification 100X

ASTM A572Gr.65 — Magnification 200X

ASTM A572Gr.65 — Magnification 500X

HAZ- magnification100X

HAZ- magnification200X

UTP Ledurit65-Magnification100X

UTP Ledurit65-Magnification200X

HAZ- magnification500X

UTP Ledurit65-Magnification200X

Tassadreganialanzaruil
A5¥NUS U (Un-affected zone)
fiansanannanaedurnduity
Tassadrafiuinedlsyi (Ferite
matrix) wavaaudulassadriaisa
layi waziisalaviazidenunsn
v

lassaseganialangauusian
nsgnuieu (HAZ) Usinglaseasng
wuluivseuisalaviasidenuaud
ansgatenaluvulassadiany
wiaslsvi(Ferrite Maxtric) #v17 1l
AreUsIng flassadiansimuled
& yoo2 o = < 1%
Wududndvioanin wmannan

ASTM A572Gr.653Cogie10.23%

Tassafagamealanzauuiiude
WWaunenuda(Weld metal) 1iiu
wnudvfelassas1lasdiouans
Tuduazaiumdedou nszanehly
vulassadrafiueoainuian
(Austenitic matrix) @wL lasaasng
ganialasiflounrsludazuds

ATUNIUNITATAQEN

JUT 4.32 AnvaiznmaneredlasaasieganIAuT ML anei 3

4.3.3.3.2 Tassa¥eganiauuailiounanuds 4n192n1smaaasi 3
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(1)

(2)

UTP Ledurit65 + HAZ — ASTM A572 Gr.65

& w
(1) Wialansulilasudansvuil

$9u (Un-affected zone)

Weld Structure : Magnification 50X
JUN 4.33 dnuaznmangvedlasiaineganIAkilYon 3INMIMARBIYeN andgi 3

N3UN 4.33 aansaasungiuinlanedl

ielanzeumanndrn ASTM A572Gr.65
WIANNAT ASTM A572Gr.65 NARa1NNTsUITIATauLazaUAUs (Rolled Thermomachanic

Quenched and Tempered) filassas1eqganimosisv-iiisalaviuaziiisalaniavidun

v
A A 1

lassadafiumeslsn (Ferite matrix) fa15anainguidunudens diulassaiaiisalarivas
\salariaziBenasiduuavdinsznvegiiliuulasasiumesls

U3taunsenuiaunnn1sidaun (Heat Affected Zone : HAZ) wann&nm ASTM A572Gr.65
Ushansenuiou (HAZ) lasumnufeuasaulasulassadraeslsi-iisalanvaewdu
lassassesawmuluviaunsoazalesinasveu 0.23% Whsaudiiusieman (Fe) Tuanig
a1sazaneveInds (Solid Solution) levuaiilauuii¥euiidnsini1sidugs ASUBUUINEIULE

v v I3 ! v a & ¢ 1 & [ (3

sawstuseunan (Fe) taldundniiniduansusenauaislumsadusnsimuled (FesC) 519
AsuaudINTvEevznduAvanmAnldlassasaiisalaviusilosandasnsiduiusunsu
Wisalaiddlaiilonalafiug Jslaisalaviazidoanseivnlusi (Fine pearlite or Benite)
= & Yy A & < i % & a v & ¢
Fudulassafenudaazudass mnamanglasiaiisganiaiurdfelasaieiumesls

(Ferrite matrix) Alassad1aansinulas (Martensite : Fe;C) Miuduwiadudimidntdosunsn

Urtuegiulansasauuluivsaiiisarilaiasiden (Fine pearlite or Benite) uausunsnagu
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(3)

nsvanevuuLulY wasilnduundundawavasyazany avillasiadrseeamulurianniie
\Feu UTP63 nasuazasduuiavy (Dilution) wunuiy tretasubesnissudauay ety
miLmeqmiauiwdwﬁzuL%au

Wadeunenuds (Weld surfacing)

Uﬂﬁsﬁy’m%auLLiﬂ%ﬁshummiamLﬁm’m (Base metal) asma%ummau (Dilution) wagay
Ao aaslududonii2 vie $ufls lummeasadunsdeuduiewilfilasadanes
15%-1isalash (Ferrite-Pearlite) annlanze1u ASTM 572 Gr.65 nasuavansdunasluile
Bounanuda (Weld metal) w10 Liloidounanudsiilassadrsganialasdonaiflud
(Chromium carbide) tagAslungsdou (Complex carbide) u lausan 1uLAYL TivaLnY
aflud asfiudanadivlunmdislassadrsanaduwnudamnssaseguulassadisiiu
poawluyt (Austenite matrix) uduiuging

ANsNIelanea Iy ASTM A572Gr.65 rasiuaralgdulnlsdunulansidauiinasiasuazaiy

(Weld dilution in weld surfacing) ) finavilsianuudaiedon UTP Ledurit 65 anas

< 2 = =
4.3.3.4 i']ﬂ\?']ﬂNﬂﬂ'ﬁVlﬂﬁaUﬂ’J']uLLﬂlﬂﬂqa.ﬂ"lﬂ YUIMUNAABDULYDIUNAGDY dN1eN 3

A15199 4-26 Test Report : Micro Vicker Testing : an1zdl 3 Heating Control : Preheat

150°C and Interpass Temperature Control 600°C max

PQR No: Position: -
- - Py >

Project Name: Recerved Date: 25/ September/ 2017
Tested Date: 23 / October / 2017

Project No.:
Standard of Test: ASME Section IX 201 3Edition

Process: SMAW (DCEP)

Material Specification: | ASTM AS572 Gr.65 Type of Test: Miero Vickers Testing
Equipment / Serial No.: AKASHI 49683 MVEK III

. X Preheat 150 °C and Interpass temp. e ma e
Heating Control: 600 °C
max. Equipment’s Capacity: 1 Kg-100g
Filler Metal: UTP Ledurit 65 Ambient Temp.: 25 °C, 48% RH

| "\‘ Hlll:l‘lhl"l“!
. 2

[T TTEfEE
7! 8
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JUN 4.34 N13nadeuANLT Micro Vickers Test Fusunadouiounanuds an1izi 3

A15199 4-27 HANIINAADUAMULIITUNUNAABULTBUNDNRILTY @n1eh 3 1WSeususening
lanza1u (Base metal), UStaansenuiou (HAZ), uaztiloldounaniauds (Weld hardfacing) :
ASTM A572 Gr.65 + UTP Ledurit 65 — Preheat

#U28 HV (HRC) - Hardness HV 0.3Kgf Convert HRC

ftem Weld Weld Weld Weld Weld Aade
UTP LEDURIT

436.6 (44.2) 435.1 (44.1) 442.2 (44.7) 432.8 (43.9) 412.7 (42.1) 431.88 (43.80)
65
ftem HAZ HAZ HAZ HAZ HAZ Aade
ASTM A572

243.1 (21.0) 246.2 (21.6) 238.1 (20.0) 238.1 (20.2) 239.6 (20.3) 241.02 (20.62)
Gr.65
[tem Base Base Base Base Base ﬂ'ﬁl,a?ia
ASTM A572

201.2 (16.0) 196.9 (13.5) 189.5 (13.0) 192.8 (13.0) 195.4 (13.5) 195.36 (13.8)
Gr.65

NANISNAFDUAIULIITUIUNAZD UL DUNDNRILTIEN1IET 3 agnuIiloUSeufiou
S9N TUadlanzanu (Base metal) HA1ANuLTLRRs 195.36 HV (13.8 HRC) fuusiin
nTENUSaU (HAZ) NiA1A1ULT9La8e 241.02 HV (20.62 HRC) WUI1AIANNLIILANA19 Uy
woauasuebivansdsanudulassadauisinuleddsasdanuudgaunnlads 800 HY

| < @ 1 [ a v a v < LY} & <

ANULANAINYDIANULTIAING T wanIIUSIMNTENUToU (HAZ) 18r51n15i8udiiganieisiunn
wAtlosnndusunavessigasusuluminndn ASTM A572 Gr.65 1ies 0.23% luiifisanefiay
udtusman (Fe) Wuansusznauasludlavillil Usnaunszvudeu (HAZ) lassadisgania
| + & v as ¢ a a ¢ . q' = & o & = &
drulngldulassaiaisalaviazideavioiuulun (Benite) msilwdsudusnTIdunialuna
wnNshiinnsidensesiiuneueunenuds (No buffer layer) ns1zn15L¥pUTDINUYINAY
& % % ' A < ) & a X a %
Wunshianusaunaunisidisunensda (Preheat) Tuluda anuwdafindy Tuusnunsenusou
(HAZ) annsuenlifaduiusiznsownndne wean9aziinasnanisoaniziuiiiaiounanikdaly
<
LIS

AALLT DB auNeNwTe (Pure weld metal) UDIaIALTDUNDNLIILATDINUNE
n13A1 UTP LEDURIT 65 1Wuadmdeuiibiiaideungulassasislasidisnaisluiuazaisiug
Badou fAnnunlanuusendudnivuadsil

mwmﬁuﬁaﬁam’%amﬁ (Pure Weld Deposit) Uszuna (approx.) 65 HRC
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Feumen 1 Fu vuwannd1 Yunaasueu (C) 0.15% Uszuau (approx.) 58 HRC

Feunwen 1 u Uumé‘ﬂﬂﬁmmmﬁaqﬂ (High Mn-steel)  Usgunad (approx.) 55 HRC

Tunisnageusudeunenuisan1ied 3 nuirAauuiaiodeunsnuds (wWeld
surfacing) 1Awilld Ao 431.88 HV (43.80 HRO) Falleuudsdinindnunmsguiiguanimunly
110 Fuilesnandunisdeuneniuszniteaindounenuieiulanzsu ASTM A572 Gr.65
Tnemssuarifunmsdonununierdoilfielansnumannd ASTM A572 Gr.65 vaouazane
aetunUunanluiedounenudann (Dilution of weld surfacing) iliiaidounanudeos

AN NG

4335 WAN1INAFBULIINTZUNN (Impact Testing) Funadausuidiounaaas danazd 3
nsmeaeuussnszunnluiSmmaaeuilodudiugunimuesianin dawanansagady

wdrunaldundesiiedanouwnninidems lumsmeaeuusanszunnagldgniumiiniingu

U uI BN TN UTUNAAB UL Y ﬁgﬂmﬂﬁaqagjmsmmq%umul,ﬁaﬁqﬁu%u

VAFDULANYINDENIINAUATITEBUIN NERIUIAUTARIINIIARAZAISIVOIRINNTNUISE I

'
o

gdsinerundnuliiuiunaaey witnungnanelidunaaevazgnldludeuasuguian

[

JULANYINONITTLIENNAINUIUEINTIINGI9UUIINTBUNN (Impact Energy) TanniAuLN39

a1 @ (% ISP % Y

A fundanuusanszunngsluvaeTanuieasinmanunuiuusinszunnel Janiiaay

q

wilgrgeandnaglindenudemieUininsvesianigindt lumsvilniagianisunninidenig

Y 9

N13318UNANITNAABULTINTEUNN Amaufilaaglduseiiiunaindagianumieiuazainy

< v A ! ! = ! Ay v
wlausausgneuiuSendiAnnumiteIwnss (Toughness) a gumgilitlinagey

A15197 4-28 Test Report : Impact Testing : a1y 3 : Preheating 150°C and Interpass

Temperature Control 600°C max.
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PQR No: Position: -
Project Name: Received Date: 25 / September / 2017
Tested Date: 06 / December / 2017
Project No.: ASME Section IX
Standard of Test: > >ection
Process: SMAW (DCEP) 2013Edition
Material Specification: | ASTM A572 Gr.65 UipE =i U [mpact Testing
Eqm t / Serial No.: t Testing Machin
3 X Preheat 150 °C and Interpass R — Impact Testing Machine
Heating Control: ! s
Temperature Control 600 °C Equipment’s Capacity- Swick / Roell 450 Joules
Filler Metal: UTP Ledurit 65 Ambient Temp 26 °C,61% RH

JUN 4.35 TuvadeuwsInseunadeunentds aniei 3

N1SNAADULITINTZUNARUUHISTLIATFIUA T ULLRUUNISAMUATIENIAEEU AONInTEIY

naaeuanURlinavesian Useimaanigowsna ASTM E23 Junageutienin V-notch Charpy

'
a v v A v v

Specimen fidnwaidunvisdivasned 55 Tadns uazinihdadimasndniavuin 10 x 10
fiadwns vInsesidnsananssenduyy 45 a3m dn 2.0 Tadwns Ausesddisaliaaulds 0.25
fi0dluns TunnaeuIrIveguLWILATomaauLTInTELnluLLIueu Tnefignsesiuiunaany
Wity 40 fiadiues deunszunndanvaziduduliyulatedsu 30 e assdufidureuning 4.0

v

Taawuns Sed

Y ]

aruildsUansdou 0.25 fadums Funaasuazgndludnueiusosmnagnsety
drufudruiiniinszunnvosdouasiidinm mensdunnaeudnuasdvinliAauseiuagisedi
AdeAunIsARda 3 30 (3 Point Bending) Tuluuddaiiinvzogludnuvazadnafunisinums
FunuauiTesiiun

AnuzdifuldiinsnaeuLsnssuntunudounenuds anniedl 3 Boudonszuiunis
Feulniinl¥armB ouviundnd (Shielded Metal Arc Welding Process : SMAW) #13311715§14
ASME Section IX 2015 Edition - QW-170 NOTCH-TOUGHNESS TESTS : QW-171 NOTCH-
TOUGHNESS TESTS — CHARPY V-NOTCH dunaunisnaaeuuaziaiesiiogunsainnsnaaey

LﬁauiﬁﬁumiwﬂaauLL'ﬁdﬂ'ﬁsLmﬂmmmmgm ASTM E208 (Test procedures and apparatus
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shall conform to the requirements of ASTM Specification E208) lANan19MnaeInaAdouLLss

[

n3zLn (Impact Testing) YUNAADUINULTDNNABDIANTIEN 3 A9l

a v

A15199 4-29 WANITVIAABULIINTTUNALUUINTU (Charpy V-notch Impact Test ﬁqmmwaq

Y

(Room Temp.) anmedl 3

Height Width Height below | Length | V- notch Impact
Specimen Average
10+ 0.05 [ 10 £ 0.05 notch 55+ 0.60 Angle Energy
e (mm) | (mm) |8%0.05(mm)| (mm.) |( 45+2°) (J) )
W1 10.00 10.02 8.00 55.01 45° 86
W2 10.01 10.00 8.01 55.01 45° 92 85
W3 10.00 10.01 8.01 55.00 45° 77
HAZ-B1 10.01 10.01 8.01 55.02 45° 129
HAZ-B2 10.01 10.00 8.01 55.00 45° 126 113.66
HAZ-B3 10.00 10.01 8.00 55.01 45° 86

ﬂmzé’%’alé’ﬁﬁjmmmamL%amwaﬂu%ﬂ (Test Coupon) @013l 3 TR ANOEICC IR oY
NAdaU V-notch Charpy Specimen muunsgu ASTM E23 SIUTUVAGEULTINSENNRH
(1) %umaamﬁm%mwaﬂwﬁﬂ (Weld Hardsurfacing) 3117 3 %uﬁa W1, W2 ey W3
(2) Funaaeulansuudiansznudeu (Heat Affected Zone : HAZ) $1uau 3 Tufle HAZ-
B1, HAZ-B2 way HAZ-B3

YOULYANITYDUTUNANITNAADULITINTLUNN (Acceptance Criteria) ﬁﬁﬂ’)’mﬁ’]ﬂ\l’]iﬂ@ﬂﬁU

Wﬁﬂﬂ’]uﬂﬁﬂ%@ﬁ?’]ﬂﬁ’]ﬂ?iﬂ%ﬂLLiQﬂi%LLVIﬂ’TﬁQL‘Mgﬂﬂﬁ’W ASTM A572 Gr.65 8199INaNISNIAABY

YV

YOIUTENEHEN NAADULITINTEUNN 1 -50°C 2215 3@ (J) ANUAINITOTULTINTEUNNUTIIN

Y

o

nsgnuieuaINNITTen (HAZ) Jan ASTM A572 Gr.65 Tunsnaaeufigumgiiani1iziindeuuni

9NBMANUIIBYOY Hangzhou, Zhejiang Province China. 15189 1UNaN1SAa8IIAT Impact

Strength gaumaiilinaaau CVN Carpy Test fie 23°C NIAABUMIATIUAIUNIULIINTEWIN UTHI
NsENUToU (Heat Affected Zone : HAZ) ¥ 9tnannan ASTM A572 Gr.65 Lilunifede HSLA
Steels 2015, Microalloying 2015 and Offshore Engineering Steels 2015, John Wiley and
Sons, p.937. ldAady 293 98 (J)

AIUAIAINANNITANATUNGI9IUNG (Impact Strength) vouiodounanuds UTP

Y a

LEDURIT65 vSunananbilanivualy vukeaddanivualdauanie Tunisnaassaniney 3

Y
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IADOANUYBULMIANISIBUSUANANIIZNISNAABIT 1 WaY 2 ABDBAIUUAAITNEINITOS UL
nszunn (Impact Strength) iileideunenudslasifieuarslud UTP LEDURIT 65 =60 9a (J)

v
v

NANTNAFDUIATIZIHALAGIT

A1919% 4-30 N13UTLEUNATOULIANTUIUTUNANIIVNAGOU Impact Testing @n1ghl 3

. NAN1SUTEEY WY
Specimen Impact YIULYANITYBUFUNANITNAFIUAY .
v a . : (Accepted) wi5e hair1un1s
No. Energy (J) UINIFIUNAANIUUA Aga (J) v
825U (Rejected)
W1 86 \ilewew UTP LIDURIT 65 > 60 J Accepted
W2 92 Lﬁ’aLgﬁam UTP LIDURIT 65 > 60 J Accepted
W3 77 \lawdox UTP LIDURIT 65 > 60 J Accepted
HAZ-B1 129 1 23°C fa > 293 38 () Rejected
HAZ-82 126 71 23%%. fe > 293 92 () Rejected
HAZ-83 86 71 23%%. fe > 293 9a () Rejected

AIMNNANTITNATDULLIINISLLNN mmmﬁmmumqmmmﬂ (Impact Energy : J) GU’eNLﬁ’eJ
Wounanfiuda (Weld surfacing) UTP LEDURIT65 Tunadeu W1 = 86 J, W2 = 92 J uaz W3

v
v a IS

= 77 J aunndn >60 9a (J) 919 3 JunadsunaziAadynnuaiuniulsinszunn 85 9a ()

U Y a o

FagandveunniseausuNuIEvENanivualife AaslleA1 > 60 J wansindunsgeuiunants

Y

na#eU (Accepted)

AANATUNIULTINTZUNN (Impact  Energy : J) ¥aslanzanu ASTM A572 Gr.65 UL
LUINTENUSOU (Heat Affected Zone : HAZ) %umﬁau HAZ-B1 = 129 J, HAZ-B2 = 126 J
uay HAZ-B3 = 86 J dasninunmsguiifuantnunly i 3 Juneasuuaziidiade 113.66 ga
0) FaniveulamseeNsuRUTEMEHARfvualife doslidn > 293 9a () 60 J wansil
HNUN1S8BNSUNANTSNAABU (Rejected) WANSNARDULARAIALTILTLUIUSIINTENUSOU (HAZ)
filassasnaganiauulus (Benite) vty IAuudeads wawse lwanseds amnsausulss

AN IEANToUlAdY

434 asneasudounanuldanied 4 : lldnnudeuiusuneuden (No-preheat)
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N1IWWONTUNUIAALNTA ASTM A572 Gr.65 Y19 100 x 200 x 20 Hadiuns an1gi 4
Taionsesiiu (No-buffer layer) lallimnusoutiusunauiinisien (No-preheat) wagyinnis

Wounaniaudy (Hardsurfacing) AUNIULSINTZWNN FIEAINLTBNAITNENYYN LATOIVUIENTTAN

UTP Ledurit 65 vuin & 4.0 1. 817 450 . nszualaliiudsmguanuuzilidenld DCv/AC
140 - 200 Amps. \uaadendneglunauniaannsgiu DIN 8555 : E 10-UM-65-GRZ wialiiey
IafiuannsgIu AWS A5.13:2000 - EFeCr-EX Series Electrodes

4.3.4.1 MenuramsidiuwUsidoulunisnaasadion an19efi 4 : No-preheating

4.3.4.1.1 FaudsFlunsideu et 4 $1uau 3 Juneseu

a519f 4-31 Adaudsildlunsideunenuds seandeunonuds UTP Ledurit 65 $uaudu
Fou 1 Hu

Furwd | wuaden | nssuaden | danssualn | mnusilunisiden gauufilPreheat | guuiisEnIng
Fuil (A) \Fou (mm/min) Fua (CO) %ut,%auqﬁqm
°Q)
1 1 160 DCEP 150 >57°C 600
2 1 160 DCEP 150 >07°C 600
3 1 160 DCEP 150 >27°C 600

4.3.4.1.2 FuNAEBUNULIBUNIAIINENIIZNISNAAB 4

(3) %UQWUWWﬁ@UﬂWiL%@MW@ﬂLL%Q anniei 4

5UN 4.36 JunedaunsWeNNIINAGRY an1ieil 4

(@) M3esIvdBUTESIRMTNLUITDUNENLTIMEUBIRaNINTY (Penetrant Testing : PT)
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o & = a < P ) = a v o
U13uruieuneniiaudeaniied Mduiasniguungiivies lvitaiuazein
WAYIININTIVAOUAIENITATIVARUN LA linuITisoauan31IuuIen NNTuNAEeU willown

FUNULTDNNAFEULUYININ1TATIAR UMY VD UNAIUNINTL (Penetrant Testing : PT) wuiilsey

wAN31NLLITRN TuAEIFnYIAUANLEILLIBNNNTUNAGDY NI 3 TunAaey

SUT 4.37 HANIATIAABUTOYININIEVDUVAIUNINTUR MU BUTUNUTRUNAGDY an1Iehl 4

i,:.

4.3.4.2 S199UNaN15n529d0UlASIE19uRAA (Test Report : Macro Structure Test)

A1519% 4-32 Test Report : Macro Structure Test nMsvnasalounenui@n1iyd 4

Material Specification:

ASTM AS572 Gr.65

Type of Test:

PQR No- Position: -
Received Date: 25 / September/ 2017
Project Name: Tested Date: 23 / October / 2017
. ASME Section IX
Project No.: .
EErl Standard of Test: 2015Edition
Process: SMAW (DCEP)

Macro Structure Testing

Heating Control:

No Preheat and Interpass

Temperature Control 600 °C max.

Equipment / Serial No.:

Dino-Lite Digital
Microscope AM4115

Filler Metal:

UTP Ledurit 65

Equipment’s Capacity:

Ambient Temp.:

24°C. 48 % RH
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NZZO 12801024 201710127 19:19.51 Unit mm Mognificetion: 5.1 x Toorst

) Wiadoumeonuds

Y S |
lavza wnviow Weld Surfacino)
N3ENU30Y (Heat

Affected Zone

Tanzau (Base

metal) lainsegnuiou

| |,iwfl‘i|:i!n|" IiII!H:I'Hlllllllllllllllll I
3| 4 5 6 7

100 mm

JUN 4.38 nan1snaaeulassasiumniadiethluivungadendesmiunnlaseaing

aNIAEIUA UL UNTOUNONUDY N7l 4

N3UN 4.38 fiudnihdauuidenlaswaiaunaiaiviinmsdng uusesnld 3 uSanAe
1. Welansauvinamlilasunansenuieuainnistien (Unaffected Zone) 2. Lilalanganu
UShuflasunansenuieuainmsidien (HAZ) 3. duiileideunenidauds (Surfacing weld metal
layer) WundsnaanedIfelaldmnungaiieldnsiaasulasiaineania (Microstructure)
waglfidusumisinunganeaeunnuuiisgania (Micro Vickerd Testing) sialy
1 ‘ﬂl ‘&’ o ¥ LY 1 = = 1
n15bilausesiiy (No-buffer layer) azvinliivnsiinatsyiedanie a1linasnendny
JULsITazAnAUAUIINNIsUATvedlalaunenuls osainuinaudangussninsdudon
[ ~ <@ Y v d‘ 5 < d' A a vay v
nann1seunenudeiesldnszuaeud awslunisieuagavifiaiunsassufudle
4 v = & r & d R a -
wedasduiillansilonunasuazansduunanluliewonsiniuly vielumadansine,

o LY

Faan1santRaInALLdsuloalndioulaense salSeanIdaani1siae Dilution Tun1siow

'
o

Y a & a s ~ a A a A v a | v
@qq@u‘ULﬁN ﬂ'ﬁmﬂ']ﬁ@]ﬂﬂ']‘l/\l'ﬁ']llLfﬂ@iﬂi%LLaLGUE]lIQQLﬂutﬂ%i@lﬁuuu’%sﬁallsmll']ﬂLﬂubLU "\]Sﬁﬂﬁ\laiw

©

IS IS

o A Yo o ° I A aw Y oa = ° v
\elaunanuds (Weld metal) Nlasuiiamnininitiusevgnanaineufimualiin

105



4.3.4.3 1891UHAN1INATBULATIE3199801A (Test Report : Micro Structure Test)

A15199 4.33 Test Report : Micro Structure Test nMsnaasadounenidiis @iz 4

Heating Control:

No-preheat and and Interpass

Temperature Control 600 °C max.

PQR No: Position: -
iv : I's /
Project Name: Received Date: 25 / September/ 2017
Tested Date: 23 / October / 2017
Project No.: R
) Standard of Test: >ection
Process: SMAW (DCEP) 2013Edition
Material Specification: | ASTM AS72 Gr.65 Type of Test: Micro Structure Testing
Equipment / Serial No.: | ZIESS Primotech

Filler Metal:

UTP Ledurit 65

Equipment’s Capacity:

Maximum 1000x

Ambient Temp.:

23.6°C.56 % RH

€an
c
=D
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4.3.4.3.1 Wiguiiiguananelaseaineganiaseudnelanzaruiliinansznuiou

(Un-affected zone) Ustiaunsznuiou (HAZ) uaz uSamuitisunanuds (Weld surfacing)

JU9U (Base Metal)

ASTM A572 Gr.65 Magnification100X

ASTM A572 Gr.65 Magnification200X

ASTM A572 Gr.65 Magnification500X

USunsenuiau (HAZ)

—

HAZ A572 Gr.65 Magnification200X

0

ataall

HAZ A572 Gr.65 Magnification500X

USIauuLgau (Weld)

UTP Ledurit 65 Magnification100X

UTP Ledurit 65 Magnification100X

UTP Ledurit 65 Magnification100X

lassadneganialanyaruily
A5¥NU35eu(Un-affected zone)
Wulassasraesisvi-wiisalas wiu
= & 2 3{ v

durndulaseasranulaseasig

Waslsyl (Ferrite matrix) waudan

lassasnanisalan

lassasnganiauiannsenuieu
( Heat Affected zone : HAZ)
a A 2 &
Nrsrananaedunduiu
lassadranaslsy wavddndu

Tassasraisalariasdonusoiuy

lun (Fine pearlite or Benite)

lassadeganiaiiolouneanuda
(Weld surfacing) Wa15m1310

' a [ a s
awarguaudundulasidenans
luduazasludilsdon nszane
wnsneguulassadiaiiueoany

T%n (Austenitic matrix) WUEWN

5UN 4.40 dnwaizn1nanevadlATIaiRanIAuTIMLLYeN danei 4

4.3.4.3.2 Tassa¥eganiauuailiounanuds dn1aen1snaaasi 4
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(@)

(5)

(1) Base.unaffected -zone ASTM A572.Gr.65

JUN 4.41 dnuaznmingvedlasiaiinganIAkugen IINNIARRIYEN ane 4

NJUN 4.41 aansaasungiuinlanedl

ilelavizaumdnndn ASTM A572Gr.65
Wianna ASTM A572Gr.65 naRa1NNIsuATInsou guiazauAum (Rolled Thermomachanic

Quenched and Tempered) filassas1eqanimasisvi-iiisalaviuaziiisalaiavidun

v
A A 1

Tnssa¥rsituieslen (Ferrite matrix) fiTnsananguiduiiudun dnlassadadisalasiuas
dsalariasdennusnudsinsrasegiluuilasaieiumosls

UStansznufauainnisiliey (Heat Affected Zone : HAZ) wanndn ASTM A572Gr.65
Udnunsgnuieu (HAZ) 1d5umnuieugsainnisiion sulassairasleslssi-iisalay
wasuilassafrseeamuluiannsaazatssinaniuou 0.23% Whsamdiusigman (Fe)
Tuannzansazansvesud (Solid Solution) UtuMlisnsnsiiusiiimsueuuisdiuia
sufafusigman (Fe) Wuansuszneumsludisaduansinules (Fe,0) spansusudiud
wdoaznduiuannldlasiaiaisalasi (Pearlite) witiloanndnsnsiduduiunsy
dWisalavialdilenaladiud 3dldlaseadraiisalaiasBeaniowuluy (Fine pearlite or
Benite) Fadulassairsfiufauazudonss annmerelassaisgamediunnifelassadeiu
wloslsvi (Ferite matrix) Slassadrandinuled (Martensite) Aiuduuiadudimidniies
wisnUzduadivlassairuulurivieiiisarilaniaziden (Fine pearlite or Benite) wausn

WNINAFUNTZAENUUUTIY wasPlnduulldunuaunasuazais 9:ilAsas9eanu
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(6)

Tunandlawsu UTP63 viasuaraiaIuu1iiauu (Dilution) Munkuy 2eLdsuisaan1sivde

wazUaeiun1sunnrgnsause NIt uLoy

¥ .
=] )

arauwanuds (Weld surfacing)
Unitudenusnasiidiuvedansiilonu (Base metal) avaneTun ey (Dilution) wagay
Ao anaslutudonii2 wio 4uiis lunsmeasadudeuduiionilailasadaeslsy-
\fisalavt (Ferrite-Pearlite) annlanzanu ASTM 572 Gr.65 nasuazatsdunadluiodoy
wonuds (Dilution of Weld metal) Miilassasrsganialasilenaslus (Chromium carbide)
wazadludidadau (Complex carbide) 1 finavinliaundailoden UTP Ledurit 65
anas

Jafiansan lassasrdlasdounislus wazasludidedou azdunsiudunaudend

wnsndleguulaneiiueeamuilin (Austenitic matrix) &n1 1lulaseasienudauin

N v g v fa v ' ¢ = )
ﬁ?@ﬂﬁ?ﬂmﬁiﬁﬂq'ﬂU@LGUQ‘UEIULSUUIV’]UE]aVI IMUIAYU NIELAU

< =4 o ]
4.3.4.4 i']EJ\?']UNaﬂ'ﬁVIﬂﬁaUﬂ'J']ilLLﬂlﬂﬂ‘a.ﬂ”lﬁ BUINUNAHADULYDUNAADY §N1eN 4

AN519fl 4-34 Test Report : Micro Vicker Testing : annedl 4 Heating Control : No-preheat

and Interpass Temperature Control 600°C max

PQR No- Position: -
— i Py I

Project Name: Received Date: 25 / September/ 2017

Tested Date: 23 / October / 2017
Project No_:

Standard of Test: ASME Section IX 2015Edition
Process: SMAW (DCEP)
Material Specification- | ASTM A572 Gr.65 Type of Test: Miero Vickers Testing

] No_preheat and Interpass Equipment / Serial No.: AKASHI 49683 MVK III
Heating Control: . ) i o
Temperature Control 600°C max. Equipment’s Capacity: 1 Kg-100g

Filler Metal: UTP Ledurit 65 Ambient Temp 25 °C. 48% RH

TV Tllllll.'utllllllllll
: 6! "

JUN 4.42 NM13nAdoUANLT Micro Vickers Test Fusunadouiounanuds an1izd 4
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A1519% 4-35 HANISNAFBUAMULTITUIUNATDULTIUWONEILTY dn17zfid wWSeuiieu
5213149 Tangau (Base metal), USaaunsenudou (HAZ), waz tlaidaunaniinds (Weld
hardfacing) : ASTM A572 Gr.65 + UTP Ledurit 65 - Preheat

#U28 HV (HRC) - Hardness HV 0.3Kgf Convert HRC

item Weld Weld Weld Weld Weld Aady
UTP LEDURIT 65 | 436.6 (44.2) 435.1 (44.1) 442.2 (44.7) 432.8 (43.9) 412.7 (42.1) 431.88 (43.80)

ltem HAZ HAZ HAZ HAZ HAZ Aade
ASTM A572 Gr.65 | 2325 (20.0) 257.6 (23.6) 260.9 (24.1) 238.1 (20.0) 227.0 (20.0) 243.22 (21.54)

[tem Base Base Base Base Base ﬂ'%a?ﬂ“ﬂ
ASTM A572 Gr.65 | 201.2 (16.0) 196.9 (13.5) 189.5 (13.0) 192.8 (13.0) 195.4 (13.5) 195.36 (13.80)

nan1sVAdUANLLT B uUNAde LT suneniudian1Ed 4 ssnuindlewseudieu
sni19nudwedlanziu (Base metal) flArauundaade 195.36 HV (13.80 HRC) AUU3LIa
nsznudeu (HAZ) fifldnmnundaade 243.22 HV (21.58 HRC) WuitAIAULSswAneIeiuaT.86
HV (7.74 HRC) fvnaneaunas umilefiansanaiuudsudinansenudou (HAZ) wanndn HSLA
ASTM A572Gr.65 Jd1unauva9519A15uaulios 0.23% Wu3iaNuulesgau 243.22 HV (21.54
HRO) diliifisszaulassadnsganiaunsimules (Martensite) watlunnnuudaszaulassadiauiisa
laviagiBuansaiuuluyl (Benite) Lﬁaammm’gL%auﬁé’mﬂﬂmﬁuﬁaqu%aL%au’m druniaduna
mmﬂmﬂ:ﬂﬁwmiL%amaaﬁudam%amwamvﬁﬂ (No buffer layer) stwmu%amaqﬁumﬁu
Junslianudeunsunisieunenuds (Preheat) TWlus Tassad1e HAZ Lifsdfuiszndounn
$18 wzlillelassadanimuled usaziinanenisBanziudedounenudslaiuduss
Armudsveaioiounanuds (Pure weld metal) vosainidounenudniomuie
n1381 UTP LEDURIT 65 lumaidendlidodenndulassadslasidouasluduazanflud

WG aU ﬁﬁhmmLLﬁﬁdmuU‘%ﬁmeémﬁmumﬁqﬁ

mmﬁuﬁaﬁauﬁqwﬁ‘ (Pure Weld Deposit) Uszanad 65 HRC
Fouwen 1 Fu vumdnndn Usunannsueu () 0.15% Uszuneu 58 HRC
Feuwen 1 Fu vuwannawienags (Hish Mn-steel) Uszuneu 55 HRC
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Tunsnadeuruidermenudanned 4 wuiAmuudaiodeumenuds (Weld surfacing) e
filél Ao 431.88 HV (43.80 HRC) BailmnuudssnninAwnasgudiguanimunlinin ewnan
Junisifeuneniiuszninaimdeunanudeiulansaiu ASTM A572 Gr.65 Tasassuazidunis
Feuuuuiendwiliidelavenumanndn ASTM A572 Gr.65 wasuaransansduunUunauly

\Weaieunanudewn (High dilution of weld surfacing) vinliliiaiieudsanmnInas

4335 WAN1INAFBULTINTZUNN (Impact Testing) Funasausuiloanaaas anaxdl 4
mMsvaaeuussnszunnluiSmmaaeuilodudiugunmuesianin dauaansagady
wdrunaldundesifivdlanouwaninidemes lumsmeaeuusinszunnazldgndutmeiniinay
AthinuLe LI EIA NS NUTUAGE UNIATE Y ﬁgﬂmm'aqagmiaﬂaﬂa%umwﬁaﬁ’aﬁu%u
YIAAOULANTIIADNIINAUATITEBUIN NEIMAANTIARINInAkazA IS TR T nUsEIY
wdsderundsnulituiunaaey wisnuiignaielitunageuargnldluasudsugyan
JuuANTIasT AT onnd s ludiuiimdsuusanszunn (Impact Enerey) *Yaqﬁﬁmml,mi'a

o [ a1 [ [ [

eilAFunaenuusanszunngaluvaenianuizagiamdanunuiuusnssunnel Jagniaig

q

wilergendnaglindenudeniisutuinsvesianigenit Tumsvilndaniinnisuandinideme

N13318UNANITNAABULSINTEUNN AmauNlaagldusviliunainianininumieinasainy

wausaszneviuitenitAnamieunss (Toughness) ol gaunafifilivasey

m'ls’]\i‘ﬁ 4-36 Test Report : Impact Testing aﬂ’l’wﬁ 4 : No-preheating and Interpass

Temperature Control 600°C max.

PQR No: Position:
1V : 25/8 /2

Project Name: _ Received Date: 5/ September / 2017

Tested Date: 06 / December / 2017
Project No.:

Standard of Test: ASME Section I 201 5Edition
Process: SMAW (DCEP)
Material Specification: | ASTM A572 Gr.50 dops wd s Impact Testing

N Equipment / Serial No.: | Impact Testing Machine
No-preheat and Interpass

Temperature Control 600 °C

Heating Control:
Equipment’s Capacity: Swick / Roell 450 Joules

Filler Metal: UTP Ledurit 65 Ambient Temp.: 26 °C.61% RH
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JUN 4.43 TuVAARULSINTTUINIUTRUNDNLDS aN1edl 4

N1SNAADULITINTZUNALUU STRIATFIuT T uLiLuUNIsAMUAIENAaey Aounsgiu

naaeuanURLInNavesian Useimaanigowsna ASTM E23 Junagaeuiienia V-notch Charpy

'
Y o A v v

Specimen fidnwaziunviadiviensn 55 Jadluns uazinihdadmasndniavuin 10 x 10
fiaduwns vinsesidnsananssenduyy 45 e dn 2.0 Tadwns Ausesddisaliaaiulds 0.25
fi0dluns TunnaeuIrIveuLWILLAS BsadaULTINTEUNNTuLLILDY TneflyasesiuTunadey
Wity 40 fiadiues deunszunndanvaziluduliyulaiedsu 30 e assdufiduveuning 4.0
fioduns fafinuldaaredou 0.25 fadiuns Sunaaouazgnandludnvaziusesuinognseiu
Frufuiudivinnssunnuesdeuasiidiu mandunaaeudnuugvilfiAoussiuazisdi
AdeAunsARdA 3 90 (3 Point Bending) Tutuuddailiinazogludnuwaadiefunisinusa
FuruANLLITesTUIN

AnuzdifoldiinsnaeuLsanssuntunudounenuds anniedl 4 Boudonssuiunis

Beulninl¥armBenundnd (Shielded Metal Arc Welding Process : SMAW) #131311715§14
ASME Section IX 2015 Edition - QW-170 NOTCH-TOUGHNESS TESTS : QW-171 NOTCH-
TOUGHNESS TESTS — CHARPY V-NOTCH %‘IJGIEJUHﬁVIWﬁEJULLﬁ%Lﬂ%mﬁ@@’qUﬂiﬂjﬂ’liﬂﬂﬁa‘u
W ulaiun15MaaoukIINIEUNNAINNIATEIU ASTM E208 (Test procedures and apparatus
shall conform to the requirements of ASTM Specification E208) lANaN1SNAaINAa0 UL

[

NIz (Impact Testing) FUNAFDUNULYDUNAGDIANTIZT 4 A3l
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a v

A15199 4-37 NANITVIAABULIINTEUNNUUUIISTU (Charpy V-notch Impact Test ﬁquﬂMﬁaq

Y

(Room Temp.) anmedi 4

Height Width Height below | Length | V- notch Impact
Specimen Average
10+ 0.05 10 + 0.05 notch 55+ 0.60 Angle Energy
N (mm.) (mm.) [8+0.05(mm.) | (mm.) | ( 45+2°) (J) )
w1 10.00 10.01 8.01 55.01 a45° 87
W2 10.01 10.01 8.01 55.01 45° 95 85
W3 10.03 10.03 8.01 55.01 a45° 73
HAZ-B1 10.01 10.02 8.01 55.02 a5° 135
HAZ-B2 10.00 10.00 8.01 55.02 a45° 128 128.66
HAZ-B3 10.00 10.01 8.00 55.01 a45° 123

ﬁmzﬂié’aiﬁﬁw%mmmamL%auwamﬁq (Test Coupon) @27 4 1vnnsLa3euTy
MA@y V-notch Charpy Specimen m13111915§14 ASTM E23 SIUTUVAGEULTINSENNR
(1) %umaamﬁaﬁamwaﬂwﬁq (Weld Hardsurfacing) 3117 3 S?Tuﬁa W1, W2 ey W3
(2) FunadeulansauusInnIENUdeau (Heat Affected Zone : HAZ) $1uau 3 Jufle HAZ-
B1, HAZ-B2 way HAZ-B3
YBULUANTYBUIUNANITNAFBULTINSZUNN (Acceptance Criteria) A1ANEILNTONATY

Wﬁﬂﬂ’]uﬂﬁﬂ%@ﬁ?’]ﬂﬁ’]ﬂ?iﬂ%ﬂLLiQﬂi%LLVIﬂ’TﬁQL‘Mgﬂﬂﬁ’W ASTM A572 Gr.65 819DINANIINARBY

VDIUTENHAN Nedouksnszunn 1 -50°c 2215 9a ()

ANNANLNTOTULTINTEWNNUTNAUNSENUTEUINNISTOU (HAZ) Tan ASTM A572 Gr.65 Tu

a 2

N1nAaeUNgN)ian1IzwInaouUnd 81989HaUITeV09 Hangzhou, Zhejiang Province

China. lA51891UKAN1SNAGBINIAT Impact Strength gaungiildnaaay CYN Carpy Test A
23°C AABUNIAINUATUNIULSINTEWNA USIIaINTENUSoU (Heat Affected Zone : HAZ) v89
Wiannan ASTM A572 Gr.65 1ilumiladie HSLA Steels 2015, Microalloying 2015 and Offshore
Engineering Steels 2015, John Wiley and Sons, p.937. Ihenade 293 33 ()

d3uA1ANAIT0ATUNEI9IUNG (Impact Strength) Yastilaliounenuds UTP

1Y o

LEDURIT65 usemgnanlalanivuald uwsiidedmunldnuanie lunismaaesaniizis gate

ANUVDULYANITYDUTUAUANIIENITNAGDIN 1 D9 3 ABNIAIUUAAINNAIUITOSULTINTLLAN
(Impact Strength) eleunenudlasidouaisluaiazarsluaiedou UTP LEDURIT 65 =60

[
v A

38 (J)) HAMIVAARUIATIZVHA AR
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A1319% 4-38  N1IUTEEUNATOULIANITEDUTUNANIINAADY Impact Testing 01l 4

. NaN1FUTELEU WY
Specimen Impact VAULYANITYDUIUNANIINASTDUAN “ y
. - . s (Accepted) %3a lair1un13
No. Energy (J) | a103giulkannIviun aga (J) v
883U (Rejected)
w1 87 \lewion UTP LIDURIT 65 > 60 J Accepted
W2 95 \ledeu UTP LIDURIT 65 > 60 J Accepted
W3 73 \ledey UTP LIDURIT 65 > 60 J Accepted
HAZ-B1 135 71 23%%. fle > 293 92 () Rejected
HAZ-B2 128 71 23%%. fe > 293 92 () Rejected
HAZ-83 123 71 23%%. fe > 293 92 () Rejected

PIANANITNAFOULIINTEUNA AIAMNAIUNIULTINTZUNA (Impact  Energy : J) 99110
WWeuneniiuds UTP LEDURITES  (Weld surfacing) ¥unmdaay W1 = 87 J, W2 = 95 J

[ (%
o

wag W3 = 73 J Fau1nnd1 >60 9a () M 3 JunagdaulazilAafie AuaiunIuLsenszunn

Ly

85 98 (J) FegeninveuiumniseenuiiusTminaniinualie desild1 > 60 J uanaitiunns
YRUSUNANITNAFDU (Accepted)

AAIIUATUNIULTINTZUNN (Impact  Energy : J) Yaalanganuy ASTM A572 Gr.65 UShia
LuINTENUToU (Heat Affected Zone : HAZ) §UNA@DU HAZ-B1 = 135 J, HAZ-B2 = 128 )

WA HAZ-B3 = 123 J Fasninunsgiundudaiivuall N 3 JunegeuwaziiA1iaie 128.66 9a

() FwinndnveuunniseensunuTengrandmunlifie desdldn = 293 9a () 60 J waneinluiaiu
MMsEaUSUNANITNAEBY (Rejected) NANSTYAEBULAAIMIIUTIWLIUSIMNSENUSOY (HAZ)
lassadaganiaiuulugt (Benite) vy fanuudags udauss lwansizdie aunsausulss

AN EAUToUlAdE
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4.3.5 NISVAADILYDUWBNLIIENIET 5 : IiAuSouTuIUNeWaou (Preheat)

¥
a [

ﬁwms‘maaﬂL%amwaﬂﬂ’;Lvﬁwummamﬂm ASTM A572 Gr.65 2u1a 100 x 200 x 20

q

T Y

Taduns an1eh 5 laelranusaunduaunauniIsaau (Preheat) 150°C W@ausasiiy (Buffer

layer) #8a2ALT0AITNONN LATDINNIIA1TAY UTP 63 vuin & 4.0 43, 612 400 3.
Anszualnfiusemguanuuziilidenld DC/AC 100 - 130 Amps. WuainBeunuannsgy
DIN 8555 : E 8 UM 200 KRZ n3awfisulafuuinsgiu AWS A5.13:2000 — EfeMnCr, EfeCr-A5

Electrodes #a9antuyitnsidonneniaids (Hardsurfacing) AMUNMULSINSEUNN MagalnLdon
nonRudsansnendiy 1A3091u18115A1 DUROID 650 ESAB wu1n J 4.0 uu. 817 450 1y,

nsvualnnusenduanuuzilmndenld DCY, AC 130 - 170 Amps. dnaglunquu1nsgiu DIN

8555 : E 10-UM-65-GRZ w3eiileuleiiunnmsgiu AWS A5.13:2000 - EFeCr-EX Series Electrodes

4.3.5.1 sreunanmsitaulseunlun1smaaaaon dn12z# 5 : Preheating

4.3.5.1.1 fuUsNIFIUN158Y #0172 5 31U 4 Junagau

A157197 4-39 ArduUsnluidenseasiiu (Buffer Layer)

Junudl | wuadend | nssuadon | usetulaih | aondilumaden | gumgiifitunu | gumgfisswing
) V) (mm/min) #an°C Fudougean °C

1 1 110 DCEP 150 150 600

2 1 110 DCEP 150 150 600

3 1 110 DCEP 150 150 600

4 1 110 DCEP 150 150 600

A1519% 4-40 ArduUsTlddeunenuds (Weld surfacing)

Juend | uundeud | nssuadon | wseiulwih | arwdiluniades ouvnliituny | aumglisewing
(A) V) (mm/min) (ﬁl”]?jﬂoc %UL%EJJJQQQW °c

1 1 160 DCEP 150 150 600

2 1 160 DCEP 150 150 600

3 1 160 DCEP 150 150 600

4 1 160 DCEP 150 150 600

4.3.5.1.2 Funadauueau (Test Coupon) NlAAINaN1IzNAaRWN 5
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(2) FUNUNAABUNULTDUNDNLTY AN1IZNITNARDIN 5

JUN 4.44 Funuvedeun1slounanud an1izd 5

(3)  NINTIVEDUTOES MR TDUNDNUTIRIBVBAMAINTNTU(Penetrant Testing : PT)
gunudeuneniudsduiiaauniaungiivies lWharuazen wdwhnsesveaey
AENNSATIERURNAR ML LTaNnenudslinuTesLansnALLITe W lunsadeuMeBLMal

wnsn@uiteduduna Usingualinusssuaniniuidsuigui

UM 4.45 HANINTIAABUMYANTUNINTULUNTONAN 1IN 5

4.3.5.2 swaunanIsnageulassadiaunnia (Test Report : Marcro Structure Test)

116



M1571991 4-41 Test Peport : Marcro Structure Test nMsvnaesfionnonudsaniizi 5

PQR No- P051t%011: -
Received Date: 25 / September/ 2017
Project Name: - Tested Date: 23 / October / 2017
. ASME Section IX
Project No.: .
oject No Standard of Test: 2015Edition
Process: SMAW (DCEP) i
Type of Test: Macro Structure Testing
Material Specification: | ASTM A572 Gr.65 Eaui ' Serial N Dino-Lite Digital
Prehent 130 °C and 1 quipment / Serial No.: Microscope AM4115
B . reheat ~and Interpass
Heating Control: Temperature Control 600 °C max. Equipment’s Capacity: -
Filler Metal: UTP 63 + DUROID 650 ESAB Ambient Temp.: 24 °C. 48 % RH

1027 192128 Unk: mm Magnification: 51 » Teone

LUILHDUTDIRY

(Buffering) gy P
LUDLHDUWDNLYS

Weld Surfacing)

Tavgau wnvinau

5 lavizau (Base
N3wNU39U (Heat

Affected Zone : metal) linsznudou

HAZ)

| uu.tnulnn|x|||
3 4l 5l

PR ETEEE PP EEE R
‘ 6! | ,7! “‘sl- \l 9| / 1

JUN 4.46 wansnaaeulassaiavaadiethluimunndendesiteninlasaing

ANIAEIUANIUBIUNTIUNONUTY N7 5

93U 4.46 Huitnihdanuadenlassaiiaumniafiviinisinu wseenld 4 uinude
1. iiolavsnuuinadldlifunansenufouainniaifen (Unaffected Zone) 2. iilalanzau
vinadildunanszudouanmaden (HAZ) 3. dunuadousesitu (Buffer Layen) 4. duiile
Founanfiauds (Surfacing weld metal layer) Wuiidandiamezdideldldsimungaiiold
n373aeulATIasIegania (Microstructure) wazldidusuniaiinunganagauninuuwdganin

(Micro Vickerd Testing) salu

WULTONTBINU (Buffer layer) 2ga8tiun158aLAEI8aAAIULALAINATTUAFITOLUD

= & a v A = o ¢ ac ¢ o ¢ Y]
LYDHUNDNLLU usﬂﬂﬂ]a'ﬁ@Lﬂfﬁumimﬂiﬂﬁiq\‘]LW@ﬂiW-LWialaW‘Vﬁ@Iﬂ3333']\‘1@@3[;7]“1“14 BannNIg
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Wounenudwasldnszuaousn anudilunisdougeganinfiannsassufuale ieleeiulily
TangiilaaunasuazarsIuwauluiaauuiniiuly selunislansinendainisaudmann

AnuLdwenioainenlaenss viei3ani1fean1siiia Dilution lunsilousigatiuies nsdl

) a

nssmaansfiesnszuaengauiuluiaiuwuatondunniuly azdwaliidoweunenuds

v Y a .:4'

(Weld metal) Nlasuiiaaninsiininiusevgnananouimualiun

Y

4.3.5.3 F18UNANTNAHDULATIET199a01A (Test Reprt : Mircro Structure Test)

A15199 4-42 Test Peport : Micro Structure Test NMInAaeudouNenLI@A1IEN 5

PQR No: Position: -
Project Name: _ Received Date: 25 / September/ 2017
Tested Date: 23 / October / 2017
Project No.:
Standard of Test: ASME Section IX 2015Edition
Process: SMAW (DCEP)
Material Specification: | ASTM A572 Gr.65 s e Micro Structure Testing

Equ t [ Serial No.: 1
Preheat 150 °C and and Interpass [ ZIESS Primotech

Heating Control:

Temperature Control 600 °C max. Equipment’s Capacity: Maximum 1000x
Filler Metal: UTP 63 + DUROID 650 ESAB e T 23.6°C, 56 % RH
: S R Weld Metal

5UN 4.47 uanaqafyiinTsnsIaaeulaseaiaRanIATUNA@eUNARBUYRN aNdEl 5

4.3.5.3. 1idFuiiisulaseaineganiavusiiansgnuiou (HAZ) duusialanseauilidlasu

NANIENU5aUaNNISaN (Un-affected Zone) Tunisiiaunaaau dn1zil 5
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ASTM A572 Gr.65 Magnification 200X

FU9U (Base Metal)

USunsenuiau (HAZ)

HAZ : ASTM A572 Gr.65 Magnification 100X

HAZ : ASTM A572 Gr.65 Magnification 500X

1A59a51MANNE1AISUDU UIATFIU ASTM A572
Gr.65 NEMAINNTTUITINTOU YULALBUAUAT
(Rolled - Thermomachanic Quenched &
Temprered) filAssairsganianeslsv-iisalan
waziiifalaviaziBen wousunsnnszaneviall vu

TAseaseiumnesisy (Ferrite matrix) &v17

Uinansznuseulasuauiouguidsudulasaieoanu
Tuvuazddnsnisidudigaileaninndnndt HSLA fidiunas
sArfueutiesiiies 0.23%vihIazusnglassadiauniiny
a6 (Fe,O) 1luwiadudimiusingnszaremuuuiivaiiui

¥ @ £ v ] [l I ¥ I3
nsznuiouantes lassasisdiulngozidulassadiauuluy

4 ac I3 = 2 a0 v &

vsaiiisalariaziBoanuluuauden lassasisganiaiaaes

nsz1eeguulasiaieiu (Matrix) wesls du17

UM 4.48 dnvaizamaevedlasiaineganiauiiannsenusey (HAZ) duusnulavsauilild

SuNansENUSaUINNSTBY (Un-affected Zone) Tunnsitiaunn@ay @n1izh 5

4.3.5.3.2 Wisuifisunanmeaelnseasnegananuonsasiuiy wuadounanuds
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WUALTIDUTINY (Buffering) UsLIaLULTaN (Weld)

100 pym

UTP 63 Buffer Layer Magnification 100X DUROID 650 ESAB Weld Surface Layer Magnification 100X

50 pm

UTP 63 Buffer Layer Magnification 100X DUROID 650 ESAB Weld Surface Layer Magnification100X

\Welgeusesiiuainiliou UTP 63 1aseasnegania
Waieusvawmulusinueniila (FeMnCr austenitic
steel) nszaeMItUvulAsIas 19 uoRaLNUNAn

OAustenitic matrix) IAudnvuzANRTRsIRLTY

losrnnisTdan (Work hardening)

20 pm

—
DUROID 650 ESAB Weld Surface Layer Magnification100X

\Wodeunenuds (Weld surfacing) aantdes DUROID 650 ESAB Imﬂi\‘lﬁ%"lﬂ‘\;aﬂﬂﬂIﬂiLﬁﬁlﬁJﬂ’lﬂUﬁ (CryCe)

Wiuduwaudvu nseanevhluuulassasisiuesanuiin (Austenitic matrix) Wudind

JUN 4.49 dnwaiznmanevedaTeaiganIAUIIMNTENUToY , LUITaNTEINULAZUTINWWY

<4' I <4' < q‘
LYDUNBDALLUY I‘Nﬂ’]iﬂﬂaaﬂL?I?JZLIW@ﬂLLﬂNﬁﬂ’]’J%VI 5

4.3.533 lassadegamanuadounanuds 801zn1snaaai 5
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3UN 4.50 dnvazamangvedlasiaineganiausinunsenuseu (HAZ) , wuitieusesiiu (Buffer

layer) wavudounanuds (Hard surfacing layer) - Magnification 50X

sUfl 4.50 anansnouelédsil

(1) rilelavizauiminnd1 ASTM A5726Gr.65 Ustamunsenuiau (HAZ)
I#5unuieugningeingisuasulassairsganiadueeamulus wiidesannimdnndn
ASTM A572 Gr.65 fisamasuaul3uin 0.23% gnazatediiuminnailuaniisveuwds
(Solid Solution) fleuuidemiusasedmmidsdiviinumiveuatesnniisudiusig
wian (Fe) Wuwmdnnaslussadurselassadrsunsmulad (Martensite : FesC) Asusudu
findeaznduulassairsganaiy wiilosnsnsnsiduiigeiliinsulasanafsalad
Tanunsadalafudvilfldlassadrafisalaviaziden (Fine-Pearlite or Benite) faifu
lassaseganiaves HAZ azuszneulumelassadraunsinules (Martensite) [uuviadudiv
i wasiisalaviazBeaiunoudmnszarerhluuulassadieiu (Matrix) wladlsvidlfudy

fudum warillnduunduuiaunvasuazas azillassadueeamuluinnideden UTPE3

masuazats UL (Dilution) vunuiy PeiadudesnisiuBauasdosiunisunnuge

TRUTETMINATUT DY

(2)uSanilaeusasiiu (Buffer layer) anaadias UTP63
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wiulassadaiveeamuilan (Austenitic matrix) wazdlassasnsganineoanuifn wusnila
Usinadasidlonas (FeMnCr Austenitic) nszaneviluvulassasieiiu Wulassadramilentie
iEsuseInsudanazdasiunisunnugaseussninstuiion daudfnuudaiintuiesin

N5l (Work hardening)

(3) Wodeuwanuda (Hard surfacing layer) asmdey UTP LEDURIT65
Tilassadrsganiadrulngidulasdisuaisluduazaisusznouidedou (Chromium &
Complex carbide) annmdazdunmiuduoudsm nszasilseguulassadnaiiuoe
amudiin (Austenitic matrix) auitudeuazinionnss (Hard toughness) lasiiounns
luduazarsuszneuidedeu 1ulnseatraganmiaiudsiinnnuaiuisadiuniunisagngge
(Highly abrasion resistance) wazfilnduuiiduntsvanasuazats dunsunlasaadig
ana wUsnglassadesamuluvinniidoden UTP63 asuazanedusiiauu (Dilution)

iy eEsuIensivdauazlesiunisunnvanseuseninetuioy

4.3.5.4 51mmwamswwaaummLﬁlaqamﬁ‘z‘mwﬂaaumuﬁauwﬂaaaaquﬁ 5
A19719% 4-43 Test Report : Micro Vicker Testing : @019 5 : Heating control : Preheat 150°C

and Interpass Temperature Control 600°C max.

PQR No: Position: -
- - Py 5
Project Name: Received Date: 25/ September/ 2017
Tested Date: 23 / October / 2017
Project No.:
) Standard of Test: ASME Section IX 2015Edition
Process: SMAW(DCEP)
Material Specification: | ASTM A572 Gr.65 Type of Test: Miero Vickers Testing

Preheat 150 °C and Interpass temp. Equipment / Serial No - AKASHI 49683 MVK III

600 °C max.

Heating Control:
Equipment’s Capacity: 1 Kg-100g

Filler Metal: UTP 63 + DUROID 650 ESAB Ambient Temp.: 25 °C,48% RH

JUN 4.51 N13NAABUANLTI Micro Vickers Test Fuunadouiounanul an13zi 5
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A15199 4-44 HANTISNAABUAIULIITUINUNAADULY DUNDNRILTIANIEN 5 1USeususENINg

Tanza1u (Base metal), USaaunsznudeu (HAZ), vilevdousasiiu (Weld buffer layer)

waziiedouneniouds (Weld hardfacing) : UTP 63 + DUROID 650 ESAB Preheat 150°C

%128 HB (HRC) - Hardness HV 0.3Kgf Convert HRC

Item Weld Weld Weld Weld Weld Aade
ESAB 650 442.7 (44.7) 449.1 (45.3) 451.6 (45.5) 452.1 (45.5) 447.8 (45.1) 448.66 (45.22)
Item Buffer Buffer Buffer Buffer Buffer Auady
UTP63 374.7(38.3) 369.5 (37.7) 373.2(38.1) 359.1 (36.6) 369.5 (37.7) 369.2 (37.69)
item HAZ HAZ HAZ HAZ HAZ Atade
ASTM A572Gr.65 236.3(20.2) 248.4(22.0) 243.1(21.5) 254.4(23.1) 252.3(22.7) 246.86 (21.90)
[tem Base Base Base Base Base Auady
ASTM A572Gr.50 198.9 (14.0) 202.1 (16.0) 196.6 (13.5) 201.0 (16.0) 201.9 (16.5) 200.10 (15.10)

anundddesursanmideautfvestaglunisiuusenszshmanail asvhlfAnnsdeusunss
Wioruneg19e113 whoauudildlunisvageu

9INA5199 4-31 HansMAABUANLT STUMUNARB I d e NenAIuT AL 5 axnun
dlowSpuifisussninesmnuuiweslansau (Base metal) Aiflanauuduads 200.10 HV (15.10
HRC) wazUsansenuiou (HAZ) flArmuuiaade 246.86 HV (21.90 HRC) WuUAIAIAIMILTS
LANFNIRABYINAY 46.70 HV (6.80 HRC) @asnafulusssiumnuuddassadianesls-iisalasiile
Y041anIIunaNna1 HSLA : ASTM A572 G.65 Tililasunansznudousininsiden fuaanuuds
Tassasauisalaviagidunnseaiuuniuy (Benite) vadlaniganu ASTM A572 G.65 Usiaunsenuseu
9INNSEeN (HAZ) wlain HAZ fuunlpssadroudsuazudoussldiuszndeliunndnde sy
Lyildlassadensludisadu insimules wansdinnudasasefiazlifanisunndaliuuadon
(No underbead cracking)

mmmu%uﬁm%ammﬁu (Weld buffer layer) UﬂaLf:aL%aﬂajﬁiammuazmawam
(Pure weld metal) veamaLdouiadossnenisi UTP 63 Aeuldeiaianuudsnasgiuues
dordeniilsiflansarunan (Weld un-dilution) amndgudnfwualiuszanas 200 HB (15 HRC w3
199 HV) Wumndoungulassairaiameseamudfnuusnifalaadouss ieifou asdauuds
Wisdwiiosannsldau (Work hardening) Lﬁ'mlﬂgﬂé’ﬁq 350 HB (38 HRC %#39361 HV) 910113
naapsnUIAANLTedsiedensosituiild 91nnsneasaden anedt 5 Fslainunsly

'
Y a o =

MUY 369.2 HV (37.69 HRC) 39aani1A111a g 1uiEnann1vua tiesainditielans

WIANNAT ASTM A572 Gr.65 asuarargatsduuiiavuluiaiausesiy (Dilution of weld

buffer layer)
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dmdutuidedeunenuds (Weld surfacing) aaLdeuA3amI8nI5A DUROID 650 ESAB
JuaaiBeuliiodon (Weld metal) ndulassadrsganalasndounslud uazasludidedon
(Complex carbide) fifnenuudaiiowdon (Weld metal) nuuidminantmunogsening 55 fs
58 HRC

Tunsmeaeuaudounenuds an1zdl 5 feainilien DUROID 650 ESAB viuuuaides
sositu UTP 63 Fslilaifonfantfiduminndresammuiifinuusniia Tasndougs wuidremi

wisiadeiiiowlion DUROID 650 ESAB #ilé fle 448.66 HV (45.22 HRC) Faiimauudanininmn
WRsgIUAvTENgRaairualiuin Wesanndunisi@eunenviuwuiiieidediledenseiiy
(Weld buffer layer) UTP 63 n#asdazatsduuiionanluiiioidaunanuds (Dilution of weld

surfacing) $1uauaN vililedounenudsgeuiiag

4355 SIWNUNANMINATOULTINGZUNN (Impact Testing) Fusuiiasmanasaniazil 5
Tumetanmansuazlangineg) anuwiteinnsavesdan (Toughness) AoAINNENNTAVRY
Fanlunsgandundsnuuazanuiunudenadesuieunisuaniin nilduddiiaemiden
1lu anuwidleaunsavestan (Toughness) Aodurundssusewiiey3unsdiagiiaiansa
AANAUNGINY (Absorb) Aeuumniinyiseenanadladn anumileunsavesdan (Toughness) A
AuFuMUsensuAnTinYesTanlelaunmiiy (Stressed) luAAINLANAATENI19ANL
udausauarAUmiled (Strength and Ductility) 2933a9
nsmaaeuussnszunnluiSmmaaeuilodutiugunimuesianin dauanansagadu
wdrunaldundesifiedlanouwaninidemes lumsmeaeuusanszunnagldgndutmiiniinay
AU LI EIA NN SENURUNAADUIASTIY fignun ﬂi'aqagjmmaw%uwmﬁaﬂ’ﬁu%u
YADULANYINEBNINFUATITEBUN NasuaRTiAnaINInauazAIEvesiinimTnusEY
wdsmeundsnuliiutuneaey ndsnufigndielidunaaeuasgnldluasuuasusytan au

| IS

WANIADNITTUTEANS LU UEIUTIINSIULTINTEUNN (Impact Energy) Janiiiianuunssazdl

q

o

ArFunasuusInseunngsluraenianiusizasiiimdinunuiunsainszunnd Janninig

wilgrgeandnaglindsnudeniieUininsvesianigindt lumsviliianianisunninidenie

N133189UNANIINAADUKSINTZUNN FUTUTIB9UAIMETULIINTEUNNVBTan LI D ud

nageuUluLed wazAmaunlaazldusziliunaintaginumilortazauwdusiUsznouiu

= i = ' adg v

SnI1A1ANUMTEIUNIE (Toughness) a aaumgiilinaasu
ANEEITELATIINIINAADULITINTEUNNTUTRUNDNUDL @017 5 LWaUMIBNTEUIUNIT

Beulwildarndeusiundnd (Shielded Metal Arc Welding Process : SMAW) An131AT51u
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ASME Section IX 2015 Edition - QW-170 NOTCH-TOUGHNESS TESTS : QW-171 NOTCH-
TOUGHNESS TESTS — CHARPY V-NOTCH %NMBUﬂWiﬂﬂﬁ@ULLa3Lﬂ%@ﬂﬁ@@QUﬂiﬂjﬂ7§WﬂﬂaU
LﬁﬂulﬁffumiwﬂaauLLiﬂﬂ'ﬁszﬂmmmmg’lu ASTM E208 (Test procedures and apparatus

shall conform to the requirements of ASTM Specification E208) lANan19manaesnado Ul

v
v A

nszunn (Impact Testing) TUNAGDUULTBNNAADIAN1IEN 5 el

AN5197 4-45 Test Report : Impact Testing : anzdi 5 Preheating control : Before 150°C

and Interpass Temperature Control 600°C max.

Process:

SMAW (DCEP)

Standard of Test:

PQR No: Position: -

Project Name: Received Date: 25 / September / 2017
Tested Date: 06 / December / 2017

Project No.:

ASME Section IX 201 5Edition

Material Specification: | ASTM A572 Gr.65 Type of Test: Impact Testing
_ - Preheat 150 °C and Interpass Equipment / Serial No.: Impact Testing Machine
Heating Control: ) - o
Temperature Cantrol 600 °C Equipment’s Capacity: Swick / Roell 450 Joules
Filler Metal: UTP 63 + DUROID 650 ESAB Ambient Temp - 26 °C,61% RH

JUN 4.52 JunAdeuwsINTEUNITaunenuds an1iedl 5

ANSNAFBULTINTZUNNLUUYIFU Wesguiiiduliuuunsiuuaisnagey Aeuinsgiu

naaeuanURLBINavesian Useimaanigowsna ASTM E23 Junagaeutienin V-notch Charpy

Y v a

Specimen fanwuztiuuvisdivasuena 55 Jaduns warivtfndivas

v @

niEUUIA 10 x 10

fladwns vinsesidnsenarssoaduyu 45 osan dn 2.0 Tadiunes Ausesidsaliaaulas 0.25
fiaduns IunedoUIrINBYULLTIUATRIMAGRULTINTELNNTLLLINEY Tnelynsessuduvadey
Wiy 40 fadiues Aeunszunndanvauzduduiiyulatedou 30 s assdufiduvauning 4.0

v

fladuns SrlladulasUanedeu 0.25 Taduns JunaaeuazgninsludnuusiusasuInegnseiu

YUAUATUNNUINTENNVDIABUILALUINT NIV UNAADUS N ULV LA AL IR LA LTIAU
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AA1EAUNITNARA 3 90 (3 Point Bending) latuuddniL

PUNUAULUITOINUIN

a a

nnaved

Tudnuwuzad1giunITHENLN

aug3TelahFurunaassdeunenuds (Test Coupon) @n1iedl 5 1vnsaseuTy

A8 V-notch Charpy Specimen M1u193511 ASTM E23 91U3uTUnag@auusansewnnaadl

(3) Funeaeuiiadounenuds (Weld Hardsurfacing) 712w 3 Fufle W1, W2 uaz W3

(@) Funeaouiilodousosiiu (Weld Buffering) $1uau 3 Jufle BL, B2 way B3

1ANANNSNAADIAIT

A1599 4-46 HANIINAADULITINTEUNNWUUYIFU (Charpy V-notch Impact Test N1gauv

(Room Temp.) 4z 5

NAD9

Y

Height Width Height below Length V- notch Impact
Specimen Average
10+ 0.05 10 £ 0.05 notch 55+ 0.60 Angle Energy
e (mm.) (mm.) |8+£0.05(mm)| (mm) | (45:2°) | (J) )
W1 10.01 10.02 8.01 55.01 45° 87
w2 10.01 10.03 8.01 55.01 a45° 92 87
W3 10.00 10.00 8.02 55.02 45° 82
B1 10.01 10.01 8.01 55.02 a45° 195
B2 10.00 10.00 8.01 55.04 45° 201 194
B3 10.00 10.01 8.00 55.01 as5° 186

YDULUANITYDUTUNANITNAFDULTINTLLUNA (Acceptance critira) ﬁ?ﬂ’]’]ﬂﬁ?ﬂ’ﬁﬂ@ﬂ%U

U Y a o

WAUNA (Impact Strength) Ya4iiial¥ousasiiu UTP 63 Mus¥ndnanimvualife > 60 3a ()
dIUAIANAINNTOAATUNSIIUNG (Impact Strength) Bauiiloilauneanuda DUROID 650 ESAB
nsedld Usemnaaldlafmunld Juuiiterivualdnuanie Jsfieveulunnseeuiu auani1ie
a o 4' < & A a s < a
NINAaeddl 1, 2, 3 uaz 4 lnendannisieunentidaioonlasionaslus azudausiy e
ANUENINTANATUNGIUNG (Impact Strength) Andn LilelleusesituesamuilAnueniila UTP
63 FATUIIHANITNARBINIAIAIINAINTANATUNAIUNG (Impact Strength) YadLilelaunan
U3 DUROID 650 ESAB @n31AA1dA V8IA1AINAINITARATUNS1UNa (Impact Strength)

dgj dl dﬁl = Y1 1 U a o v a dl
VDUUBLYBUTDINU UTP 63 maqﬂlmflmuﬁuaummmaaamnmmmmﬂqNama’mmam
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(%
Y A

NTATIEINaNmagaeu ajulanad

A1919% 4-47 N15UTSIIUNATOULINNITEBUSUNANIINAADU Impact Testing 40195

. NaNITUILIAU WY
Specimen Impact VBULYANITYBUIUNANITNAADIUNIN “ o
v o o : (Accepted) %38 laiH1un13
No. Energy (J) | u1nsgiuriannivua age (J) v
883U (Rejected)
w1 87 \loida DUROID 650 ESAB > 60 Accepted
W2 92 \iloide3 DUROID 650 ESAB > 60 J Accepted
W3 82 \loida DUROID 650 ESAB > 60 Accepted
Buffer-B1 195 iloden UTP 63 > 60 J Accepted
Buffer-B2 201 loiden UTP 63 > 60 J Accepted
Buffer-83 186 loden UTP 63 > 60 J Accepted

A1 Impact Energy (J) vauflodauneniauds (weld surfacing : W1, W2 wag W3)

DUROID 650 ESAB 1A1ga > 60 J %agm’iwaumewam%’uﬁuﬁwaaLﬁaL%mmﬁu (Weld

Buffer : B1, B2 uag B3) UTP63 D03 H1uvUAN1580usunnninn1smaaey

ANLRAENANITNAADUKTINTZUNNLUUYISY (Charpy V-notch Impact Test ﬁqmmﬁﬁaa
(Room Temp.) odeusesity (Buffer layer : B1, B2 uag B3) iy 194 3a () ewdeunen
W29 (Weld surfacinglayer : W1, W2 uag W3) winiiu 87 9a (J) @indn 60 9a () foinruvauiun

NM5URUSUNANITNAGOULTINTZUNA (Impact Testing) MN@BITULUTDY

43.6 Msneasdaunanudsanigi 6 : lildarudoudusunaudau (No-preheat)

yhn1snaaosdounoniudeiusutannin ASTM A572 Gr.65 11A 100 x 200 x 20
faduuns anneit 6 ngldldanudouiitununeunisdon (No-preheat) (Wousositu (Buffer
layer) frgadnideuaisnentiu 1a3eananen1si1 UTP 63 vuin & 4.0 431, 812 400 1.
Anszualnfiusomguanuuziilngenld DC/AC 100 - 130 Amps. iuainiBeunuannsgiu
DIN 8555 : E 8 UM 200 KRZ n3awisulafuuinsgiu AWS A5.13:2000 — EfeMnCr, EfeCr-A5
Electrodes ndsantuviinisideuneniiauds (Hardsurfacing) #umiunssnszunn feainidon
wonAudaasnenyy 1A3esmuN8A15/1 DUROID 650 ESAB vuna & 4.0 ux. 812 450 13,
nszualiifuismgnanuuzdilndenld DCY, AC 130 - 170 Amps. noglunguannsgiu DIN

8555 : E 10-UM-65-GRZ viveiieulaiuannsgiu AWS A5.13:2000 - EFeCr-EX Series Electrodes
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4.3.6.1 sreunanmsitanUsanlunIaaawen dn12z9 6 : No-preheating

4.3.6.1.1 UsNIFIUN15IBY d01792H 6 U 4 Junadau

A15197 4-48 ArduUsiluidensesiiu (Buffer Layer)

Junudl | wuadend | nssuadon | usetulaih | aondilumaden | gumgdifitunu | gumgfisewing
(A) V) (mm/min) gn°C %y’ul,%auqﬂqm °C

1 1 110 DCEP 150 150 600

2 1 110 DCEP 150 150 600

3 1 110 DCEP 150 150 600

q 1 110 DCEP 150 150 600

AN5197 4-49 AduUsiildidounenuds (Weld surfacing)

Jued | wundend | nssuadon | wseiulwih | arwdluniaden | eamnfifitunu | gumgfisewing
(A) V) (mm/min) #1gn°C Fudougean °c

1 1 160 DCEP 150 150 600

2 1 160 DCEP 150 150 600

3 1 160 DCEP 150 150 600

q 1 160 DCEP 150 150 600

4.3.6.1.2 Iunagauueau (Test Coupon) NlAANEA1ITNAARMN 6

(1) FUNUNAFDUNUTBNNBNLTS @n1ENTNAaRT 6

JUN 4.53 Funuvegeunisliounenuda an1izi 6
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(2)  AINTIVEBUTBYSNRIMTUUTBUNBNUTIRIBVDILUAIUNTNTU(Penetrant Testing : PT)
Tunudsuneniudaiiuimamnfioamvgiivies luvhauazen wawinisnsiadey
men1snTIvdeUidauldonnenudlinusesunniuuiden thluasiaaeumevesvan

WNINTLLTREUTUND UTINYNUTOUWANT 1IN OURUILTN

> f

5UN 4.54 HANINTIAABUMYANTUNINTULUITONAN 1IN 6

4.3.6.2 S19UNANTNAEDUIATIES19U1NNA (Test Report : Marcro Structure Test)

M157199 4-50 Test Peport : Marcro Structure Test nMsnaaedfiounonuddniizi 6

PQR No- Position: -
Received Date: 25 / September/ 2017
Project Name: Tested Date: 23 / October / 2017
. ASME Section IX
Pri t No_: .
LEELD Standard of Test: 2015Edition
Process: SMAW((DCEP)

Matenial Specification:

ASTM A572 Gr.65

Type of Test:

Macro Structure Testing

Heating Control:

No-preheat and Interpass

Temperature Control 600 °C max.

Equipment / Serial No.:

Dino-Lite Digital
Microscope AM4115

Filler Metal:

UTP S63 + DUROID 650 ESAB

Equipment’s Capacity:

Ambient Temp.:

24°C, 48 % RH
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Result of Macro Structure test

7 0:17:34 Unk: mm Mopniheation: $.1X Toons

2 i v el o
Iodausaaniy LD UNDNLUY

(Buffer Layer) (Weld Surfacing

Layer)

USLUNTENUIDU

(HAZ) lanzau (Base

Metal)

1

U7 4.55 namsveaeulassanammaiiothlimungedesndaseoninlaseaing

f\gaﬂﬁﬂﬂ?u{mﬂ‘]GUGQLLU’JLGUE]QJWE]ﬂLL“N am"gw 6

mﬂgﬂﬁ 4.55 Wudinidauuadenlassadraumniadivininisine uwwoenld 4 UShude
1. elanzmuusnaildldunansenuieuannnisiien (Unaffected Zone) 2. Lielanzeu
Usnaiildsunansenudouninmsiden (HAZ) 3. Suwwndeusesitu (Buffer Layer) 4. duile
Wounenfawds (Surfacing weld metal layer) ﬁﬁuﬁéﬁ’qnénﬂmzﬂ‘i%’alm%ﬁmummLﬁaiﬁﬁ
nsradeulasasegania (Microstructure) wazldidusunisinunganaaeuainuudigania

(Micro Vickerd Testing) sl

WLTBNTDINU (Buffer layer) 2898t NUNISEALNIEAIIAAAINNAUINNAITUARIVD LD
= 2 a 1% = ~ % & acg ¢ A % & Y]
Wounwanwdd denldatatounlilassasiaasisn-isalaniuselasiasiseaamului ndnnis
A < v v A ° < A A Aavay ¥ oA v ag v
Wounenudanadldnseuaiiondl ausiluniswengeaauinaiunsaazujinle iiedesiudly
langiilaaunasuararsdunauluiiaauuiniuly wsslunislansinendaanisaudann
AuLIvanieatndoulaenss wseisenindednslia Dilution Tunisideudiantiuies

~ & a I = a A a = P a | v & A

nsdin1sAemmIdweinsruaenanfuluvseiauwutendunniiuly azdwaliileiey

< M v a ° I A av Y a a o 1
WeaNula (Weld metal) Nlasuiinauninsninfiusengninaingeumnualiuin
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4.3.6.3 T189UHAN1MAFAULATIE5199801A (Test Reprt : Mircro Structure Test)

A1519% 4-51 Test Peport : Micro Structure Test NMI7Aa0UToUNONLTIEA1IEN 6

PQR. No:

Project Name:

Project No.:

Position: -
Received Date: 25 / September/ 2017
Tested Date: 23 / October / 2017

Process:

SMAW

(DCEP)

Standard of Test:

ASME Section IX 2015Edition

Maternal Specification:

ASTM A572 Gr.65

Type of Test:

Micro Structure Testing

Heating Control:

No-preheat and and Interpass
Temperature Control 600 °C max.

Equipment / Serial No.:

ZIESS Primotech

Filler Metal:

UTP 63

+ DUROID 650 ESAB

Equipment’s Capacity:

Maximum 1000x

Ambient Temp.:

23.6°C. 56 % RH

5UN 4.56 uanaqad

a

o
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4.3.6.3.1 Wiguiigulaseaineganiauiiiansenuiou (HAZ) duusiialanseauildlasy

NANSZNU5aURINNISaN (Un-affected Zone) Tun1sitaunnsdau #0122 6

FU9U (Base Metal)

) A

ASTM A572 Gr.65 Magnification 200X

USunsenuiau (HAZ)

L AR et IR i, :
HAZ : ASTM A572 Gr.65 Magnification 200X

e T

EHR

HAZ : ASTM A572 Gr.65 Magnification 500X

v s

TAseas1amanNnAIASUDY UIMSEIU ASTM A572 Gr.65 HaAR
I “ o
3 nnssuiiindeu yuuazouAuda (Rolled -
Thermomachanic Quenched & Temprered) lasaa$n4
&\ I3 a6 s a s I3 a 4’11 A
ganiawleslsv-tidalaniuaziiisalariaziBon Nuvide
Taseadranaslsyt waudunsniiludelassadiaisalarivay

as I3 a
Wisalaviaziden

a P Vo v a < v
vinainsgnuieuldsuanuseugauasululasiadesanu
Tuviuazddnsnisdudigailesninudnnd HSLA fidunau
s1nA1SveuoeLiies 0.23% fis1g C srudafu Feldu
Tnssasansmulesi(Fe,0) uwindudmidniesusngnsyane

X A o P | ' <, v
AuLwBaaiuinsznuiou lassassdiulngavlulassade
wulwivsauisalaviaziBeaiuduuaudd lassadsgania

Visaeansyageguulasasaniy (Matrix) wesls dum

UM 4.57 dnvaiznmangvedassaieganiausnansemuiou (HAZ) duusnalanzauildle

SUNaNTENUSaUINNNITWaY (Un-affected Zone) Tun1suiaunnd@ay @nnizi 6
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4.3.6.3.2 \Wiguiflsunanmenglassadisgananundousasiuiu wundaunanuds

HUALYBUTDINY (Buffering)

UTP 63 Buffer Layer Magnification 100X

UTP 63 Buffer Layer Magnification 100X

USIauuLay (Weld)

DUROID 650 ESAB Weld Surface Layer Magnification 100X

DUROQID 650 ESAB Weld Surface Layer Magnification100X

iloideusesituainifon UTP 63 & Tasadsiiu
ooamuluil (Austenite matrix) uudiniuas
lassasraganimeeamuluiuuiniia lasiflvuas
(FeMnCr Austenite) 5z 9187Walassas19iiu
fnadnvuzanuudasifintudesainnisldou

(Work hardening)

20 pm

|—]

DUROQID 650 ESAB Weld Surface Layer Magnification100X

\adeunanuds aanau DUROID 650 ESAB lilassadnsganialasiflonaislus (CruCy wazaislug

Watau anwazidulaurnszaneviluuulasiadsiiuesamudifn (Austenitic matrix) Msiudunum

5UN 4.58 dnwazn g vedlasiaiingan1ausiiunsEnuIey , Luiieausesiuuaz s

Wounankde Tun1snaasdouneaniia@niiem 6
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4.3.6.3.3 1AS9E3199001ALUITINNDNUYY EA1ILMINARABIT 6

UTP Ledurit65 + UTP63 + HAZ

e ‘: '.:?‘
g 2 . “s_‘ Iﬂ'i

T
N

Sreeeamulu

v
R
~ .k,

JUN 4.59 dnwaznmagvedlasaineganiausiiunsenuieu (HAZ) , wuiiieusesivu (Buffer

layer) wazwudounenuds (Hard surfacing layer) - Magnification 100X

sUit 4.59 wenesungléddall
(1) (ifelanzarumdnndr ASTM A572Gr.65 Usamnsznudau (HAZ)

Iiuanusouginingaingd vililassairaneslsvi-dsalavivdeudulassaisooamulus

figungiige awnsaazaresinarsusy (O 0.23% thswdafusinmdn (Fe) luaanay
arsaransesuds (Solid Solution) Hamua vinARTERTINIEUFIZeNAISUDLUIEIL
wenfliiusudiiusigman (Fe) nanaiduansusznoumsluasadunnsinules (Fes0)
smASUsudumAeaznduAuanwis Wulassahadsalasiudidoindnsmaiusdaig,
nsuiisalaviddduilonalafuizeldisalariavBeavderuuludt (Fine pearlite or Benite)
Fadulassadsiiufauazudauss mnamelassaiugamaiiuamiolassadrsfiumeslsy

(Ferrite matrix) filassadraunsinuled Miuluwiadudnibndes unsnigUuegiiv

Tassasravuluinseiisanlanazideaiiudunauaiunsnadunily wasilnawuLduLus
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wnnasuazats axdlassaisosmuluiannideden UTPe3 nasuazatstuuiovy
(Dilution) Wity eiasuFesmstuiauazdesiunisuanugaieussvietuien

(2) Vianiladeusasity (Buffer layer) naIndon UTP63
Tssa¥rsqaniadulassadteiuooamnuiiin (Austenitic matrix) dnnmiuiduiium uasd
Tnssa$raganinesamuddnuusnida lasillongs (FeMnCr Austenitic) unsnnsgaievialy
Hulassadanien Psaduiesnsiuiauasdestunisunnuassoussinsiuden fauh

AU inTUsRNA5IE9L (Work hardening)

(3) wiat¥auwanude (Hard surfacing layer) anni¥au UTP LEDURIT65
Tilassadganediulvgidulasdonasluduazaisluddstou (Complex Carbide) waud
& 1 aa . . A 2 & a v Y
Y1INTELUUIULATIaTiueeawmuilfn (Austenitic matrix) iuduiuding Induudy
wlawavaataraly Muuiduwiaealasiasnegania ssusnglassasvesanuluiainiie
\Weu UTP63 nasuazatgfuuniauu (Dilution) nuniuu digtasusein1sdudauazdasiuy
MILANNaAToUsEHINTUTeN widndeunanwdsluiedsvilinnuuwlwenioweunen

w9 DUROID 650 ESAB anasiin

Ldnugaunnsesniiduiuuavasuazaie (Fusion Line) uaglinugaunniadluiiiaitoy

599U (Buffer layer) waziila@aunanuds (Weld surfacing)

4.3.6.4 5'1amuwamswmaa‘ummLL%aqamﬂ%uvmaammL%aumaaaam'wﬁ 6

A15197 4-52 Test Report : Micro Vicker Testing : an1ed 6 Heating control : No-preheat

and Interpass Temperature Control 600°C max.

PQR No: Position: -
— - Py >
Project Name: Received Date: 25 / September/ 2017
Tested Date: 23 / October / 2017
Project No.: ASME Section IX
Standard of Test: - > >ection
Process: SMAW (DCEP) 2015Edition
Material Specification: | ASTM A572 Gr.65 Type of Test: Micro Vickers Testing

Equipment / Serial No.: AKASHI 49683 MVK III

No-preheat and Interpass
Temperature Control 600°C max.

Heating Control:
Equipment’s Capacity: 1 Kg-100g

Filler Metal: UTP S63 + DURIOD 650 ESAB Ambient Temp.: 25 °C.48% RH

135



jrlr:|.|‘lx|1 wblll.:||\
3l q 5 6! 7

“i IH‘xI I
L9

8

JUN 4.60 N1SVAABUAINLTY Micro Vickers Test FunuMadauLiaNnanula an1ieil 6

A19797 4-53 NANISNAADUAMNULIITUINUNAADULY DUNDNEILTIEN1IZN 6 1WTaUTeusEnIg

Tanga1u (Base metal), USLaaunsenudeu (HAZ), tiletdousesity (Weld buffer layer)
wezilodeumeniiauds (Weld hardfacing) : UTP 63 + DUROID 650 ESAB

%98 HV (HRC) - Hardness HV 0.3Kgf Convert HRC

item Weld Weld Weld Weld Weld Aade
ESAB 650 413.8(42.2) | 405.0(41.3) | 429.7 (43.6) | 430.5 (43.7) | 420.6 (42.8) | 419.92 (42.72)
ltem Buffer Buffer Buffer Buffer Buffer Aade
UTP63 243.0(21.0) | 252.3(22.7) | 256.1(23.4) | 239.6 (20.3) | 251.2(22.6) | 248.44 (22.00)
ltem HAZ HAZ HAZ HAZ HAZ ﬂ'ﬂLQ?ﬁIEJ
ASTM A572Gr.65 | 226.1 (20.0) | 238.1(20.2) | 246.1(21.6) | 244.2(21.2) | 241.1(20.6) | 239.12(20.72)
ltem Base Base Base Base Base Anade
ASTM A572Gr.65 | 198.9 (14.0) | 202.1 (16.0) | 196.6 (13.5) | 201.0 (16.0) | 201.9 (16.0) | 200.1 (15.10)

anundsldaiursanimuieantfvesianlunisiiunsinssyimiena fasviliianis

a | 1 1 1 i
L‘UfﬂEJiJEUVINMﬁ@‘UTﬂﬂEJEJ’Nﬂ’]’Ji negaNuwlsnllunisnageu

a =Y P a @ PN !
NI 4-53 HANIINAFDUAITULLVIYUINUNAADIUYDUNDANILUIANNILN 6 ILNUIN

WalUSeuileuseniInemnundavadlangaiu (Base metal) NdA1Anuwdaade 200.1 HV (15.10

HRO) uazuSansenusou (HAZ) fidAianuudands 239.12 HV (20.72 HRC) wud1AALLT

LANAIARAEWINTY 39.02 HV (5.62 HRC) %aﬁﬁi%mﬂﬁhﬂﬂqqmn UnA lanzaundnnan HSLA

ASTM A572 Gr.65 Usiaadlailanansenuiau (Base metal) aziilassasieganianesa-tisalan

waziisalaviaziden FeunNITRlansIIuUsSIIUNTENUSaUINNNSToY (HAZ) TANANULTS

InalAesiuusnaldnssnuiou wlalwuinsenuseu HAZ Jumnlassasnganiadisalaiasidun

wioiuuluyi (Fine pearlite or Benite) lulgansludunsinuledifinnuudegendndunn aauuden

TnalAseiunans femnuvasadenagliiianisuaniilawuaday (No underbead cracking)
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Arauudaioideusesiiu (Weld buffer layer) Undidleideuliiflans suazaronay
(Pure weld metal) veamaLdouadosnensin UTP 63 Aeuldendainnuudanasgiuues
dHodeuiliilavssnunay (Weld un-dilution) anngkanfwmualiuszann 200 HB (15 HRC 3o
199 HV) umedeungulasaiiaganneeamudfnuuniiia laadeugs Wedounsdanuuds
dnduiilesainnisldary Work hardening) titsilugalddia 350 HB (38 HRC we 361 HV) 91n
nsnpaesnuiaauduedaioifonsesiudld annvnaeaden annedl 6 Silaiiunis

'
Y a o A

Tgauminiu 248.44 HV (20.00 HRC) #9a9n1ANIRIFIUNEREAT MU HsanTitialansu

Y
(% '

\MENNET ASTM A572 Gr.65 nasuavatsatsiunnIeduluideidousesiiu (Weld dilution in
buffer layer) 11N

dmsutuidodeumenuds (Weld surfacing) aanLdauA3amNIEN15A1 DUROID 650 ESAB
JuaaiBeuliiiodon (Weld metal) ndulassadrsganalasndounslud uazasludidedon
(Chromium and Complex carbide) feauudailodon (Weld metal) auus MEHANIMUA
98381319 55 14 58 HRC

Tunsnaaeuudeunenuds anzdl 6 dreainden DUROID 650 ESAB viunwaioy
soeiiu UTP 63 dsliiladeufiaudidumanndreaamuili nuuaniia lasifluues nudnAmy
wHuadeiileiiou DUROID 650 ESAB #ilé fie 419.226 HV (42.72 HRC) Faauudeinine
mmgmﬁu‘%ﬁmgwamﬁmumﬁmﬂ osannsideuneniununiisadelidedousecitu (weld
buffer layer) UTP 63 naouavareTunIenauluiie dounenuds (Dilution in weld surfacing)

F1uunn vilvanuLdadoeunenuiiaudiag

4.3.6.5 FIBUNANIINATIVLIINTZUNN (Impact Testing) IUULYBUNARBIANIEN 6
Tumetanmansuazlanging) anuwiteinnsavesdan (Toughness) AoAINNENNTOVRY

Tanlunsgandundinuuazanuduniudensidesuieunisuanin nilddumdndnanuntey

=

14v7lU auwmileawnssvesian (Toughness) Apdnuiundsnudeniigsunsiianiauise
A v J % =) ! Y1 < ! % A
AANAUNEGINY (Absorb) Aeuuaninyiseenanadldin Anumiteunsavesdan (Toughness) A
ANAUMIURBNIsuANnvesTandlolasuamLAY (Stressed) LuAIAINENAATEWINIAIN
WL IImazANMED (Strength and Ductility) o470
nsnadeuksinszuniludsnisvageuiiieBudunmunmue 13ani Tauaiuisagedu

nanunalaandesiieslaneuuanvinidenie lun1smegeunsinseunnagldgnauiininingu

1%
! ° CY 1

ANNVINWULOUIIENAINNNTENUTUNAFBUNINTTIU NIYNUINTBI0ENTINANTUNULNETIAUTY

VNFBULANTINDBNIINAUATITOBUIN NEIUIAUNANINIIAKAZAIUSIVOIFUUNTNUIEI
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gasneHunInulAiuTunaaey wasnungnatelitunaaeulzgnltluisudsuslian au

[} a

LANVINANITTAUTEANAIUUAIUTIINAINULTINTZUNA (Impact Energy) Tanndanuunssazl

q

' '
- (% ISP [ (% o ]

ArFundanuLsanseunngeluvauenTaguszasiiamasnunuiuisinsswnnen Jagniaiiy

9

wilgrgandnaglindsnudeoniiedsuinsvesianigindt lumsvilidanianisuaninidenie

Y 9

'
1 v v LY =

NN8UNANITVAZOULTINTEWNN FnTusieruamdeunsinszwnnvesian i duiuy
NAdaUNULeY wazAnauiiliazlduszilunainTandanumieinasanuudussusznauiu
SenIAAUmileanse (Toughness) o aaungiinldnaaay

va o

ﬂm%ﬁj’lﬁlﬂ‘lﬁﬁﬁﬂﬂiﬂﬂﬁ@ULLiﬂﬂiSLLWﬂ%ﬂL%BNW@ﬂLL%Q ﬁﬂ’]’l%‘ﬁ 6 L%@Mﬁ’lﬂﬂi%U’JUﬂﬁi
Feulniinl¥armBeniundnd (Shielded Metal Arc Welding Process : SMAW) #131311715514
ASME Section IX 2015 Edition - QW-170 NOTCH=-TOUGHNESS TESTS : QW-171 NOTCH-
TOUGHNESS TESTS — CHARPY V-NOTCH dunaunisnnasuuaziaissiioogunsninnsnaaeu
Lﬁﬂulé’fﬁ'um’iwmaauLLiﬂﬂ’iszﬂmmmmigm ASTM E208 (Test procedures and apparatus
shall conform to the requirements of ASTM Specification E208) lANan1smaaesnado Ul

nszunNn (Impact Testing) TUNARDUIULTBNNARDIAN1IEN 6 il

A15797 4-54 Test Report : Impact Testing : anzdi 6 : No-preheating control : Interpass

Temperature Control 600°C max.

PQR No: Position: -

Project Name: Received Date: 25/ September / 2017
Tested Date: 06 / December / 2017

Project No.: ASME Section IX
Standard of Test: > _?CI;‘ID]]

Process: SMAW (DCEP) 2015Edition

Material Specification: | ASTM AS72 Gr.65 S s les Tmpact Testing
Equipment / Senial No.: Impact Testing Machine

No-preheat and Interpass
Temperature Control 600 °C Equipment’s Capacity: Swick / Roell 450 Joules

Heating Control:

Filler Metal: UTP S63 + DUROID 650 ESAB Ambient Temp.: 26 °C.61% RH

JUN 4.61 FunAAULIINTZUNNNIUTOUNDNUTY @N1IZ7 6

138



NN3NAABULTINTEUNALULYISU wesgrunitdunduuunsimunisvegey feunsgiu

nadeuanURLBINavesian Useimaanigowsna ASTM E23 Junagaeuienia V-notch Charpy

'
Y v a v @

Specimen fidnwaziIuuisdindenen 55 Tadwns wazivihdadindsndniavuin 10 x 10
fiadwns vinsesidnsananssenduyy 45 a3m dn 2.0 Tadwns Ausesddisaliaaulds 0.25
f0Bluns TunnaeuIrIvRuLLlATamAdeULTINSEUNluLLALE TneflyasesiuTunadey
Wiy 40 Tadwns deunszunniidnuvaziluduliyuvatadou 30 s assduiiduvauning 4.0
foduns Yadiauldsatedou 0.25 Tadums Funasouargnidludnuaiusosuinognaiy
drufuduiininnszunnvesieuasfidnun mansdunaaeudnumsdilfAnusiuazussi

AREAUNIINARA 3 90 (3 Point Bending) laluuddnfiiinagagludnunzadigiunsinums

PUUAMULUITOINUIN

ﬂmzﬂﬁé’slﬁﬁw%umumamL%auwaﬂwﬁa (Test Coupon) @n11ed 6 UM BT
NAdaU V-notch Charpy Specimen auunsg1y ASTM E23 TR ULSIN TN
(1) %umaamﬁm%amwamvﬁﬁ (Weld Hardsurfacing) 9717u 3 %uﬁa W1, W2 laz W3

(2) Funadeuiiloidousesiiu (Weld Buffering) $1u7u 3 Fufte B1, B2 uaz B3 léwanis

[

&
NAADIAIU

A15199 4-55 WANISNATIULTINTZUNNUUUYI5U (Charpy V-notch Impact Test #

9auUHWe (Room Temp.) dA1EN 6

Height Width Height below [ Length V- notch Impact
Specimen Average
10+ 0.05 | 10 + 0.05 notch 55+ 0.60 Angle Energy
e (mm) | (mm) |[8+0.05(mm) | (mm) | (45£2°) | (J) )
W1 10.00 10.02 8.01 55.01 45° 79
W2 10.00 10.03 8.01 55.01 45° 75 80.3
W3 10.03 10.01 8.02 55.00 45° 87
B1 10.01 10.01 8.00 55.00 45° 201
B2 10.00 10.00 8.01 55.04 45° 205 199.3
B3 10.00 10.01 8.01 55.01 45° 192
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VOULIANITYBUIUNANTNAABULIINTZUNN (Acceptance critira) AMAINUAINTOAATY

Y a

WAUNA (Impact Strength) Ya4iiialousasiiu UTP 63 Mus¥nguanimvualife > 60 3a ()

FIUAIANUAUTANATUNGIIUNG (Impact Strength) yauieideuneanuds DUROID 650 ESAB
nselld Usendnaalilafmunld Juuditeivualdnuanis sfieveuiunnseeusu auaniie
nsnnaesd 1,2, 3 uaz 4 lnsudnnindeunenuiaiedenlandouaisludezudale
fenarmannIngadundsnuna (Impact Strength) snh iileidousosiiuseanuiifinuusniia
UTP 63 fatudinan1mmaaesiAiamainsngadundsaiuna (mpact Strength) vasiiloidou
wenuds DUROID 650 ESAB ganinedingn vesenmuanansagedundssuna (Impact Strength)

'
Y a IS

YoullaigaNsiiu UTP 63 Feasulainsiuveuiunniseausunuuseninanaine

Y

Y

MyATIERanmegey asulanad

A19199 4-56 N1TUTELHUNATIULIANITERUTUNANIINAGOU Impact Testing @12z 6

YDUANITIIUSUNANIINAFDU | Wan1sUTeliu Wy
Specimen Impact o - o . “ w e
ANLIASEINERANTIUR fAdn | (Accepted) wia laikinu
No. Energy (J) o
(J) N1589U3U (Rejected)
w1 79 iloideu DUROID 650 ESAB > 60 J Accepted
W2 75 \loide DUROID 650 ESAB > 60 J Accepted
W3 87 \iloide DUROID 650 ESAB > 60 J Accepted
Buffer-B1 201 oo UTP 63 > 60 J Accepted
Buffer-B2 205 iloden UTP 63 > 60 J Accepted
Buffer-B3 192 oo UTP 63 > 60 J Accepted

NUYLYE Impact Energy (J) vauflolauneniands (Weld surfacing : W1, W2 wag W3)

(% '
v [

DUROID 650 ESAB 1fga > 60 J %aqmdwauLsumﬂ’]iaam%’wuumfuaaLﬁaﬁammﬁu (Weld

Buffer : B1, B2 wag B3) UTP63 fadns1uvaulunn1sgausunnniyiin1snagey

ANLARUNANTNAFOULIINTLUNNUULUYISU (Charpy V-notch Impact Test figaumgiivios
(Room Temp.) Hlawdousasitu (Buffer layer : B1, B2 wag B3) wirfu 199.3 3a () dlodeunwen
W9 (Weld surfacinglayer : W1, W2 wag W3) winfu 80.3 98 () genda 69 9a () oy

VOULIANITEONTUNANITNAABULITINTZWNN (Impact Testing) @It UG oM
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437 A1SNAADBVIUNDNLIIENIEN 7 : AU uTUIUNe UL (Preheat)

mu%au%umui’aamw ASTM A572 Gr.65 ¥u19 100 x 200 x 20 dadluns amw‘ﬁ 7

LlWausasiiu (No-buffer layer) wliANuSaUNTUIUNBUYININSTOU (Preheat) 71 150°C way

YINSWBNNENRINTY (Hardsurfacing) AUMIULSINTZUNN FIUAIALTBNAITHONTYN LATOINLNY

A3/ DUROID 650 ESAB wunn & 4.0 3. 8717 450 aial. nsualniiuismguanuugihlmndentld
DC*/AC 130 - 170 Amps. (uainifeudnoglunguniuuinsgiu DIN 8555 : E 10-UM-65-GRZ

3L ulATuNINTEIU AWS A5.13:2000 - EFeCr-EX Series Electrodes

4.3.7.1 s199unan1sidnnUsanlun1snnasaon 80129 7 : Preheating 150°C

4.3.7.1.1 fUsniglunisay @n12gi 7 37U 3 Junadau

A15199 4-57 AdUSALTIUNITIWauWENLTY AeadITaunankds DUROID 650 ESAB 3117u

FULON 1 YU

Funudl | wuadey | nszuadey | dansvual | audslunisiden gamniiPreheat | gamqiiszning
A) eu (rmm/min) Funu°0) %uﬁauq&qm
°0)
1 160 DCEP 150 150 600
2 160 DCEP 150 150 600
3 160 DCEP 150 150 600
43712 Funedeusudeuiildainaniiznisvaansii 7

(1) TUNUNAADUNISIDUNDNLDS AN1ILN 7

NeT? AB72 G 6%

JUN 4.62 JunedouNSWRNNITVIARDY @N1IEN 7
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(2) MIRTIREeUTeEd MRMTLLITouNeNLT siE e MaIMNINTL (Penetrant Testing :
PT)

ihturudeumenfudsannedl 7 Adusawunfigumgiivies luvhenuazen wdwhnig

nsavaeuiIenImTaeufiialinuifisosunnniuuaden yniunaaey wagtndusu

Founaaeuluinisnsaaeunaduiiusevosvaunsndy linuirdisesunniniuuidon

fnoglusedulaifsonunnd1n uifiswsu (Porosity) iRntufiuuadonsts 3 Suidesanlilévh

nseUaIBNLarTUIUlldEO IR Ne

£ Pl — i

5UN 4.63 HANIATIAABUTOININIEVDUNAININTURIMTUUAIDUTUINUTDUNARDY AN1IEN 7

4.3.7.2 S199UNAN15A52980ULATIES19U%AA (Test Report : Macro Structure Test)

M151991 4-58 Test Report : Macro Structure Test nsvaasdounenidsaniigi 7

PQR No: Posnfou: -
Received Date: 25 / September/ 2017
Project Name: Tested Date: 23 / October / 2017

Project No.:

Process:

SMAW (DCEP)

Standard of Test:

ASME Section IX
2015Edition

Maternial Specification:

ASTM A572 Gr.65

Type of Test:

Macro Structure Testing

Heating Control:

Preheat 150 °C and Interpass

Temperature Control 600 °C max.

Equipment / Serial No.:

Dino-Lite Digital
Microscope AM4115

Filler Metal:

DUROID 650 ESAB

Equipment’s Capacity:

Ambient Temp.:

24°C, 48 % RH
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Result of Macro Structure test

AZ2D 128021024 201711027 192038 Unik: mm Maanification: 1€.0x 222

ol Taunwanuda
(Weld Surfacing
Layer)

Usunsgnuiau
(HAZ)

laviganu (Base

Metal)

JUN 4.64 nan1svaaeulassadiumanaietluiungndeind osaunmlagsasng

aNIAEIUAUBILUTIUNONUTY N7l 7

IN3UN 4.64 NunnthdauuiienlassaiaunaiaivinnisAine udseenls 3 usianAe
1. Welanzauvinailidlasunansenuiouainnisitien (Unaffected Zone) 2. Lilalanganu
UShuflasuransgnuiauanmsidien (HAZ) 3. fuiileideunenidauds (Surfacing weld metal
layer) WuddanaaneIdelaldiungaieldnsivaeulasaiiegania (Microstructure)
wazlfidusumlsinunganeaeunnuuiisgania (Micro Vickerd Testing) sialy

1 ‘ﬂl ‘&’ o ¥ LY 1 = a 1

n15biliausesiiy (No-buffer layer) azvinlvivnfiinatsgisgninie o1ailinasaniny

JULsTazAnAUAUIINNIsUARUBd BT NeNLT esnvInANBargusE MUY
Y = < v 1% = ° a = | oAl a way v oA

wannswennenuderaslinssuaoud aaslun1senggainansaasujuile e
Josiuiililansilonunasuavarsdunnanluiisienyniiuly wielundanginedenis
autRanauwdwenioainfoulnenss wiasanindesnistiia Dilution Tunisilousian
) = S a I3 = a 4 a - ¥ a \ v &
Tuee nllnsAsAImIiweinsewaweNguiuluvsalAuwuendiunnfiuly azdwalviile

- < M vo o ° I A aw Y oa = ° v
Wounenula (Weld metal) lasulinaunimindnnusengndnaiadouriualiunn
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4.3.7.3 1891UHaN1INAaULATIE3199801A (Test Report : Micro Structure Test)

A15199 4-59 Test Report : Micro Structure Test nMsvnaedfionnonidinis angh 7

PQER No:

Project Name:

Project No.:

Process:

SMAW (DCEP)

Material Specification:

ASTM A572 Gr.65

Heating Control:

Preheat 150 °C and and Interpass

Temperature Control 600 °C max.

Filler Metal:

DUROID 650 ESAB

Position: -
Received Date: 25 / September/ 2017
Tested Date: 23 / October / 2017

Standard of Test:

ASME Section IX

2015Edition
Type of Test: Micro Structure Testing
Equipment / Serial No.: ZIESS Primotech

Equipment’s Capacity:

Maximum 1000x

Ambient Temp.:

23.6°C,.56% RH

€an
c
=D

144

Weld Metal
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4.3.7.3.1 Wiguiiiguananelaseadieganiaseudnelanzaruiliinansenuiou

(Un-affected zone) Ustiaunsznuiou (HAZ) uaz uSamuitisunanuds (Weld surfacing)

JU9U (Base Metal)

USunsenuiau (HAZ)

ASTM A572Gr.65 — Magnification 100X

ASTM A572Gr.65 — Magnification 200X

ASTM A572Gr.65 — Magnification 500X

]

20 ym|
]

HAZ- magnification100X

HAZ- magnification200X

HAZ- magnification500X

USIauuLau (Weld)

DUROID 650 ESAB —Magnification100X

DUROID 650 ESAB-Magnification200X

20|

—

DUROID 650 ESAB —Magnification200X

lassadneganialanyaruily
A5gNU3 08U (Un-affected zone)
N5 NN INa e AV T U
Tassas1anutwastsyt (Ferite

. a o & 2 as
matrix) waudandulassasiaunisa
1avl waziisalaviazidanunsn
Pl

lassaseganialangauusian
nsgnuieu (HAZ) Usinglaseasns
wulurselisalanazideaunud
fnszareiluuulaseadiaiiy
waslsn(Ferrite Maxtric) dv17 1y
AeUsIng flassadsnsmuled
Judududinniosan wdnndn
ASTM A572Gr.653Cogie10.23%

Tassafagamealanzauuiiude
WWaunenuda(Weld metal) 1iiu
wnudvfelasas1lasidounis
Tuduazasumdstiou nszaneshly
vulassadrsfiuooainudin
(Austenitic matrix) &1t TAseasng
ganialasiflsun1sludazuds

ATUNIUNITATAQEN

JUN 4.66 dnuynrn1maevedlATIEINaNIAUTINLUILTEN an1gh 7

4.3.7.3.2 Tassa¥eganiauualiounanuds dn1ien1snaaasii 7
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DUROID 650 EAB + HAZ ASTM A572 Gr.65

&l Y ) L > :
(1) itanzsuusionliinaznusauiay (Un-affected - Zone)

HAZ : ASTM A572 Gr.65 + Weld DUROID 650 ESAB - Magnification 50X
JUN 4.67 dnvaznmangvedlasiaineganIAkulYen IINNINARBIYEN an1gi 7

IN3UN 4.67 anunsnedurglanall

(1) Tanzaumanndna ASTM A572Gr.65 usaadlinsznuiau (UN-affected Zone)
LRANNET ASTM A572Gr.65 Wdna1nn335u353a%ou yuuwazeududl (Rolled

[

Thermomechanical Quenched and Tempered) filassa3naganiaosisi-iisalaniuas

v
A = 1

disalaviaziBon lasaadisiiumeslen (Ferrite matrix) Ransanainguiduiiudenn dau
Tnssadrafisalavinasiisalaviasdonasdunavdmnssasegiluulassadsitume sl
(2) UStamnsznuieuainnsifien (Heat Affected Zone : HAZ) @nndn HSLA : ASTM
A572 Gr.65
USnunsenudeu (HAZ) ldsumnudeugeauasulassairaloslsyi-isalasiiuasudy
lassadsovamuluviaunsoazalesinaisuau 0.23% Wsudiiusieuan (Fe) Tuaniig
asazarsueands (Solid Solution) lsmumiileuuaidendsnsnisdugs mfueuusduas
sadatusmin (Fe) laliuninifaduaisusznouasludisadumnsinuled (Fe,0) 519

s | d' A v oA a k4 a s ¢ A v < v &
ﬂ'ﬁ‘U’e)‘lJﬁ’J‘L«WIL‘Via@ﬁ]%ﬂaﬂﬂuaﬂ’]‘wLﬂiﬂmﬂiﬂﬁi’]ﬂLWﬁﬁlﬂﬂLmLUEN‘\]']ﬂ’e)Gﬁ']ﬂ’]’iLEJUG]'JL’i'JLﬂi‘u
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(3

Wisalaviddiilenmalafiuf 3eldiisalaviaziBunniounluvi (Fine pearlite or Benite) &4
Dulassadeiudauazufuss anamdrelassairaganiaiurndelassadeiiunosls
(Ferrite matrix) Tlassadnaundinules (Martensite : Fe,C) iviufuwiadudinidniosunsn
Ugduagiulassaiauulwiviaifisailanasiden (Fine pearlite or Benite) WauALNINARU
nsvanevuntuily weelnduunduulaaavasuarane axilaswadosamuluviannile
deu UTP63 nasuavastunniouu (Dilution) vunuiy dreiasuiesnsdudauasdosiu
ﬂ’]iLL@ﬂMQ@f@UiBWﬁN%ﬁL%@N
Lﬁaﬁ}auwam@a (Weld surfacing) : DUROID 650 ESAB
UnAduidouusnarildruvedanziilosu (Base metal) azanefuunau (Dilution) wazas
e aaslududond2 wie uils luntsmeasadumsdonduioniliilaswedanes
15vi-1fisalast (Ferrite-Pearlite) annlansanu ASTM 572 Gr.65 nasuavateiunwayluile
Founanuds (Weld metal) w1n eideuneanudsiilassasisganialasidonaislud
(Chromium carbide) wagmsluadsdou (Complex carbide) [ulauaas MuULAYL KsaaU
a$lud andiudunmiiulunmeelassaiaaniadusaudsm  nszaeguulasadieiiu
geawmuluyi (Austenite matrix) Wiudufiudim

nsiifhilelanzau ASTM A572Gr.65 nasuazastuunievuiulansdeudiigs
waeuazane (Weld dilution in weld surfacing) ) finavinlfaruudailoidon DUROID 650

ESAB ana9

4.3.7.4 ‘5’1EJ\?’]‘I.JNaﬂ'ﬁVIG]ﬁa‘Uﬂ’N&ILL%QQaﬂ’lﬂ FUSNUNAFDULTDUNAADY HN1ZN 7

A15197 4-60 Test Report : Micro Vicker Testing : an1aedl 7 Heating Control : Preheat

150°C and Interpass Temperature Control 600°C max

PQR No: Position: -

Project Name: Received Date: 25 / September/ 2017
Tested Date: 23 / October / 2017

Project No.:

ereet e . _ ASME Section IX

Standard of Test: -

Process: SMAW (DCEP) 2015Edition

Material Specification: | ASTM AS72 Gr.65 Type of Test Micro Vickers Testing

AKASHI 49683 MVK

Heating Control:

Preheat 150 °C and Interpass temp. R

600 °C max.

11
Equipment’s Capacity: 1 Kg-100g

Filler Metal: DUROID 650 ESAB Ambient Temp : 25 °C,48% RH
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JUN 4.68 N1MAaoUAINKIN Micro Vickers Test Fuiumagouiounonuds an1iei 7

A15199 4-61 HANISNAABUANULIITUINUNAFDURIDUNDNRILTY @N1IE93 1USeususEning

lanza1u (Base metal), Usiaunsenusoau (HAZ), way Lﬁaﬁamwaﬂﬁalﬁa (Weld hardfacing) :
ASTM A572 Gr.65 + DURIOD 650 ESAB - Preheat

#U28 HV (HRC) - Hardness HV 0.3Kgf Convert HRC

item Weld Weld Weld Weld Weld Aade
ESAB 650 512.6 (50.0) | 515.7(50.2) | 459.4 (46.1) | 512.6 (50.0) | 459.4 (48.8) | 491.94 (49.02)
Item HAZ HAZ HAZ HAZ HAZ Aade
ASTM A572 Gr.65 | 232.5(20.0) | 257.6 (23.6) | 260.9 (24.1) | 238.1 (20.0) | 227.0 (20.0) | 243.22 (21.54)
ltem Base Metal | Base Metal | Base Metal | Base Metal | Base Metal | Awade
ASTM A572 Gr.65 | 199.2 (15.0) | 212.4(17.0) | 207.6 (16.0) | 214.1 (17.0) | 216.6 (17.0) | 209.98 (16.40)

=Y 44' a I ::1' oA ™ ~
NANIINAFBUANULYITUINUNAFDULYDUNBANILYIANIIEN 7 ENUANNDLUTIULNYU

seminemuudadlangau (Base metal) AidlAranuudands 195.36 HV (16.40 HRC) AuusSiial

nsenudeu (HAZ) fflAianuudands 243.22 HB (21.54 HRC) wuinA1Anuuwdsumnsnaiu33.24

HV (5.14 HRO) AanuuansineiilndlAes uansdn usnmnsesnuiou (HAZ) ifidnsinisiludigmse

& = Y ac ¢ a = ¢ . . . A o 1Y)
Fannagiilasasiuiisalaniazideanssiuulun (Fine pearlite or benite) iafisuiulanginu

ASTM A572Gr.65 0.23%C Millassa¥iaganiaieslsvi-1iisalasi (Ferrite-pearlite) usiaailal

ASENUSOU

A 1 o d' & ! 4 < [ b4 = [ =}
nsildvinsiensesiiuneuonnweanuds (No buffer layer) vililuiidosdusnaisigu

d‘ dy 1 [y} I~4 v 3 1 d' @ L% al o v
WIS1ENNSE USRI UWINAULTUNSIAUS aunauUM S aunenwde (Preheat) Tulud Juavinla

a L4 a ¥ I3 1 1 13 & o dl’ [ QI dg(
UINIUNTENUIBU (HAZ) lassasravulumuuduuaianslunuinulentesunn Jeudanudy

nlelaneinusnalilasunsenusouainnisitou walldaiulUs1EuTannnNdY s1ElAsIasNa

HAZ lalelaseasreunsmulad unaziinasanisoaniziuidonunanud i
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AALLT VDB auNENWTY (Pure weld metal) UDIaIALTBUNDNLIILATDINUNE

<

n13A1 DURIOD 650 ESAB tWuaindeunlviloiaungulassadislasidisuaisluiuazaisiua

Y Aa

W9oU HAIAINULTPUUSENANEANINUA 5211979 55 99 58 HRC

Y

Tunisneaeuudeunenudanined 7 nuinaauudadedeunenuds (weld
surfacingladviildfie 491.94 HV (49.02 HRC) BsfimnuudasinninAsnasguignantivunliunn
duilewnmndumsdeuneniussninainidounenudsiulansalaense wazdunsideuii
wuiedwilndelanyaumdnndn ASTM A572 Gr.65 nasuazansanstuundunasluiiode

wonuwdeun (High dilution of weld surfacing) yibiilaitaunenudsosnmnindaauudanas

4.3.7.5 HANMIVAFOULIINTZUNN (Impact Testing) Funadausudounanss anazd 7
mMsvaaouussnszunnluiSmmaaeuiledudiugunnvesianin fanuanunsngadu
ndunaldundesiiedanouwnaninidems lumsmeaeuusanszunnagldgniuminiingu
AL LI IR N SN U UAAUINSTIY ﬁgﬂmﬂi'aqagjmamma%ummﬁaﬁ'&ﬁu%u
YAULANYINBENNAUATITEBUN NEsuRRTiAnaINInaLarA IS oMU dy
wdseiundnuliiuTuneaey ndsnufignarelidunaasuargnldluasuvasugutan au

WANYINANITTUIANAINUIUEIUTIINAIULTINTEUNA (Impact Energy) Taafidiannuunsiagsl

q

' '
1w 1Y a1 [ o o w I

ﬂ’]iUWﬁN"I‘HLLi\‘migLL‘V]ﬂq\ﬂu‘lliuzﬁ’?ﬁ@]LU‘B‘W%’{IZ&IﬂTWﬁN’]‘L!Q’]‘L!ﬁULLi\‘iﬂi%LmﬂGﬁ TanNIAN

wilorgeninegldndanusemiiouunsvesianiiginin lumsvilisaniAnnsunnsinidenie
N13518UHANITNAADULTINTEUNN AneuildazldUszifiunaintanianumileiuazainy
udausaUsznouduSenitAeumiounss (Toughness) s guuaiifilivaaey

A15197 4-62 Test Report : Impact Testing : aned 7 Preheating 150°C and Interpass

Temperature Control 600°C max.

PQR No: Position: -

Project Name: _ Received Date: 25 / September / 2017
Tested Date: 06 / December / 2017

Project No.: ASME Section IX
Standard of Test: > ection

Process: SMAW (DCEP) 2015Edition

Material Specification: | ASTM A572 Gr.65 Sops wd s [mpact Testing
Equ t / Serial No.: Impact Testing Machi

E X i Preheat 150 °C and Interpass e pact “estng Vachme
Heating Control: X o
Temperature Control 600 °C Equipment’s Capacity: Swick / Roell 4350 Joules
Filler Metal: DUROID 650 ESAB Ambient Temp.: 26 °C, 61% RH
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JUN 4.69 TUVARBULSINTTUNNMULTRNNENLDS an1Ie?l 7

N1INAADULTINTEUNALUU STNIAsFIu T uLkUUNISAMUATIENAgey AounsgIu

nadavauUAdnavesian Useinaansgoiusni ASTM E23 Junaaaulsenin V-notch Charpy

Y o a v @

Specimen fdnuaziluuiedivdsued 55 fadwns waziinifadmasudniavuin 10 x 10
fiadwns vinsesidnsanatssenduyy 45 eem dn 2.0 Tadwns Ausesddisaliaaiulds 0.25
f0Bluns TunnaeuIrIvR uLLLASomarauLTInsEunluLLIuey TnefignsesiuTunagon
Wiy 40 Jadwns deunszunniidnuvaziluduliyuvatadou 30 s assdufiureuning 4.0
fioduns fafinuldeatedou 0.25 fadiuns Sunaaouazgnandludnvaziusesuinognseiuy
Frufuiuiivinnszunnvesieuasidun manstuneaeudnuneivinldiioussfinazusei
AdefuNISNAfA 3 30 (3 Point Bending) Tuwudidaiiinazegludnuazadiafunisinusis
FuruANLLITesTuIN

fvhmanaseuussnszunniunudounenuds annedl 7 Jeusenszuiunmaidonlui
Iﬁgmm%auﬁ:mw&'ﬂﬁ (Shielded Metal Arc Welding Process : SMAW) anadu1a3§1u ASME
Section IX 2015 Edition - QW-170 NOTCH=-TOUGHNESS TESTS : QW-171 NOTCH-TOUGHNESS
TESTS — CHARPY V-NOTCH dumeumsnadeunagiaiesiieagunsninismnasuiisuldiunis
NAFDULTINTEUNNATUUINTFZIU ASTM E208 (Test procedures and apparatus shall conform
to the requirements of ASTM Specification E208) lonan1snaasinadaunsainszunn (Impact

Testing) TUNAFDUIULTONNAADIANIEN 7 Fatl
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a v

M151991 4-63 HANIINAADULITINTEUNNLUUYISU (Charpy V-notch Impact Test Nigaungivies

Y

(Room Temp.) anmedl 7

Height Width Height below Length V- notch Impact
Specimen Average
10+ 0.05 10 £ 0.05 notch 55+ 0.60 Angle Energy
No- (mm.) (mm.) 8+ 0.05(mm.) (mm.) ( 45+2°) (J) )
w1 10.01 10.02 8.01 55.01 a45° 86
w2 10.00 10.01 8.01 55.01 a5° 76 79.33
W3 10.03 10.03 8.00 55.02 a45° 76
B1 10.01 10.01 8.01 55.01 45° 135
B2 10.01 10.01 8.01 55.04 45° 138 136
B3 10.00 10.01 8.00 55.01 a45° 135

ﬂm@%%’alﬁﬁw%mmmaaaL%amwaﬂLL%Q (Test Coupon) @nzd 7 W¥NSeSeuTY

nAg@au V-notch Charpy Specimen m1u3M#3§114 ASTM E23 SAUTUNAABULSINTEUNNG ST
(1) %ummaauﬁaﬁauwaﬂu%q (Weld Hardsurfacing) 31u7u 3 %uﬁa W1, W2 iag W3
(2) FuneaoulanzauusannsEnuiou (Heat Affected Zone : HAZ) 117w 3 Jude

HAZ-B1, HAZ-B2 ay HAZ-B3

YOULYANITYDUTUNANITNAADULITINTLUNN (Acceptance Criteria) ﬁﬁﬂ’)’mﬁ’]ﬂ\l’]iﬂ@ﬂ“gﬂ

WANTUNANTOAINAINITOSURSINTZUNNTAAWANNAT ASTM A572 Gr.65 8198IHANITNAADA

YV

YOIUTHNEHER NAFBULTINTEUNN N1 -50°C 2215 98 (J) ANUAINITOTULTINTEUNNUTLIN

Y

[y

nsgnuieuaINNITTen (HAZ) Jan ASTM A572 Gr.65 Tumsnaaeufigamgiian1iziindeuuni

9NBMANUIIBYOY Hangzhou, Zhejiang Province China. 15189 1UNaN1SAa8IIAT Impact

Strength gaumaiilinaaau CVN Carpy Test fig 23°C NIAABUMIATIUAIUNIULIINTEWNN VSIS
nsgNuieu (Heat Affected Zone : HAZ) voatannan ASTM A572 Gr.65 13lunilede HSLA
Steels 2015, Microalloying 2015 and Offshore Engineering Steels 2015, John Wiley and
Sons, p.937. léAuads 293 98 ()

dUAIANAINITAAATUNG$IUNA (Impact Strength) vouiieifeunanuds DUROID

650 ESAB  us¥mgnanlalamvualy uwdiitenmualdnuanie lunmsmaaeswanien? gate

AIUVBULINNITDUSUMIUENIIZAITNAADIT 1 D 6 ABDDAINUAAIINEILITASULTINTZUNA

(Impact Strength) ileidoumonudslasiilouaslud DURIOD 650 ESAB 260 94 ()
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NANNSNAADUIATIZVNA LA 9T

A1919% 4-64 N1SUTBIHUNATOULIANITIBNTUNANIINAGDU Impact Testing @01 7

. NaNITUILIAU WY
Specimen Impact VIULVANITYBUIUNANIINAGTDUNIU “ o
v o . ; (Accepted) wi5e hair1un1s
No. Energy (J) | u1nsgiuriannivua age (J) v

883U (Rejected)
w1 86 \io1Tou DURIOD 650 ESAB > 60 J Accepted
W2 76 \ife\Teu DURIOD 650 ESAB > 60 J Accepted
w3 76 \ilerfiosl DURIOD 650 ESAB > 60 Accepted
HAZ-B1 135 71 23%. fio > 293 9a ()) Rejected
HAZ-B2 138 7l 23%. fa > 293 9a (1) Rejected
HAZ-B3 135 7l 23%. fa > 293 9a () Rejected

PIANANITNAFOULIINTEUNA AIAMNAUNIULIINTEUND (Impact  Energy : J) 99110

Weuweoniauwds UTP LEDURITES  (Weld surfacing) FuNAaoU W1 = 86 J, W2 = 76 J Lag W3
= 76 J Bannnin >60 @ ()93 FunadeulazilARABAIFUNIULIINTEUNN 79,33 38 ()

Fegeninweuanssensuiiusemiuantmunlifie feslen > 60 J uansisunsseniunanIs
Naday (Accepted)

AIAUAIUNIULTINTEWNN (Impact  Energy : J) vadlansaiu ASTM A572 Gr.65 USha
wuInsenuFeu (Heat Affected Zone : HAZ) Sumpdou HAZ-B1 = 135 J, HAZ-B2 = 138 J uay
HAZ-B3 = 135 J Sssindnunasgiuiidudesinualy s 3 Funaaouuasiiaiade 136 9a () dwh
niveulAnsseNTuTiuTEMgRanTmunlife dealldn > 293 9a (J) 60 J wansinlsisunis
8oUSUNANIINAAOU (Rejected) HanIsnadauwandlmiufisuuIusIuNsENUiow (HAZ)
lassadaganiauulug (Benite) wuwuu Hanundags wduss lwansizdte anunsausulss

AN EAUToUlAdE

438 nvaaeudaunwanudsanizi 8 : lailianuSoutuauneudon (No-preheat)
N1SWTONTUUIAALNTA ASTM A572 Gr.65 ¥u1a 100 x 200 x 20 fadiuns an1igi 4

laiessesiiu (No-buffer layer) laillianusoutiusunaurinn1sitiou (No-preheat) wazviinig

Wouneniauds (Hardsurfacing) AUVIUKSINITZUNN (IUAIATBNEIINONTY LASOIUNIENITAN

a o

DUROID 650 ESAB 4u1a & 4.0 13, 819 450 uy. nszualnfiviemgudnuuzinlfidonld
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DC'/AC 130 - 170 Amps. iuaaidendneglunguniaminigiu DIN 8555 : E 10-UM-65-GRZ

weeLeulaiuLnIgIU AWS A5.13:2000 - EFeCr-EX Series Electrodes

4.3.8.1 srgunansiganUsaunluntsnaasatan 8n19z7 8 : No-preheating

4.3.8.1.1 AU IFIUN15TBY d0172H 8 U 3 JuNAFaU

A15199 4-65 AELUSTALTTUNTIWaUNDNLTY AeadInlounanwds DUROID 650 ESAB 3117u

JuLyeu 1 Ju

Funuil | wwadey | nszuaden | danszudln anusilums | qaumgiiPreheat | gampiiszning
il (A) eu deu(mm/min) Fuau(C) %ut,%augjqqm (Ce)
1 1 160 DCEP 150 >979C 600
2 1 160 DCEP 150 >979C 600
3 1 160 DCEP 150 >97°C 600

4.3.8.1.2 FUNAFIUNULIBUNIAINENIIZNISNAFDIN 8

(1) FUNUNAADUNSIDUNDNLDS ANz 8

“No.%

>

_

AS72 Gy, 6%

5UM 4.70 BunaaounsiounIsnnaes an1iei 8

(2) MSRTIVABUTRLSNRIMTNULIToUNBNLTIPEVBNAMNTATL (Penetrant Testing : PT)

Bunudenneniudian1iznd ndudmawnfionmgiivies luiauazein udwiinas

FITIAFRUAIBNITATIIARUNTI LN U TiseuaniNfuuLTen NnTunaaay widlodduiudoy

NAaUlUYINN1IATINEDUAILVOUNAIUNTNTL (Penetrant Testing : PT) WuUIHsa8Uan31NLLL

Wou Tufievnandauiefuanuenwounynsuiuwulgen 1Ty 3 Junaaauy
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SUN 4.71 HANIATIAADUTOEININIEVDUNAININTURIMINUUATOUTUNUBNNAGDY AN1IET 8

4.3.8.2 S199UNaN15A529d0UlASIES19uKRAA (Test Report : Macro Structure Test)

A15199 4-66 Test Report : Macro Structure Test Msnaaedfiounonuddnizi 8

Material Specification:

ASTM A572 Gr.65

Type of Test:

PQR No- Position: -
Received Date: 25 / September/ 2017
Project Name: Tested Date: 23 / October / 2017
. ASME Section IX
Pr t No.: .
oject No Standard of Test: 201 5Edition
Process: SMAW (DCEF)

Macro Structure Testing

No preheating Control and Interpass

Equipment / Serial No.:

Dino-Lite Digital
Microscope AM4115

Heating Control: Temperature Control 600 °C max. Equipment’s Capacity: -
Filler Metal: ESAB Ambient Temp.: 24 °C, 48 % RH
Result of Macro Structure test
128041024 2017710127 19:22.32 Unit mm Mognifivation: 5.
la@aunanuds
UInunsENUIau
(Weld Surfacing
(HAZ)

(T[]
J s

Layer)

Tangau (Base

Metal)

il m | I T tlll" m T u‘ T

E‘Uﬁ 4,72 Naﬂﬂ‘ﬁﬂﬂﬁ’i)UIﬂ‘Nﬁi’NﬂJﬂﬂ'mLW@UWI‘Uﬂ’muﬂ’i]ﬂﬁﬁlﬂﬂaENE]’WEJﬂ"IWIﬂNﬁiN

ﬂaﬂ?ﬂﬂ?ﬂ@nﬂG]GZJ’PNLLU'JL‘SUEJZJWE]ﬂLL"UQ am';w] 8
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93U 4.72 fufinihdanuadenlassainaumniafiviinisinu wseenld 3 vinude
1. iiolavgauuinadldléfunansenuiouninnisifen (Unaffected Zone) 2. iilalavgau
vinniildFunanszmudounnnaden (HAZ) 3. fuilodesmeniiauds (Surfacing weld metal
layen) #ufidinananzditeldldsmuagaiiielinseaetlassaiiagania (Microstructure) waw
T Jusunisivunganageuauudgania (Micro Vickerd Testing) sialy

nsladideusesitu (No-buffer layer) azvinl#vindanarsdaedainie orailnadeniny
sunssflasfnauduannsvadvesiodeunenuds iesanumamudavgussnindudon
nénmadennenudsieddinssuadond mnusilunmsdengeganiiiiannsaasUjuals e
Jostuiililanzionunsonazanstunnasludodouniiuly vielumdanginewoanis
autRnaudweaiemnidoulnenss vieidondidesnisliiAa Dilution lun1sideusiian
fues nsdimatssmmniweinssuadougaiuluvdofunuidosdunniuly avdwmaliiide

- 3 M vo o ° L A au Yoa - ° v
Wounenuda (Weld metal) lasulinaunimindnusengninaiadouriualiunn

4.3.8.3 91891UHaN1INATBULATIE3199801A (Test Report : Micro Structure Test)

M157199 4.67 Test Report : Micro Structure Test n1snaasaieuneniiands @nazh 8

PQER. No:

Position:

Project Name:

Received Date:

25/ September/ 2017

Project No.:

Tested Date:

23 / October / 2017

Process:

SMAW (DCEP)

Standard of Test:

ASME Section IX
2015Edition

Material Specification:

ASTM A572 Gr.65

Type of Test:

Micro Structure Testing

Heating Control:

No-preheat and and Interpass

Temperature Control 600 °C max.

Equipment / Serial No -

ZIESS Primotech

Filler Metal:

DUROID 650 ESAB

Equipment’s Capacity:

Maximum 1000x

Ambient Temp.:

23.6°C.56% RH

€an
c
=2
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4.3.8.3.1 Wisuiisunnanalaseasneganiassudnelanzunlidiinansenuiou (Un-

affected zone) UStaunsznuou (HAZ) way vsiauuadsunanuds (Weld surfacing)

JU9U (Base Metal)

ASTM A572 Gr.65 Magnification100X

ASTM A572 Gr.65 Magnification200X

ASTM A572 Gr.65 Magnification500X

USunsenuiau (HAZ)

HAZ A572 Gr.65 Magnification100X

HAZ A572 Gr.65 Magnification200X

USIauuLau (Weld)

DURIOD 650 ESAB Magnification100X

-
DURIOD 650 ESAB Magnification100X

HAZ A572 Gr.65 Magnification500X

DURIOD 650 ESAB Magnification100X

lassadieganialansauily
A5¥NU3eu(Un-affected zone)
Wulassasraesisvi-iisalas wiu
= & 2 4“4' v

du1ndulaseadranulaseasia

Wlaslsy (Ferrite matrix) wauan

TAssasainsalan

lassasganiauIinsEnUsou
( Heat Affected zone : HAZ)
a A 2 &
N15u1anAnaedduny
lassadranaslsy wovddndu
laseasraiisalanavidennsoiuy

il (Fine pearlite or Benite)

Iassas1aganiaiiolounanuds
(Weld surfacing) Wa15m1310

' a [ a s
anareuavdvlulasifounns
luduazarsluddsdou nszany
wnsneguulassairaiiueeainu

%0 (Austenitic matrix) WudW

JUN 4.74 dnuyrn1maneredlasea@inaganIAuTMLUILYeN an1igi 8
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4.3.8.3.2 Tﬂsaa%quamﬂLLmﬁiauwamLﬁq 4A12N15NARDN 8
DUROID 650 EAB + HAZ ASTM A572 Gr.65

- e SNy ;
(1) tualayssapusiandinsentsen. (Un

& HA> affected Zone) :

HAZ : ASTM A572 Gr.65 + Weld DUROID 650 ESAB - Magnification 50X

UM 4.75 dnuaiznmangredlasiaineganIaLuilien 3INMImMeaesdes an1igi 8

9n3UT 4.75 annsneBuldnsil

(1) Tanzaumanndnn ASTM A572Gr.65 Ustaadlainsznu3au (UN-affected Zone)
\MANNAT  ASTM A572Gr.65 nana1nnssuisindou yuuazoududa (Rolled
Thermomechanical Quenched and Tempered) ﬁiﬂiﬂa%jwﬁgammv\laﬂiﬁ-lﬂ%alaﬁuaz
disalaviaziBun Tassadraiuioslsy (Fenite matrix) fiansanaingifuiiudenn dau
Tnssasrafisalavinasiisalaviandonsdunavdmnszasegiluuulassassfiumeosls

(2) UsansenuFeunmsiliau (Heat Affected Zone : HAZ)
WAnAdNT ASTM A572Gr.65 USlaansenufeu (HAZ) 1#5uaiiuieugsainnisien au
Tassaamleslsi-iisalavivasudulassaivesamuluviannsoazassinaniueu 0.23%

Wnsaudatusiawmin (Fe) Tuanizansazalevauwds (Solid Solution) lavisnun u3tiund

[ < v & s 1 = v v [ & ¢ 1 < 4
BATINTIYUAIITIATTUDUUNEIUIIFTINAINUTIALNGN (Fe) Juansusgneuaslunsaduuns
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(3

winlad (Fe,0) samasuaudiuiinieasnduauan mbulalasiasaiisalan (Pearlite) ue
A ) 2 o & Ae & P & A < % A6 & =
L9991n9R5IN15HUALSnsULiRsatandsliilentaledun J9lalaseasrafisalariazidon
wsoLuulusl (Fine pearlite or Benite) Fadulassadnsiudanazudaunss annnmanslaseasng
JaniafiuyInelastassiumlasls (Ferrite matrix) flAssasieunsinulas (Martensite) 9
=3 ) ' @ < v (Y] 1% ¢ A acs '3 a .
Winduuwiadudmidndeswnsnusdusgivlassairnuulunivsedisasilanaziden (Fine
pearlite or Benite) LAUAIWNINAAUNTLERUIMUUNILY LagAlnduudulUdunna
azay vzillassastseaamnuluriannilewtiau UTP63 vasuazaltsduu1bdayy (Dilution)
iy eEEuIensivdauazlesiunisunnvaaseuseninetuioy
aaunanuds (Weld surfacing)
UnfAguLdounsnazlidiuvealansiiladny (Base metal) azansduuinay (Dilution) wazay
| y A ~ = & A = = Y o ° vy % ¢
Ay AsaslutULTpNN2 wse Fun3 Tunisueasuduldeudulfvavinlidlassasiuneslsy-
Wisalan (Ferrite-Pearlite) a1nlaviza1u ASTM 572 Gr.65 wasuaratsdulinauluieiioy
wonuds (Dilution of Weld metal) Aflassasnsganialasilennslus (Chromium carbide)
waraslundetiou (Complex carbide) u1n fnavinlianuudailelioy DURIOD 650 ESAB
anag

Y A % a I3 f a v (Y] <@ < a

Taisan lassaddlasdounslud wazasluddedou asdungiudusaudun
wnsndieguulansiuseamuiliin (Austenitic matrix) w1 WWulassasneafindeunn 516

SAUFIAANS LA UL ULAUDAY IULABN IALAU
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4.3.8.3 swmuwamwmaa‘ummLLﬂTJaqamﬂ FUINUNAFDULTBUNAADY HN1IZN 8

A151971 4-68 Test Report : Micro Vicker Testing : annedl 8 : Heating Control : No-preheat

and Interpass Temperature Control 600°C max

PQR No: Position: -
Project Name: _ Received Date: 25 / September/ 2017
Tested Date: 23 / October / 2017
Project No.: ASME Section IX
N Standard of Test: > >ection
Process: SMAW (DCEP) 2015Edition

Material Specification:

ASTM A572 Gr.65

Type of Test:

Micro Vickers Testing

Heating Control:

No-preheat and Interpass

Temperature Control 600°C max.

Equipment / Serial No.:

AKASHI 49683 MVK
I

Equipment’s Capacity:

Filler Metal:

DUROID 650 ESAB

1 Kg-100g

Ambient Temp -

25 °C.48%RH

JUN 4.76 N13NAABUAINLTI Micro Vickers Test Fuunadouiounanuds 4013z 8

o 2 & dl' a 3 dl ~ a ]
A9 4-69  HANITNAABUANULIITUNUNAFDULTDUNDNNILTY dN1IEN 8 LUTHUNBUITENING

langau (Base metal), UStiaunsenuseu (HAZ), wag Lﬁaﬁamwaﬂﬁm%a (Weld hardfacing) :
ASTM A572 Gr.65 + DUROID 650 ESAB - Preheat

#1U28 HV (HRC) - Hardness HV 0.3Kgf Convert HRC

ltem Weld Weld Weld Weld Weld Aady
DUROID 650 ESAB 458.6(46.0) 456.6(45.9) | 458.6 (46.0) | 456.6 (45.9) | 474.9(47.3) | 461.06 (46.22)

ltem HAZ HAZ HAZ HAZ HAZ Al
ASTM A572 Gr.65 242.1(20.8) | 236.2(20.0) | 234.4(20.0) | 235.2(20.0) | 233.4(20.0) | 236.26 (20.16)

[tem Base Metal Base Metal Base Metal Base Metal Base Metal ﬂ"]Laé‘IEJ
ASTM A572 Gr.65 199.2 (15.0) | 212.4(17.0) | 207.6 (16.0) | 214.1(17.0) | 216.6 (17.0) | 209.98 (16.40)

ﬂ’]i‘l’l@ﬂ@Uﬂ’J’]NLL%Q‘QU‘LNTL!‘VIQGE]UL%@N‘W@ﬂa’lLL%Qﬁﬂ’VJSﬂ’]i‘VI@aENﬁ 8 WUILLB

WS ULAEUSEMINeAULT9va9lans 91U (Base metal) LANNAT ASTM A572 G.65 @3UN@w

0.23%C Ushaunldldsunansenuseuainisiden (Un-affected Zone) lassainaganiaineslsv-
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Wisalaviwazifisalanaziden dA1AUWILaae 209.98 HV (16.40 HRC) WSsutiiufuusaa
nsznUSeu (HAZ) AiAAuwdinede 236.26 HV (20.16 HRC) WUIAIANULTILANANSAY 26.08
HV (3.76 HRC) ArAnundalaumnsnaduuindn kanddn usnunsenusou (HAZ) flassasnendne
fuillelanauilinsenueuiisud HAZ flassaiaganiaisalaviasiduaviselassasisuulum
1 1 d{' < 1o d' dill 1 d' < ) v
NMUUAI MsFieunenudslaglivinisi@eusesiunaudouneanuds (No buffer layer) agyinli
WULRULEUAIAIN1981959AL5) WTIzNIsaN Tl duldunsTANuSaunaunSIauNen
wia (Preheat) lUTudy uSunsenudeu (HAZ) lennaiusansenusouazilasaasianslus
wnulediesuniieannimanndn HSLA ASTM A572Gr.65 fldiunauuadsinansuautios 0.23%
Tanuwdainduarnielansiiuusnalidlasunsenudeuannisdonluuindn wilddeduisie
PIoWANIE ns1zlaseasne HAZ lalelassastaunsinules weasiinananisdamniziulidoldiou
@ 1 @
WoNWIabaLg s
AALLT VDB T aNNDNLTY (Pure weld metal) UDIaIALTDUNDNLIILATDINUNE
n13A1 DUROID 650 ESAB 1Juaiaiiioudliileieungulassasialasiflanasluduazanslua

Y a [ 1

Fadeu fA1AnuwlannuuEnduanivunegszning 55 83 58 HRC
Tunsnagevaudeunenuisan1iei 8 nuirdauuiudodeunenuds (Weld
surfacing) Avlld Ae 461.06 HV (46.22 HRO) FsfirnuudasinnirAunsgruiiguandivuals
110 wlsananidunisideuneniiuseniteaindeunanudafulangeau ASTM A572 Gr.65
Tnonswazlunsidensuuuaiiorsoilidolansaumndnndr ASTM A572 Gr.65 vasuazane
anedusnUunanluido@eunenudeann (High dilution of weld surfacing) ¥ildiileidendos

QMﬂWWﬂ’JWZﬂLL%QaﬂﬁQ

4.3.8.4 WAN1INAFBULTINSZUNN (Impact Testing) FunasausuBounnaas an1axil 8
mMsvaaouussnszunniluiSmmaaeuiledudiuguamuesianin fanuaunsagadu
wdunaldundesifiedanouwaninidems Tumsmeaeuusanszunnagldgniumiiniingu
AL LI ENA NN SN UNARUNIASTIY ﬁgﬂmﬂiaaagjmqﬂaw‘??umul,ﬁaﬁﬂﬁus??u
YAFDULANYINBENINAUATITEBUN NEsURTiAR I ININauazAIE eI mTnUsEY

wasenunasuliiuunegey wasnungnaelvidunaaeuazgnliluiudsuudsusian au

LANTINANITTAUTENNAIUIUEIUTIINAIULTINTZUNA (Impact Energy) Taaidianumnngiazdl

ArFundanuLsanseunngsluvaenianuszaziiandanunuiuisnssunnd Jagniaii

q

v A

wilgrgeandnaglindenudemieUininsvesianigandn lumsvilniagianisunninidenig
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N13318UNANITNAABULSINTEUNN AnauNbaagldusviliunaintaniinnuviletnazadny
wausalszneviuitenitAnamieunss (Toughness) a gaunafifilivasey

mﬂi%‘i‘ﬁ 4-70 Test Report : Impact Testing : aﬂ’nz‘ﬁ 8 : No-preheating and Interpass

Temperature Control 600°C max.

PQR No: Position: -
) Received Date: 25 / September / 2017

Project Name: - -
Tested Date: 06 / December / 2017

Project No.: ASME Section IX
Standard of Test: > >ection

Process: SMAW (DCEP) 2015Edition

Material Specification: | ASTM AS572 Gr.65 S i les Impact Testing

N Equipment / Serial No.: Impact Testing Machine
. X No-preheat and Interpass
Heating Control: ) ¥ ) o
Temperature Control 600 °C Equipment’s Capacity: Swick / Roell 450 Joules
Filler Metal: DURIOD 650 ESAB Ambient Temp - 26 °C,61%RH

JUN 4.77 FuNAFOULSINTTUNNNUTOUNDNLTY 801927 8

N1SNAADULIINTZUNARUUHI ST IATFIUA T ULLRUUNISAMUAIENAEEY AONInTEIY

nadavanUidinavesian Useinaanigoiusni ASTM E23 Junaaaulsenin V-notch Charpy

a v v A

. N o & A A a a a
Specimen UaNWUzlUULNIELNALUE1T 55 UAALUAT LazdVUIRAELaYY

[

nEUUIA 10 x 10

fiaduwns vinsesidnsananssenduyy 45 aam dn 2.0 dafiuns Auseifisaliniula 0.25

f0dluns TunnaeuIrIveguuLuATamadeULTINSzUNAluLLILe Tneflyasesiulunadey

Wiy 40 fadiuns Aeunszunndanvauzluduliyulatefou 30 s assdufilduvauning 4.0

foduns Yadiauldsatedou 0.25 Tadums Funadouargniludnuasiusosuinognsiy

frufuduiniinszunnvesdeuasfiinan nadunasudnuazdvlifoussiuazussinu
su A a

Aa1EAUNIINARA 3 90 (3 Point Bending) lauudsniliinazegludnuwazadieiunisinumis

TUNUANULUITOINUIN
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ASNAFRULTINSTUNNT U nenwd an1ed 8 Weudenszurunisdeuluily
a’;mlf?fauﬁjuwe‘fﬂsﬁ (Shielded Metal Arc Welding Process : SMAW) #1131%155114 ASME Section
IX 2015 Edition - QW-170 NOTCH-TOUGHNESS TESTS : QW-171 NOTCH-TOUGHNESS TESTS
— CHARPY V-NOTCH tumaumsnageuuaziaiasiieagunsninsnaaeufisuldiunmsnaaey
LIINTLUNARIULINTFIU ASTM E208 (Test procedures and apparatus shall conform to the
requirements of ASTM Specification E208) lakan1svnaeswmageunsinszunn (Impact Testing)

YUNAADUINUTBUNAADIFNITN 8 A9t

M15197 4-71 WANITNAFBULIINTERNNWUUYISY (Charpy V-notch Impact Test Ngaumngiivias

Y

(Room Temp.) annedi 8

Height Width Height below | Length | V- notch Impact
Specimen Average
10£ 0.05 | 10 = 0.05 notch 55+ 0.60| Angle Energy
e (mm.) (mm.) | 8+0.05(mm.) | (mm.) |( 45&2°) (J) )
w1 10.00 10.01 8.01 55.01 a45° 79
w2 10.01 10.01 8.01 55.01 a5° 76 7
W3 10.03 10.03 8.01 55.01 a45° 76
HAZ-B1 10.01 10.02 8.01 55.02 45° 136
HAZ-B2 10.00 10.00 8.01 55.02 45° 134 135
HAZ-B3 10.00 10.01 8.00 55.01 a5° 135

Anuzf3deldthiununaasadounanuds (Test Coupon) anmeil 8 sshnswdsndunagou V-
notch Charpy Specimen AuN1RT§14 ASTM E23 aﬁ’wmu%umaauLLiaﬂﬁszﬂﬁ’aﬁ
(1) %umaamﬁaﬁauwaﬂwﬁa (Weld Hardsurfacing) 3713u 3 %uﬁa W1, W2 llag W3
(2) Funnaeulanzauudinansznudeu (Heat Affected Zone : HAZ) §1uau 3 Fufe
HAZ-B1, HAZ-B2 way HAZ-B3
YBULUANITEOUSTUNANITNAABULTINTEUNN (Acceptance Criteria) AMAINANNTOAATY

Wﬁﬂﬂﬂuﬂﬁﬁ%@ﬂ’)’]ﬂﬁ?ﬂﬂiﬂ%@LLiQﬂiSLLWﬂ’?ﬁG}LM’Sﬂﬂﬁ’W ASTM A572 Gr.65 8198INaN1SNARBY

YDIUTENIHAN NPdoULIINTEUNN 1 -50°C 2215 94 ()
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ANUANUNTATULTINTZUNAUTNUNTENUTBUINNNTTON (HAZ) Y9 ASTM A572 Gr.65

a [

lun1svegeufigamaiianewindeuUni 9198918113388 Hangzhou, Zhejiang Province

Y

China. l951891U4HANSNARBIMIAT Impact Strength aaungildnageu CUN Carpy Test e

23°C NAFBUMIAMUATUNIULTINTEENN USIUNTENUSBU (Heat Affected Zone : HAZ) 984
WANNAT ASTM A572 Gr.65 TAlumnilsda HSLA Steels 2015, Microalloying 2015 and Offshore
Engineering Steels 2015, John Wiley and Sons, p.937. Igaade 293 33 ()

1 1 [ [ & = <
FIUAIAIINAUITOAAYUNAIIIUNG (Impact Strength) ¥astustypUnankyy UTP

v

LEDURIT65 u3umgnanlilafimunld Guwalidenmvusldanuanie Tunsveaesaniizns dnile

AIUVBULIANITHDUSUAIUEN1IZAITNABDIN 1 D 7 ADDDNIUUAAIINEINITASULSINTZUNA

(Impact Strength) iawdaumenuddasdiounsluduazasludidedion DUROID 650 ESAB 60

v

38 (J)) KAMIVPAOUIATIZVHA AR

A15199 4-72 M5UTTHUNATOULIANITERUSUNANISNAZDU Impact Testing AN 8

. NANITUIZIAUY WY
Specimen Impact VIULVANITYDUIUNANITNATIUAU - v
v n ; (Accepted) 3o laikinunns
No. Energy (J) | a103gugkannIviua age (J) v
gaUsU (Rejected)
w1 79 \ieldou UTP LIDURIT 65 > 60 Accepted
w2 76 \iieldou UTP LIDURIT 65 > 60 Accepted
w3 76 \iieldou UTP LIDURIT 65 > 60 Accepted
HAZ-B1 136 7 23°C o > 293 98 () Rejected
HAZ-B2 134 71 23°C fi9 > 293 92 ) Rejected
HAZ-B3 135 i 23°C Ao > 293 98 () Rejected

PINHNANITNAFOULTINTZUNA AIAIIUATUNIULITINTZUNA (Impact Energy : J) SONDID

FouwenAuds UTP LEDURITE5 (Weld surfacing) Tunaaau W1 = 79 J, W2 = 76 J uag W3

(% 2 '
Y a

= 76 J Hau1nnd1 >60 38 () 19 3 JunageulazilAnadunuaIunIuLIInsEwnn 77 3a ()

FagandveulnniseausuNusEvEnanivualifie deaden > 60 J wansindunisgeuiunans

Nadau (Accepted)
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AIAIIUAIUNIULTINTEUNN (Impact  Energy : J) vadlanea1u ASTM A572 Gr.65 U3k
WUINTENUSBU (Heat Affected Zone : HAZ) %yummaau HAZ-B1 = 136 J, HAZ-B2 = 134 J @y
HAZ-B3 = 135 J Gwiniunasgudidudntinualy v 3 Sunaaevnazienaie 135 9a 0)
Fesninveuivaniseensuiivimgnaniimunlife desli1 > 293 9a () 60 J wansitlaisiou
AMsuauSUNanIsNAaay (Rejected) wanIsAdBULARIMALTIUTWUIUSIINSENUSBU (HAZ) 3
lassad1aganiauulud (Benite) wuwuu Hanundags wduss lwansizdne anunsausuuss

AN EAUToUlAdY

4.4 \W3guiflsunan1smagaunisidaunani I3 unadauutauan1zn1IsNAaeen1ee

4.4.1 Wsuigunan1snagaulAsIasaunaia

naSpuifisunisneaeulasiadieunaie annznisvaaes 7 1 - 8 wulddnin ane
nsnaaesil 3 anaznsmaaesd 4 filivinisidensesitu (No-buffer layer) Aeunisideuwen
wis azinmnudunndeidusadouwenuds (Hard surfacing layer) GRGT luundeumen
Audafinnsuandnsansfuanuenuatieunnniiansnsvnassiivinisideusesfiunoy
Msideuneniauds egrslsimulunisideunenudsilfidedenlasidlouafluduazanslus
Fadou nsuandnfiuwadounenudasingns Tddusunsiesenisldauiofunisaarsauidu
filadeulasifisunsludesnluenusngnsalfina1ain Check cracking usdossyTaoenls
sosunndndnanuanamdiluluielansnuuinansenuioudsasidudunsiosenislyay
2819110

Tunsideunenudsiunaaouaniiznaaesd 7 way anizvaassii 8 deldl@vinnisiden
597U (No-buffer layer) nouvinsidoutunenudaguiy udliiRausngnisaiunni1 Check
cracking (osaniiarudunnddidedeutunenudstiosnin Wunauanvhnsidendunen
Wi (Hardsurfacing layer) Suiien (Single layer) Sadululdiuuadenin Dilution a9 vliile
Founenudslasdlounslus liiRansuandia

dutunaaeuluannymsvnassd 1, 2, 5 uag 6 Mnsideusesiiudiuaindeuseainy
Tanusanaviinlasidleugs UTP63 Aewvhmsidentunenuds anideusesfiuaviminisiely
nsfuBadedoutunenuiuaziauianguasniiuiinunssnuiouninnd ASTM A572
Gr.65 Vilfanaudunndnsluidodenlanfouaslusfunenudsadiéinn Fdldidadnngnisal

uAN312 Check cracking wselanaiintioyann
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NANNSNAADUNISLTaUNDNLTIARUEND 08 TuaN1IZAITNABDIN 1 — 8 ATUAITIN 4-73
WUIINTIIAINNSDUNDUNTITIBN (Preheat) WANNAT ASTM A572 Gr.65 150%%. lufinasaniu
JULTUBINITAAYTINGN1TAIANT1I Check cracking LllBsnanneAImTuauaNyanAwInlaligs

11n9n Fuuivuadniinarinliludieuiitouiasanouas Preheat WG aUMiauaUN1ENas

A ~ = o = I3 =
M99 4-73 LU?EJ‘ULVlEJUNaﬂ'ﬁVl@ﬂ@UIﬂiﬂai'NﬂJ‘Viﬂqﬂ ULYDUNDALVIANIITNIINAABDIN 1 - 8

5 SR Taveaowld | Womnssu | fwdouses | dudeuwenuds | ifa
AT Sounowdon | nsgvudouUn | Sou (HAZ) o (Buffer (Weld Check
e (Preheat) -affect zone layer) Hardfacing) Cracks
annwi 1 150, ASTM A572 | ASTM A572 | wilewden UTP lewdou T3iiAn
Gr.65 Gr.65" 63 Ledurit UTP 65
anmzdl 2 _ ASTMAST2 | ASTM A572 | ilevlion UTP oo tiou
Gr.65 Gr.65 Y 63 Ledurit UTP 65 un
annedi 3 150°%4. ASTM A572 ASTM A572 — dlewdou 4N
Gr.65 Gr.65 Y Ledurit UTP 65
ﬁﬂ’]’w‘ﬁl q — ASTM A572 ASTM A572 — Lﬁ@L%@M un
Gr.65 Gr.65 " Ledurit UTP 65 | ian
anmed 5 150, ASTM A572 | ASTM A572 | ileeu UTP | iilodew ESAB | liifin
Gr.65 Gr.65? 63 650
annedl 6 — ASTM A572 ASTM A572 | ilewdon UTP | iilewdeu ESAB | ew
Gr.65 Gr.65? 63 650 110
annedi 7 150%4. ASTM A572 | ASTM A572 — ol ESAB | tiow
Gr.65 Gr.65? 650 110
ﬁﬂ’]’)%ﬁ 8 — ASTM A572 ASTM A572 — L‘ﬁE]L%E]ﬂJ ESAB aiAin
Gr.65 Gr.65? 650

1) & a Y AN Yo o A X
wanews P luusnunsgnudeuiilasunansenuangaainduiiousesitu (Buffer Layer)

2 Juusnunsenuieunlaiunansevuninanainduliounenuds (Weld hardfacing)

4.4.2 WisuWisunanisnagaulasiainegania

NALUSYULNIEUNTNAADULASIAS 1MUNANA @N1ITASNARDIN 1 — 8 NNANSIN 4-74
wiuladainnislianudaunaunsiiay (Preheat) 150%. wag lilvieinudaunauniswon (No-
preheat) 1A59a3199801AUTIUNTENUTBUIINNTLYOU (Heat Affected Zone : HAZ)  vaslane

UMENNAT ASTM A572 Gr.65 azlalassasrauuluivseiiisalanazideamilouiy
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Tssadudnansznudouainnisidon (HAZ) iiialulansaumannan ASTM A572 Gr.65
Tumsnaaeainduld 2 nsdl Ao aniznmeass 7 1, 2, 5 way 6 Wavnideusesiiy (Buffer
layer) shomnidensoamuifnuuinavialandougs wag annenmeass 7 3,4, 7 uaz 8
nsaldeunenuisdroandoulasfliounslusuaraslumiddou Tnglivinisidousesfiudou
Wouneanud

AN3197 4-74 Wisulsuran1sneaeulasiasIganIAnuleunenuivan1znsvnaen 1- 8

SR Tangauly U FuFousosiiu FuFouwonuds
AN1EANT . ., y
FPUNDULTBN | NIENUTBUUN - | nsznusau | (Buffer layer) | (Weld Hardfacing)
Ynaes (Preheat) affect zone (HAZ)
anmed 1 150%%. wiosls- Wsalayl | eeawmuiifn- | lasdlleumslualag
Wisalasi avden V| wnenidan ? A UALTTOU
annei 2 — woslsyi- Wisala | eeawmuildn- | lasdleuanslunias
Wsalasi aviden V| wnendan ? ASUALTTOU
annedi 3 150%4. wioslsi- Wsalayi — Tasifleumsluniag
Wsalasi aviden ! ASUALTTOU
anneil 4 — woslsyi- Wisalan — Tasdlauasluniay
Wisalan avidem ¥ AsluALdatou
anmed 5 150 waslsni- Wisalavt | eeawuildn- | lasdleuaslusuay
Wisalan avidem 2 | wusnilaa ? AsluALdatau
aned 6 — wieslsi- Wisalayl | eeawmuddn- | lasdfleusslunuay
Wisalan avidem 2 | wusnilaa ? AsluALdatau
annedi 7 150%%. waslsn- Wisalan — lasdleuaslunuay
Wisalan avldem ? AsluALdatou
ansdi 8 — wieslsi- Wisalasi — Iasfleunsiunuag
Wisalan avldem ? AsluAdatou

nneng Y Lﬂuu‘%nmmzm%@uﬁiﬁ%’umamzwumﬂqmWﬂ%wf?famaqﬁu (Buffer Layer)
2 Lﬂuu‘%nmﬂizm%@uﬁlﬁ%’wamwumnqmmﬂﬁiﬁzuﬁamwaﬂLL%@ (Weld hardfacing)
Y Iﬂiqa%"mLﬁaﬁamaaﬁuaaamuﬁaml,mmﬁaﬂ%mmiﬂil,ﬁEJ;J@UN
ns\deusesity (Buffer layer) ﬁwa’mL%auaaamuﬁaﬂLLmaﬂwﬁa%ﬁmIﬂﬁLﬁauga UTP 63 11015314
DIN8555 Group 8 : E 8 UM 200 KRZ Lag nslaldonsosiiu (No-buffer layer) Aeunsideunan
wds Tuanmensveaesdi 1 - 5 deandeunanuds UTP Ledurit 65 wag DUROID 650 ESAB
11A3571 DINB555 : E 10-UM-65-GRZ a¢lfilardasmenudslassatsgania

Tasdlsuasluatazaslualiadou Wyt
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4.4.3 WsUgUNaNISNAEaUAININLTS

4.4.3.1 ANULTIUSIUNTENUSU (Hardness of HAZ)

Nﬁﬂ?i‘l/]ﬂﬁﬁ]‘i.lﬂ'mllLL%Q%U%W?{@UL%QNW@NL%Q Tuanmegnisveaesi 1 - 8 MUMIS19N 4-75

wuinsliaugeunaunsiion (Preheat) wATUNAADUMENNET ASTM A572 Gr.65 150°%.
U3 HAZ fienaiudagean 246.86 HV (21.9 HRO) sinan 241.02 HV (20.62 HRC) wagn s lails

'
[

puFeunauntsifen (No-reheat) U3tins HAZ fiaundegedn 243.22 HV (21.54 HRC) fgn

215.60 HV (16.80 HRC) azgnuinArmuwdslndifesiunin Feaguladnnis Preheat 150°w.
1581391115 Preheat Aaun15i8au AMULTIUSIIUNTENUSaUIINATITRY (HAZ) Uaunannan
ASTM A572 Gr.65 AflAnlndsAeeiu

A9 4-75 WS UMEUNANISNAZDUAULINTUNAAD U UIDUNDNLIIAN1IZNITNARDIN1— 8

ﬂ'ﬂLa?{ammLL‘ﬁqa'aum'Nﬂﬂuaq%umaamml,%au
91428 HV(HRC)-Hardness HV 0.3Kgf Convert HRC
annenis | Preheat | Base | @i . 819U | Buffer | awwu Weld aey

, HAZ . , ,
NAABY Temp,OC metal 9 9 layer 9 surfacing 9

I 200.10 235.80 245.32 470.50
dn1en 1 150 6 7 4 3

(15.1) (20.54) (21.6) (46.96)

I 214.48 215.60 284.86 555.74
AN1EN 2 — 7 8 2 1

(16.80) (20.00) (27.76) (52.68)

. 195.36 241.02 431.88
AN1EN 3 150 3 2 — — 6

(12.80) (20.62) (43.80)

I 195.36 24322 431.88
An1EN 4 — 2 1 —_ — 6

(20.00) (21.54 (43.80)

I 200.10 246.86 369.2 448.66
AN1EN 5 150 1 3 1 5

(13.80) (21.9) (37.69) (45.22)

i 200.10 239.12 248.44 419.92
aniien 6 — q 5 3 7

(15.10) (20.72) (22.00) (42.72)

. 209.98 243.22 491.94
anngn 7 150 2 q — — 2

(16.40) (21.54) (49.02)

- 209.98 236.26 461.06
dnnsh 8 _ 5 6 _ _ q

(16.40) (20.16) (46.22)
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4.4.3.2 aundailedeusesiiu (Hardness of Buffer layer)

NANISNAFDUAIIULTITUNAADULTDUNDNLTY TUANIIZAITNAADIN 1 — 8 ANUATSIIT

4-75 lsiannufeurauniaiden (Preheat) 71 150%%. uATuNUMENNET ASTM A572 Gr.65 fiou
nsiensesitu (Buffer layen nuAeundaiioifousesiuooanuifnuusniiasinlaniongs
Tuannznismaassil 5 fleauudegean 369.2 HV (37.69 HRC) Farrarmudedanann Tange
Taaauannninismeaesanizdug sudunaiiloswnnain e Dilution MunzUfURnsidey
Fofinavineuazansanminnd ASTM A572 Gr.65 wnlurausuinlaveidensann vilwldannu
winadndenseamudinuusnidavialasdougs muiigndnatadondmun daunuuds
Lﬁaﬁammﬁuﬁwqm (Buffer layer) n36l Preheat Juaniznismeaesill indy 24532 HY
(21.6 HRQO)

nsdildlinnudeunounisdon (No-preheat) wAusUmMENNEY ASTM A572 Gr.65 fiou
naidewsasitu (Buffer layer) nutearuuiaiodeusesiiuooanuidfnuusmiavialasden
a¢ luanmgnavaaesdt 2 fenuudegean 384.86 HY (27.76 HRC) 284.86 dauaruudade
L%@Miaaﬁuﬁﬁqm (Buffer layer) N3l Preheat ({uan1zn1svaaesdi6 witdu 248.44 HV (22.00
HRC)

asulsinnisliainudeunounisifen (Preheat) niolailiariuiou (No-preheat) un
Fuaumdnndn ASTM A572 Gr.65 lifinavilianuudsvesiefensosiiu (Hardness of Buffer

layer) LanAN9AY

4433 pnundaiodentunenuds (Hardness of Weld surfacing layer)

anuudsiowoudunenuds luannen1sneasi 1 - 4 guanaindeu UTP Ledurit 65
fvuaindounen 1 4u vumannal Usunamsuau (C) 0.15% Uszana (approx.) 58 HRC
Aundaiedontunenuds luan1izn1sneaesil 5 - 8 Juanainitau DUROID 650 ESAB
nupAIALLDL o oLE 529 55 B3 58 HRC
= a I3 g A < 1% ey
INAN3199 4-75 UeNTUIANULTBITUTaNNENULTIRRNLA 4 nSdifie
(1) n5dl Preheat 150°%. + \ausasiiu (Buffer layer) + Wandunanuds (Weld hardfacing
layer) Tuan1gn1svnaesn 1 uay 5
L 4 & = A, A <
Weweudumanuds luan1iznsveae 1 deanuudagan 470.50 HV (46.96

HRO) waganmzn1svaaesil 5 flranuudsinagn 448.66 HV (4522 HRO)
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(2) n58l No-preheat + \Heusoafiu (Buffer layer) + Woudunenuds (weld hardfacing
layer)
iledentunenuds luannznsmaassil 2 fdeuudsgegn 555.74 HY (52.68

HRO) uazaN1IENTNARBIN 6 ﬁ@hﬂ’gmLLﬂﬁwﬁqﬂ 419.92 HV (42.72 HRO)

(3) nsdl Preheat 150°%. ldifousesiiu (No-buffer layer) + ioudunonuda (Weld
hardfacing layer)
dedeudunenuds luannynsneaedi 7 fifnauudegean  491.94 HV (49.02
HRO) wazanmzmsvieaesil 3 flemuudwingn 431.88 HV (43.80 HRO)
(4) n38d No-preheat lideusesity (No-buffer layer) + Foutuwenuds (Weld hardfacing
layer)
LﬁI@L%Em%UWE]ﬂLL%Q Tuanznisnnaesd 8 ﬁﬁhmﬁmvﬁaqqqm 461.06 HV (46.22

HRQO) LLazamwmiwmamﬁ q ﬁﬁhmmwﬁqﬁwqm 431.88 HV (43.80 HRQC)

. g & A < o s ] o
AR TL TN TUNENLTY INANILAIITNARDY 1 - 8 ALAINTIAIAINULTIN
A v Y a o v = N, . a i & A

USEnEnanimunlinnanignisnaaes esand Dilution lunsiweugs Wesnnilleleusea
wiudfnuniila lasdengs antudensesiuazansunnauiulanzfionanaindeunanuds
gunnluvazvasuazany

ayuladnnishianuseunounisiey (Preheat) wseliliaiuson (No-preheat) wn
FUNUWENNAT ASTM A572 Gr.65 liifinasionruudsvesduiiioiounanuds usnsiousaaiud
arudnduionisinzdavestuiliadounanuisgs diuanuniwenio@eunanudauegiv

AuNMaINLGaNLarn1sAIUAY Dilution ligauldmetianiuguainuiilunisiiuwundoy

< I Ao 14
Sagawiivinle

4.4.4 WSyUgUNANISNAFaUAMUATUNIULIINTZHNN

langau (Base metal) ASTM A572 Gr.65 HANANATUNIULIINTZUNNTATUTOINLHER

2215 98 Ngunniinagey - 50%%. LNAITINITAAAUNANITNAADUAIAIUAIUNIULITINTZLNA
ANUADINVIULIRNNSIDUSUAIL

1) USINTENUSOUIINAITTDUVBUNANNAT ASTM A572 Gr.65 Acceptance criteria  at

23°C 2293 38 (J) D198INA9UIIUDY Hangzhou, Zhejiang Province China. (John

Wiley and Sons, p.937.)
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2) \leeusesiueeamuiinuuenitaviialasiengs (DIN 8555 Group 8) tialiausesiiu

a v

UTP 63 ﬁu3ww;§m§mﬁ’1ﬁumwﬁa > 60 38 (J) Acceptance criteria at Room

temperature

3) laentunanudslasilounislun (DIN 8555 Group 10) Feudanazviusiy MuuavauLum

MseausulIluAININAIAUATULSINS EWNNVBL LB AU BIN WA NUDANWIINTE >

60 3@ (J) Acceptance criteria at Room temperature

I3 a‘ I3 A a' a
NANIINATDUAITULLUINTIILVDUND ALY 1uam’wmw1maaw 1 = 8 @UNITIN 4-76 LYANIITEUN

AMUATUNULSINTEUNNEIUAN PRI TaNNnLTeenld 4 nsdife

(1) N385 Preheat 150%%. + Wausasitu (Buffer layer) + Wouduwanuds (Weld hardfacing

layer) @01z 1svnaesil 1 wag 5 l0vinn1sdnTunadey Subspecimen yagaUAIAI1Y

ANUNIULSINTEENNAIL

f.

[ [%
Y v

Fuidonseaitu (Buffer layen) floginfuiilaidontunanudslasidonnflud 1den
AufuMIuLIInTEunn luan1ignmsneassil 1 1Windu 223 9a () figumgiivios
anznsmaaead 5 Wiy 194 3a () figumgiisies > 60 9a (J) f91 uveuLws
QUFIRHE

Fuidounenuis (Weld hardsurfacing) T§AnA U umIuLsInsEUNA @n128A1S
yiaaaTl 1 Wiy 84.3 9a () Tigamgiivies anmznismaasail 5 Wity 80.3 9a () 1

gumnnivies > 60 9a () fiedn NuveaUwANITEENSY

(2) n3ad No-preheat + Fousesfiu (Buffer layer) + Woutunenwds (Weld hardfacing

layer) 80112N15MAABIN 2 kaz 6 LIVINN1SARTUNAGEU Subspecimen yAEBUAIAIIY

[

AUNIULTINTZUNNAIT

f.

v 1%
Y ) IS v

Furdeusesiiy (Buffer ayer)magmmﬂ‘uLuaLﬁzjamuwaﬂLLGU@Immwmﬂu A laan
1 v d a v

U Ql
AIMUATUNTULTINTZUNA FN1ITAITINAADIY 2 IN1NU 216.3 99 () VIRUNNUNBY

Y

A4n1EMInAaesNl 6 Wiy 199.3 9a (J) Migumgiivies > 60 9a (J) o7 H1uveULYn

Y

ANSYAUSU

Fulaunanuds (Weld hardsurfacing) lAAIAINNATUNIULTINTLUNN FNILATT

vinaeafl 2 Wiy 85.6 9@ () igamgiisies anznsmaasil 6 Wiy 80.3 9a () 1

Y

gauM iiviad > 60 9a (J) 1971 HuveuwANTERNTY
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(3) Nl Preheat 150%%. liilousasiiu (No-buffer layer) + Waudunenuda (Weld

hardfacing layer) @n17gn15naase?l 3 way 7 LAviin195And3unadau Subspecimen

D.

NAEBUANAAFIUYULSINTEUNNF T

. ASVARDUAMALEUYNULIINSEMIAUSRaNsENUSauaInnsidon (HAZ) Flallevin
Astdousasity (No-buffer layer) Aeunisideudunenuds vnl¥usn HAZ veq
WENNEN ASTM A572 Gr65 filinismaaeuanmgdananegindafuiiedoudunen

udalasiouaflualaensalaAIANAIUNIULTINTZENN TUAN1IZNITNARDIN 3

Wiy 123.7 3a () Ngaumgineaey 23°%. luan1izn1snaaesil 7 windu 136 3a ()

'
a

Nguniinaaay 23°%. Feindta =293 9a () HoIAumileIunsa (Toughness)

9

TalpuYaUURNITEaNSY  NaN1ISNAARUTLALITUIA U N1 uTRINUN DU B Y

=

wonude usfagsinins Preheat 150%%. Fumuraunmsiieunenudwdfiany uaddl
LLmIﬁmzLﬁmﬂﬁy‘vmmﬁLmﬂwqmiaummlﬁaL%auwaml,%aaaﬂmm%nm HAZ ga31n
. %uﬁaamamﬁa (Weld hardsurfacing) lAAIAIUATUNIULSINTEUNN NIEATT
VRaeadi 3 Wiy 85 38 () ﬁqmmﬁﬁaq dn1zn1snnaesdl 7 Wi 70.3 98 () 7
gumnniivies > 60 9a () fiedn NuveUwANITEONSY
(4) A3l No-preheat Tifeusesity (No-buffer layer) + Feudunenuds (Weld hardfacing
layer) @011215VAa0T 4 uax 8 I§insdnatunnaey Subspecimen AABUAIAIIY
FrumuLsInsEunnge
. MIVAFBUAIAINEIUNIULSINTZUNNUSDNSEnUSauaInmIslon (HAZ) &alallévi
A3 Preheat Fusuneunisiden wazlilldviinisidousesiiu (No-buffer layer) nau

AUt UNaNLTY vinlwuSia HAZ ¥99 1mannal ASTM A572 Gr.65 #lenng

1% '
a = S

nagauanzRIna1egRndaiuilledentunenudilasdeunsludlaensdlaaininy

FUMULSINTTUNN ANNIEMIVARRN 4 Wiy 128.7 9a ) Teaumginaaey 23°4.

a

annn1Inaaesil 8 Wiy 135 9a ) Neaumqiivaaeu 23°%9. Gwinndifn > 293 9@

Y

¥

() 991 Liruveuwaniseeusy wan1svageudliiuindnldviinisidensesiiy
Aoudsunenwds Tuwiliuasiadymnisunnvgaseuvesioeunantdioanain

Vs HAZ gaunn
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9. Fudounenuds (Weld hardsurfacing) lAAIANUAIUNIULIINTEUNA BNILNT

a v

NG 4 Wity 85 3a (J) Meumnaivieamaaey an1IenN1snAaes 8 Wiy 77 3a

a v

(J) Mgaungiivied > 60 9a (J) B931 K1UVBUWANITERNTY
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nnsay 3531

A pa1daddy
T

A paideody
T

A paideody
T

(

pa1dady
T

A paidady
T

A paideody
T

A paydeody
T

A paidaody
1

'
a

Wwooy 1e elS}ID

2oueldaddoy

> 60

> 60

> 60

—

> 60

> 60

> 60

> 60

> 60

)

WnLS

S

q

2

3

3

5

6

7

ANPABIN 1 - 8

YUY 98

[
o

sudens pydm

<
g o

7o)
3 ©

85

85

=)
L ©

7

NNsay 1591

A Po10933VY
4

Po10933VY
4

P=210930Y
Z

Po10950Y
4

I

W00y }e elS3lID

2ouejdanoy

> 60

> 60

> 60

> 60

'
A

wnvLe

m o

2

3

19AeT 1syyng

223

216.3

194

199.3

Nnsey 3591

pa31dalay

N

pa1dafoy

pa1da(ay
@

pa109foy

gn (Average of Impact strength )

-0~

2ouejdanoy

>293

2293

>293

>293

£

wnvLe

m o

a

3

1

=
T
a

eloW aseg - ZvH

123.7

128.7

136

135

FYUMNYUNANTINAADULINNIELLNNRTULYBUNDALUY N1

ANRAYATINATUNTULLIINT

=

J,05-

]e |e}owW aseg

>215

>215

>215

>215

>215

>215

4-76 U

'
a

D, ¥edyaid

150

150

150

150

ATINN

UBCBBUELUZELUE

WIgULABNUNANUIENNYTB4
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4.5 FIWUNANITNIAFIUAMNAIUNIUNITANTOU (Test Report : Wear Testing)
nsnaasunsanusewuulaaluaniigliarsnasau (dry sliding condition) nsgsinlaeld

\3eaARaULIURIURRUAAT (Phoenix Tribology : T88) T8n1sMAdeU1939MATE L ASTM G99

nadeuneldusing 50 Sadu feamiEisey 200 rpm Wuszezian 10 Falus nduthue

LAZLNUANUNRIUNSNAdaUlUTIdN N

JUN 4.78 \ATewndeULUUTIURRUAAR

JINNIINAdeUNIsannseuntsagaunisannisusuuloaluaniiglfaisvaedu (dry
sliding condition) nszvilaglin3asmeasunuufiuesufan (Phoenix Tribology : T88) 33013
VAFOUTIBININTFIU ASTM G99 nadeuneliusang 50 Tadu freausiseu 200 rom 1Hu
svezaan 10 Falus Tnevadeuth 2 ad Wlefinnsannisannseu (g/hn) annaswwesimind

elU (Weight Loss) fleszarian 10 92lus dslduadsnssfl ms1eil 4-60 wargud 4.79
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JUN 4.78 (a) Sas1n1sdnnsouvesian ASTM A572 G65 THIUNSLTeNNenRILTIEanT1IY
#199)

A19199 4-73  Sn3IN3ANNIToUVDITER ASTM A572 AINUNSLTauNENRILTIBEN1IZAI)

AN1ENT dainvesiuny gnIIN13ANNTOU
NAADY nounIINAday (ko) NAINIINAEDU (kg) ke/hr

1 0.9236 0.9234 0.0002

2 0.9338 0.9294 0.0044

3 0.9235 0.9231 0.0004

4 0.9361 0.9340 0.0021

5 0.9382 0.9346 0.0036

6 0.9315 0.9296 0.0050

7 0.9248 0.9211 0.0037

8 0.9250 0.9210 0.0040

a v [

9NATNT 473 wan1ImadeuNUIT Unaestunuiiniunsdenasiidnvamduses
auseUIInaNaNIsdendwuuloaluaniiglfasvd edu (dry sliding condition) nsgvilag
T4ia3eamnaaunuufineaudan (Phoenix Tribology : T88) uaga1nn1sAIUIMENIINISANNT N
y0¥an ASTM A572 G65 i iy 0.0237 ke/hr wagBunuiriunndoumenfaudefeanioy
#1399 fi8nsn1sdnnseuilndidsadufe 0.0021- 0.0050 kg/hr anndeyafenariiuldiiiives
wadeunenfaudaiunuseanymsannieudsnduuulaaluaniglfasvdeduldanintuny

a1 = & A dl i 1% a o dl' Aa a ~
V]‘,LiJiJﬂ’ﬁLsﬁaiJiax‘]WUVlLUU?ﬁﬂWU%WUﬂ@U%’]\TNWﬂ @ﬂVl\‘]eLUﬂ'ﬁLGU@lWlllﬂqiﬂ’JUﬂﬂquﬂﬂﬂJcﬂmgLﬂjE)ll

9 %9

Y

laldenavihlvinvesuui@endsmeusnansiteunenudswonisdnnseustnsitedfey
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4.6 LBNESTBNINUATIYAZLDLATUNBUNISHYDN (WPS)

TutuiindarmunseaziBoatunaunisidon [WELDING PROCEDURE SPECIFICATION (WPS)]

Fombeau....CIT, KMUTNB

U3uU3t (Revision) A3 ..1... /A (Date)........... 27 May 2017....occcvce

1BNE1S WPS vnesa (No.) ...001

Tog (By) ...503d03191589031URS .. BsdURUSLSEY

Susedlagtonals POR vunetay (No).....001................

auWlag (Authorized Dy)......cecwvrrecen YA/ (Date)....orcceern

nszuIUNSIdan [Welding Process(es)]

Electrode Arc Welding (SMAW)

Shielded Metal

wfinnsidon Mideuite (Manual) O Asdnlusia Semi-automatic)

O dushenalniMechanized) C18nlusia (Automatic)

AseanuUsaEsa (Joint design used)

M Feumenudruuwsinlany (Hardsurfacing on Plate)

IZ Single side L Double side

SyenelTondoulul : 1./.3

uTWTaNseafiu (Maximum of buffer layer) :

aaadou (Filler metal)

andeusaii (Buffer layer

O aws Specification : AWS A5.13 : EFeMnCr UTP 63
M DINg555 Classification : E 8-UM-200-KRZ

Tanizeu (Base metal )

wnsgudan (Material Spec.) :

insatan (Type or Grade) :

A572 Gr.65

autdvmanil/mena (Chemical Analysis and Mech. Prop.) :

Qmwgﬁaumm%u (Electrode Dryer Temperature) : 2 h / 250 - 300° C.

wwnandon : 5.4.0 X 400 131,
mndeutunenuds (Weld hardsurfacing layer)
O aws Specification : AWS A5.13 : EFeCr-EX Series Electrodes

M DIN 8555 Classification : E 10-UM-65-GRZ

vindou (Welding Position)

Wudeusteuinses [Position(es) of Groove] : 1G

famansiden (Welding progression) : NA

O Westuup) [ Fosas Gown)

waila (Welding Technique)

= v o v o
nsmuauainden : Ideudeile (Manual arc)

msduuuadon : M Lidemadeon (Stringer bead)

] deamfion (Weave bead)

WU DUNNEIER :

M \Feusesitu (Buffer layer) WY 2o U
M Feuduwenuds Buffer layer) asan S ... A FU

Ue

ASLANZUIN ABIBANALANAININATSITL

O 48ms (Peening) : \NA

L] #8n1s8uq (Others) (Wsnszy)

nslkaudaunaunision (Preheat)

| gaungll preheat Tuidouseaiiu (Buffer layer) fgn : 150°C (i)
4 g0l preheat Fuidonmonuds (Hard surfacing) layer) ﬁwqm :

150°C (1)

Aaanuen1lni (Electrical Characteristics)
nszudlvidou (Welding Current)
Oac Mocee Oocen Opuse O 8ug oo

Ynmanuioudn (Heat Input) geam ~_ NA - wie k/in w38 kJ/mm

aseimuantsaeAiauUsTunisiden (WELDING PARAMETERS)

M y amdeu (Filler Metal) nszudlniden A uTou
VULUIITDN NSZUIUNT
: - p E— (Travel
(Weld of o FULLDUNDNLUS w.m @ s snuml,a1 ﬂ; Taat (Vol)
Layer(s)] | (Process) don ) | "IN M wansiiamps) Speed)
(mm/min)
1 SMAW Buffer Layer a4 DCEP 110 24 150
Weld hardsurfacing
2 SMAW L a DCEP 160 24 150
ayer
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msssniuuturdeumeniauds Joint detail for hardsurfacing : F::i:’g ?:;f::
mseuwenudsfeudnday
Fideunenudeuuusulave (Hardsurfacing on Plate)
HSLA Steel Strength > Austenitic buffer
4| Single side [ ]
I
[ bouble side Steel
Substrate
slionTosdo (Type of Welding Machine) : Constant Current wFesmunensdn : FRONIUS Model : MAGIG WAVE 2600
(O
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4.7 N5 IUTUNNNANISNAFIUSUTBITUNUNT5HYaY (PQR)

Tutuiinnanisnagaususas WPS [PROCEDURE SPECIFICATION RECORD (PQR)]

Youawiloguiun (Company name and address)

NU8LaY Procedure Qualification Record (PQR. NO.) ......00 Lo

$Us99 WPS muneay (WPS. No.) 001

nssuaumsden (Welding Process) : M svaw O etaw  Oevaw O Fcaws

O 8wy

seasia (Joints)
M Feunenudsuuwsivlans (Hardsurfacing on Plate)

] Single side [] Double side

SYULNOTONTOUNU 1/3

nudutousesivu (Maximum of buffer layer) :

MseonLUUTUNUTeNNenids : nsileunenuisiouindes

Hard Buffer
Facing Layer

[ HSLA Steel Strength = Austenitic buffer ]

|
Steel
Substrate

Tanze1u (Base metal )

A572.G65

wnsguian (Material Spec.) :

nsndan (Type or Grade) :

yindiau (Welding Position)
wideusounnses [Position(es) of Groove] : 1G
Aamamsidey (Welding progression) : NA

O Wewtuup) O deuas Down)

autAvanai/miana (Chemical Analysis and Mech. Prop.) :

adeu (Filler metal)

adnouTosy (Buffer layer

msl¥anufaunaunisideu (Preheat)
M gaungii preheat duidiousositu (Buffer layen) s : 150°C (§114)

4 90unnil preheat udaumonuds (Hard surfacing) layer) mswa;m :150°C
(@ld)

FBnsldrrwdeu : M wneu O s O 8uq Gey)

gaumaTiszninetudongan (Interpass temperature (max.) :

O aws Specification : AWS A5.13 : EFeMnCr UTP 63
M DINg555 Classification : E 8-UM-200-KRZ

Ananuen1lnih (Electrical Characteristics)
nszudlrlidon (Welding Current)
Oac M ocep O puse O 8uq

Y3mnmanufoudn (Heat Input) gean __NA

[ pcen

e kJ/in %se kJ/mm

Qm%qﬁa"umm%u (Electrode Dryer Temperature) : 2 h / 250 - 300° C.
yuwaaiden : & 4.0 X 400 1.

amiFentunenuids (Weld hardsurfacing layer)

O aws Specification : AWS A5.13 : EFeCr-EX Series Electrodes

M DIN 8555 Classification : E 10-UM-65-GRZ

waila (Welding Technique)
nsmuauainden : [dideuseiie (Manual aro)
msuuuadon - M Lidwaaden (Stringer bead)

[ dhwasndien (Weave bead)

Funuduounengdn :

IASewnenIsEaIniden (Filler metal trade name) : UTP.LEDURIT.65., | M \Wousasiiy (Buffer layer) WY 2 Fu
DUROID 650 ESAB M feudumenuds (Buffer layer) g9eA MWW ... 2o u
slnanswenumaiden (Type of Covering) : High-efficiency. stick | misinzuin aaneamduAnéaanmsdon
e,le,c,tr,o,de,yvj,thgut,s,l,g O 33ms (Peening) : NA
gaumaiiouainilieu (Electrode Dryer Temperature) : 2h/300°.C e
j L1 38nms8uq (Others) (ismszy)
Yunaadon - (4.0 X 450 331,
asnuuan1sasaaaudslunisition (WELDING PARAMETERS)
. ‘ andeu (Filler Metal) nszualnidou aasaden
FUwLIToU ASLUIUNIT — - I p (T (
. Fuounenuis gilauazdanszualni 3am rave
[Weld of Lo wn & wn wond (Volt )
Hou (. (Polarity) Volt Speed
Layer(s)] (Process) () (Amps)
(mm/min)
1 SMAW Buffer layer q DCEP 110 24 150
Weld hardsurfacing layer
2 SMAW q DCEP 160 24 150
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wamsmaammﬁauwamﬁa (TEST RESULTS)

nan1sAIvEaUAaIen (Visual test)
WwsgIUMAaeuiliEnsda : ASME Section IX 2015 - QW-144
anmeznisveaesii 2 M s (Passed) [ laisi (Non-passed)

anmemsnaaesii 5 Mty (Passed) [ laiti (Non-passed)

nan1svagaaulaseadaumn1a (MACRO=-EXAMINATION —
PROCEDURE SPECIMENS)
WAIIUMAABUTLEE1984 : ASME Section IX 2015 — QW-183
anmznisaaesii 2: M s (Passed) [ lais (Non-passed)

anmensnaaesit 5: M s (Passed) [ lsitin (Non-passed)

nansnsaadaulassaiiegania (Microstructure Test) : wnnsgumnaeuiildidnads : ASTM E3

a
ANNLNITNRERIMN 2 :

M iy (Passed) [ 'lsiki1u (Non-passed)

a
ANNLNIITNPABIN 5 :

M iy (Passed) [ 'lsikiu (Non-passed)

nansuadaununds (Hardness test) : snsguvaaouiilidnads : ASTM E23

anmenIsnaaesii 2 :
Buffer layer

>1 Layer : M tinu (Passed) [ laii1u (Non-passed)
Weld hardsurfacing :

anmenIsnaaesil 5 :
Buffer layer

>1 Layer : M sinu (Passed) [ laikiu (Non-passed)
Weld hardsurfacing :

wan1snagaunsenseunn (Microstructure Test) : mmigwumaauﬁ‘l‘ﬁéwﬁa : ASME Section IX 2015 - QW-170

anmzmsvnaesii 2
Heat Affected Zone (HAZ) : \NA

M iy (Passed) [ 'lsiki1u (Non-passed)

anmzmvaaesii 5
Heat Affected Zone (HAZ) : \NA

M iy (Passed) [ 'lsikiu (Non-passed)

asnadauNMImagauntsanusauuulaa (Wear Test) : snasgrunaaouifligrsda (Standards) : ASTM G99

Furuan anazns UnUNVBITUIY IATINTTHNNTOU
VAaesd i 3 ke/hr
naun1snagau (kg) waan1snagaay (kg)
2 0.9338 0.9294 0.0044
6 0.9315 0.9296 0.0050

anmenseaest 2 M uu (Passed) [ lsieiu

(Non-passed)

annensneaest 5: M uu (Passed) [ 13

#1u (Non-passed)
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4.8 NM15USLLAUTIAADURND B

[

nsuszdiusadeuindesanunsavinldlnefiveas Badsil
1. 769 ASTM A 572 1n3m 65
- 59¥an 20 usle 1 Alan3u x 25 kg (nthvesTanilinandeudnden) = 500.00
UM
2. avnflousasiiy
~59@n@an 5991 380 Umise 1 Alandu x 1.80 ke (Hwinvesanaiildidion) = 684 viw
- AnumiosazUszdvBamnsidenannsgydelaumndounasnandsuainiden
[100 x (Electrode Length — Stub) / Electrode Length] x Deposition Efficiency
[100 x (355 ~55) /355] x 0.75 = 64% (anfiifiaa 100% a=lHiFeuls 64%)
- fatu 39P1989099 684 + 199 (36% o3aIN) = 883 UM
nAYWR: Electrode Length = A1181IUB9AA Stub = Uangvesmnidon

Deposition Efficiency = dndiuussansamnsdeulnihigayduiiavesmandviain

Wioy 355 mm

\4

* 55 mm 300 mm

v

< b
— . oo

3. adnLdaunaniaude UTP Ledurit 65

- 59A7870 51A1 580 Umisie 1 Alandu x 2.80 kg Gmiinvesandildiden) = 1,624 um

- ﬁmmam'w%faEJazﬂizﬁ‘m%m‘wmiLs?faumﬂmiqﬁyl,ﬁﬂﬂmam@L%MLazwg’ﬂ%ﬁ:uaam%am
[100 x (Electrode Length — Stub) / Electrode Length] x Deposition Efficiency
[100 x (355 ~55) /355] x 0.75 = 64% (29nfiiana 100% 2w lHdould 64%)
_ ety 91AnvedaIn 1,624 + 547.2 (36% U89870) = 2,172 UMN

UNEe: Electrode Length = AI1181398980 Stub = Uangaaidien

Deposition Efficiency = dndiuuszansamnisdeulnihigaydeiiavesnandviuainioulni

4. RUINAIDETIUY

- AN NNNTANLAZLIDNTUIIY 500 UMSaTU (8 TUIVIN9) / 4 FU = 125.00 U
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5. ANPUYUNAY

- M5\Eousaii 5 UM/KWh x 25 V x 106 A / 1000) x (1.80+ 0.52 kg) / 1 kg/h) =
30.74 U

- mMeouRaude 5 Um/KWh x 30 V x 168 A / 1000) x (2.80 + 0.94 kg) / 1 kg/h) = 94.248
UM

© M38UTUNU 5 UI/KWh x 2 kWh x [(2 h x 150/300°C) + (2 h x 300/300:C)] = 30.00
UM

- ufid LPG (M3gudiuni) 13 U1nsedng x 0.1 Ans = 2.60 119
6. SINTIAAHEANIAUA

=500 + 883 + 2,172 + 125 + 30.74 + 94.248 + 30 + 2.60 = 3,807.588 um

Wewn: 1A1UszILYeIR B UANDREAULUY

v

a 14 a v | v a 14 14 oA
INNANITUITLLAUTIAIADURNDDYNUIN munummamauaﬂaaamw 15101

3.807.588 U Balnalfssiusanfeudndssfilssnuiaatulvandn Ussuna 3,500-4,000

YY)

U/ Iagsiafiuaned1eiu (Usganu 300-400 um) Fusgiuiaguazanninaliniieuid

q

3IA1E9 DAY IIANFDTIUIUNTINGR BVB-LNTA WATUINTIIUYDITAR ATLITIVBIY 1YY
FUTFUYUNEIIUIINNTEUIUAIUANAIINTBY wazdus Fesdadedanarild ursgrelsiniy

A a v Y wa v a \ Ho v Y a v Y ay v
LN@WQW?@HW:\]']ﬂsU@iJuﬁV]'Nﬂ']UﬂiJUmLLa3G]UV‘]Uﬂ']§Nﬁ@ﬁqﬂJﬂﬁﬂU\‘1%1‘WLﬁ'ﬁﬂauaﬂaaEJWHLL‘U‘U‘V]VLW

'
[y o a

Pneddell ddnenmnasndnduliganamnssudandedlasely

4.9 M3InUTHNAEENanANUILazNan1TUTEuANNTLAzANNINE lRYasid1ausy

o/ o 4

SAUNUDNAITUTZUITUNUS

Y

gandulasinsidelfdasusuiiedienenninuiidaivinis Wifuniaiguazienvy
Taglamzegadayransvesngugnannnssuiiioadosuazaanisinu loun drinaudesuas
fna Tsanuiane vidnsmineandounasiaieadon vitviummnsdeuneniiauda
safleynainsvesuminerds Tassuduuunivnns “msimundeudndesifaudisuniunis
Heuanmdrsmaluladimnssuauwdouuasnisivquamainauwdon 1d¥adu
o TsausnUsudeiu namw Tutudannsil 17 nsngau 2561 11a1 09.00-16.00 udwrugdIaw

[

Viadu 53 v giavienansuseunduiiusdeyanisauidelianunsaasisesaninuslunisimun

ASLUIUNSHANABDURNDDYNIAINUAUNIUNISLFDUANIN LLazmmmﬁﬁqmmiL%@J‘W@ﬂLL‘?NIU

Hogondn1THAANANAUMTUTINNYOLA wazauTaenTEAuIan1NTINEoUAUAMTBI HRANADY
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AndesuaznisWounenuislillufisensu muunsgruanaliiuniasguazionsu fiseazidun

o
Nuanslun1AnuIn

' (%
Y

JUN 4.79  msusseragunansIdelunsdununivnms a lsausuusudau ngamm
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M13197 4-74 Han1sUsiiuaNiazauianelavesfiineusunsimuAeuindeeNilaudR

AUVUNIT DN MR ALULAEIAINTTUULTOULAZNITIUANAMN N U

d7Uusziliunansiinausa /EVALUATION

aeldlasenisive (59 "nsimunfeudndasftiguiRduniunisiiananw

FEwAlLlABIAINTTNIUTBULALNTATUANAMIN NI UL YDA "

599 “MsiinAuAunIUNsEaNan WY asTuR wanuwdsuuAeudnday

Fuit 17 nangnau 2561 19an 09.00-16.00 .

et o 2 o
A0UTNNOUTY o TMosoUsH 15 suUTuSRUY NN

fnaunuusauay 918 e
43 10 ABULUUdBUNNY 53 AU
i F18M15UEAI 5 1 a4 | 3 | 2| 1 | cdweds | wWesidud [eglusedu
gunszuunis/sunsuntsldudnig

1 |msuszrduiuslasenisegiaigs 31 - 18+ 4 4.51 90%| 1nilan
2 |[Funeunsamadou / Suienans 28F 2 5 4.43 89%| 11N
S 4.47 89%| 11N

fudesuieaiaazaan
1 |nsliusnsuazsruasemuazmnuasiintig 20 28 5 4.28 86%| 1N
2 |aouitsneusuazonuasiirumnzay 21 201 6 4.40 88%| 11N
3 |anuwdenvesian Aanviryunsal 25 1 17 11 4.26 85%| 1N
4 |msuinisemisnandiu / ewnshasazeiesin | 26 - 25 -+ 2 4.45 89%| 11N
W 4.35 87%| 1N
runmammsliuins wingmstlousuuasiowmangas
1 ijamLLawﬁﬂgmmaﬁummﬁmmi 15 - 37 1 4.26 85%| 11N
2 mmmﬁwmmiﬁiﬁhﬂ%ﬂiﬂwuﬂlﬁ 26 - 23 a 4.42 88%| 11N
3 [ilenansussneunmsineusuiianuminsay 18- 28 7 4.21 84%| 11N
4 |msflneusutieifuyuanag 26 - 21 6 4.38 88%| 11N
S 4.32 86%| 11N
**gyufiewslolunMsINVaINITBUSHASI **

spoufienelalunnsmmeiniseusuadel = 28 22 3 4.47 89%| 11N
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i Ry SYERRRTRR 1 F3¢.8ES ‘A ;

N5 - AL Gor 581
Lo

"ilu-,l .glmm g!mq 'l,’]""i'!g]f{ffl"g|"?!l

o o 1 s < aa 3
E‘U‘VI 4.80 F9Y1TUNUNBNLTY LaZNIIATIVEDUINLITANTUNTNTL

LLa3ﬂ?ﬁﬁ’i’;ﬁ]@lﬂ‘iﬂﬁ%’mﬁ\lﬂﬂﬂﬂsﬂaﬂLLU’JL%EJQJWE]ﬂLLGﬁQ
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Uni 5

#5ULaTanUTIgNan1sNAaDY

Tunsneasafounenudidiassdeudndavaniizne anziidvliasuiazeivsenanis

NAADINAN AT

5.1 agunan1innaay

5.1.1 doya

o o e

GRGIN

[

Tddaunanudelunsazaniiznisnnass

q' 4 (v d' d' a @ 1
A15199 5-1 Teyananiildlunisiwennenidiuds luudazaniiznismaaes

smdouses | adadeuwenuie | Taaufeudeuns | msaauquaamglissarinety

#u  (Buffer (Weld hard \Hou (Preheat) | Wou (Interpass Temp.
dn1en1s | layer) V surfacing) ? 150%w. Control) 600°C (max.)
oo UTP 63 o A8 Taigl il Taigl il

LEDURIT65 650

1 v v - - [ - v
2 J Vv - - [ V]| < J
a N vV - 7 [ - - v
; _ v - v -1 - v
; 7 v - I - v
; J N - [V < J
v - — v v [ - - J
; - -V v [ - - J

v o ¢ = ' Y A a wa \/ = =~ v A a wa
vianew  deganwal — vneds  Lifinslivseufun, Vo waneds Snnslduseuon

v mm%mmﬁu UTP 63 41931 DIN 8555 : E 8-UM-200-KRZ 2uUd & 4 Ui, 8717

400 .

2 apdounenuds UTP LEDURIT65, DUROID 650 ESAB  47m337U DIN 8555 : E 10-

UM-60-Z 29U I 4 43, 8173 450 u.
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5.1.2 @5UNANIINAGRY HN1IENISNARBIN 1 - 8

AnizRRdelasUnan1snaaedlulazanIznIMAaeteeNIn 5 Aufe

1) negeulassasIsumniA (Test Report : Macro Structure Test)

2) naaeulaseasegania (Test Report : Micro Structure Test)

3) mimaaumwmvﬁwamﬂ (Test Report : Mircro Hardness Test)

4) ATVAFDUANNFIUNIULTINTZUNA (Test Report : Impact Test)

5) ANINAABUAIINAIUNIUNITANIOU (Test Report : Wear Testing)

5.1.3 42a3UNAN1IVIAADY

WIHANITNAADUIMNANIENITNARBIN 1 - 8 210 UNT 4 Waguna tivelddndunis

- o a = - ° Y A wa a - 1 o %
deonld annenmaaesiivinvauige weazthlUldufiRnuasddunudeudeuuisefou

Andes laveasudawandlunisnan 5-2

M131991 5-2 aJUNaANTIIENITNAGIW 1 - 8

lassasiaun | lassadhegania ANNLTIAnIA AUATUNIY
d4N1Y
AU A (HRO) UIINTZUNN
[ARk]
Preheat 1A® Check HAZ | Buffer | Over | HAZ | Buffer | Over | HAZ | Buffer Over
VgaN l L l l l L
cracking &y &y Y Y ay ay
1 il lsiusng B | AMn | CrC | 205 | 21.60 | 46.9 | X | Acc. | Acc.
2 laisd toedign B | AMn | CC | 200 | 7.76) | 526 | x | Acc. | Acc.
3 i 170 B X CC | 206 | % [438| Rel. | x | Acc
q Laigd Mﬂﬁqm B X GC | 215 | x |438 | Rej % Acc.
5 il Liusng B | AMn | CrC | 21.9 | 37.69 | 452 | X | Acc. | Acc.
6 Laidd vouiige B | AMn | CrC | 207 | 2200 | 427 | x | Acc. | Acc.
7 il tiouian B x | CC|215| « [490| Rel | x | Acc.
8 aifi Laiusng B X | CC 201 | % [462]| Rel. | % | Acc
WU
- 9

B waneie lassairsganiauuluni (Benite) 3o wisalaviaziden
AMn g lassaseganireeamudanuianaviialasieuas
CC wneie lassasiganialasdeuansiuduazaislundedou
Rej. wanedy Ufuas lleeusunse luunisusediv

Acc. U809 89USU 9D NIUNISUSLLAU

X wueds lifinnsveass wiseluiinnsveaeu
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NTeasUnanIIaaedly 713199 52 WNUIANILAITNARBIN 3, 4, 7 uay 8
A M Yo A & o g v X A & < . =
Aldlavinsiousesiiu (No-buffer layer) viliiiloidontunenids (Weld surfacing) 1n1zdn
fluvsnansEnuiouanmailion (HAZ) veslansumvannal ASTM A572 Gr.65 lngnsavinli
S 1 a 1% 1 ~ dgf = [ Y . . [ Y a
Y1AANUEANgUinAMIAUANAYMENloWeNLEUMIEY (High residual stress) vinlwilAn
v PN dy d' a Y [y A = I 4 a
seguanINMeanlufiAn1einvIeiuAue kWY Fadulsingnisal Univienaie
anuaululoweunsegalasdeuaislud Wudmimatialdisonduniluin “Check
. 1 A Y ~ [ [ =
cracking” Mviuladaauluan1En1IMeasdl 3 kay 4 NAYBIAILLAUANANNAINNITLTONES
[ 1 1 [ L% dy d' I ' a Y a A
Aanan azluanusyilileounenudmaniousananiilanenulaieuassunsiigase
p3dnaliinnsuaniIuluielansnumannaiusina HAZ wsaiiadgyminisuaninale
WuRYBY (Under bead cracking) lade wazaindeyalun1s1en 52 lun1snaaeuady
AUNTULTINTZUNATINUINANITNAGDUAIAIULUTIEILNTT (Toughness) aslansauuiin

HAZ Tuan1znsmeaeddi 3, 4, 7 way 8 lN1uveunnseausy
MEmgNanINa123 L dudoddnan1IzN1sMeassfl 3, 4, 7 uag 8 98na1NNINLEDN

nsilUldUiRnuendentt A udndaslulsaugnaImnssunantinig AIsIuuwany

azideun agullumisen 5-3
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A15NN 5-3 asUaNITIATIEian1Iznsnaaesd 1 - 8 iedeauladeninluldlunuiey

FauUn3eAaudnoey TulssuanaInIsSuNEAtINIg

AATINNT sl naSeuLiieun AUAIUNIY
N1 ° v o P ° o '
ilUldwen | wiawaUsznaunts | Adnudeu | dAey serdne WIINTZUNN
ﬂ’]i o v a 1 &V
YaNUIFY fndula NauN1g n3ad Preheat HAZ | Buffer | Over
neaes |, o P 5 N
ABUANDDY LIRFY wag No-preheat Y Y
¥ 4 P Luifinadolassadng
1 \elousesiusea .
. . Preheat | uninm  lAsgasna
IH] RV MUUANIINTUEDY “ x | Acc. | Acc.
. 150%%. | 9801 AT
5 PILESUUTITALNE
v 4 L. HAZ wadlansau
\Wealeulasidiouans Ly
S . AL ST ULTON
2 Tun Tutumonuds o
. , No- 090U WaAY
I} WA Uesiunsvignsiou X 4 g x | Acc. | Acc.
v 4 d, preheat | Wisiilewten ludu
6 YITULTDUNONUYS .
WONUTU
ANANULUTILNTS
(Toughness) lair1u
3 , VOULIANITYDUTUKA
laimas Preheat
13} o aw NMINAFDU LagnIsg o laifinaralaseasne | Rel. X Acc.
Heonld iy x4 150, -
7 luiflvuiloouses winn Lifinane
Nuvhlinaw laseasnegania
gangulunisinizin Liflnaroauuds
MliAnANLAY HAZ «edlanganuy
anAnsluguLilolay uay Liflnase
q < < < &
, wonudegaunn u AT TRLLD
laiens o qvl No- 4 2 < .
Lag a oy | @eyilituTen LT DUTUND ALY Rej. | % | Acc
wonld B . preheat
3 WONUII gAY
ponnlanzaula
Nald
NUELIAG
- 9
. = a 1 o G [ a
Rej. waneds Ufuas lleausunse luunsusediv

Acc.

VUNYDY 8USU %59 WIuNIsUsEY

X yneds kifdnsveass viseluinisvedsu
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A15NN 54 weRauszneumsinaulaiden anenimeasi 2 uar 6 Wltlunudeudey

Unysreudndeslulssnugnaivnssunaniinia

anag . LYONTINY .| Tassadna AUAIU
anAuu (No- Taseaina )
N3 (Buffer 3801A AIULVY RIITER
preheat) URAA -
NAADY layer) U HAZ NIZUNN
A1 CE 7ifued | saeainideu , .
. .. . v AIAULTIVDY
lanmannan | seamnulan \oltau R , .
. . . Tangauusnn | A1ANRIY
ASTM  A572 | wsnmdlawiln | wenuds ., .
2V . . . . JGEEGRAN nsgnuiou WIINTTHNN
Gr65 Wi | lasleugadu | lasdey . , Py
, . K | wiisalavi (HAZ) a1 | veduslven
0533 lgann | dnanadiung | arsludlsl o x4 p
. o R azdenvie | winlelouduy | sesiiunay
Usznaufiu nmzdalidu | insey . P , P
v . Loy o . wuluv sosiiulazAl | Leloudu
Junuliawiean | Weleuwen | N3 . Lo .
i Lo . L | WuRsdu | enuudalie | weanuds
WageNTey | widlasidey ARYINAY i .
L. . . @N1%N13 \Wouduwen VAEOUNIY
widanlu | asluatdesdiu | awenn § Lo
.. . veaosl 1 | 433 lduensng | veawanis
62 | mslianuieu | Msuwanvan WY . 4
v D4 . & ey 5 NFNIENIT | YBUIUAIUN
FUNUNOWTeN | SoureNile (Check . .
i i3 VARR 1 Uay | Jndnivun
wwdewsioly | Weouduwen cracking) s
Tuslpednludn | uis
VLUBLAG
- 9

D arsipuneassanied 2 l9aiaien UTP LEDURIT 65 wWuaiaidaudunanuds

2 Asi@eunnastaniiEi 6 1dadrmtiau DUROID 650 ESAB tuaintinutunanids

andeunsaenasomueni1sdn Wuainleusglunguuinsgiu DIN 8555 : E 10-

UM-65-GRZ weriiaulaiuannsgiu AWS A5.13:2000 - EFeCr-EX Series Electrodes \Juain

Wounildiunausnlasillenglans 23.5 % lagdmin uasldiunauvessinilianslundun

Laun Tulawden aunfsy ey idedeulassadrsganiamanlasifouaislua

(Chromium carbide) wagaslumdstou (Complex carbide)

ndeagunaniseastly 915199 5-3 waz 54 T dumenanlddndulaidionaniie

c{' = 1 o =~ & v a v -
A1TNAADIN 2 ey 5 1uﬂqiL%@NGﬁ@NUW§QL%@NW@ﬂLLGUQﬂ@uaﬂ@@EJIiﬂﬂquqmﬁqWﬂﬁﬁlluq@']a

laggUsznaunts awnsaidenlddemuuanisiiied an11en1sNAReIN 2 139 @n1IN1s

naaeadl 6 agelaadenils o lUdUfdRnudeudeniistounenuisdoudndonle

REANRGRPEHITE GRS
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5.1.4 nisvaaaunisdnnseusuulaaluaniazldasuasidu (dry sliding condition)
nsziilneldin3senagaunuuiinasudan (Phoenix Tribology : T88) 35n1sWnaeudnads
1195574 ASTM G99 nageuneldnsing 50 Ty ireauiiaseu 200 rpm Wuszesiia
10 $lus Inevndeuit 8 @anzaneg 11197 2 ASe iefansannisinnieu (o/hr) AARaAIS
gaatniniimell (Weight Loss) sieszaiian 10 $alusainnan1snaday wuii Usianwes
Funuiirunsidensidnvazdusosmuensovnnaannisideaduutloaluanizls
a15maedu (dry sliding condition) nszvinlaeldin3emaasunuuiivesudan (Phoenix
Tribology : T88) La¥AINN1TANUINSNTINITANNTOUVRITAR ASTM A572 G65 A1 Wiy
0.0237 kg/hr wazBuauiiumsdesmeniaudeisanniesng dsasmmsannseuilndifes
ffufte 0.0021- 0.0050 ke/hr andayadsndrufiuléinfirveauuandouneniudaiunude
anmrmsannsoudsnduuulaaluaniiylfasdeavldinintunuitliinsdeusesiud
Hutaniugrudouiien Snvidlunadeoniiinseuauenmnivasdenlidmarilifinves

o w

wuFeNEsMEUS UM SWennenulsensannIeustslitudAey

5.2 8AUS1ENANISNIAADY
AMINAAIEN1IE 1 04 8 Wumswausmenszulrunsidonlnisealinonlansyiia

valdng (Shield Metal Arc Welding : SMAW) usiazan19en1snaaesdinsfimuamiudsnis

[%
v

\Wou (Welding Variables) ltlun1svaassdifgysiai
1) sewna (Joints)
Junisweunenuduiiofuniun1sdnusaiuniseseunudze1nTusunieisna
! =
neunsiden lunnan1ienmaaes 1 - 8
2) lanmzau (Base Metal)
WANNAHANRIAIINWTINTIZI ASTM A572 Gr.65 TUTUIUAIUNANTIHAITUOUAT
Jasiunsinlasadisganinunsinuled AUsnunsenusou (HAZ) annnisiden Tu
NNANTIZNMINAADY 1 - 8 WUl lpssadregania HAZ Wulpssasaiisalaviaziden
=) [
w3aLuulum
3) Aoy

n. Wanwenseamuiiinuusnitlavinlasidesss UTP 63 11n551u DIN 8555 : E 8

UM 200 KRZ aun & 4 X 400 wy. 1uaindeusesiiu (Buffer layer) Wiioiasy
=~ o A a <& o d' ::4'
nsingBntuldeuneniiuwdeiulanzau lunsileuan1ign1snnassi 1, 2, 5

ey 6
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4)

5)

6)

v. l¥armdeunonuds UTP Ledurit 65 413511 DIN 8555 : E 10-UM-65-GRZ

gun & 4 x 450 uy. Wiedenlasdouailusuazasludidadou Wuain
L%am%uwamlﬁq (Weld hardsurfacing layerr 1‘Uﬂ’1§lf?jl’emﬁﬂ’1’33m§‘1/lﬂa’e]ﬂ‘17i 1, 2,
3 uag 4

A. T¥aandeunanuds DUROID 650 ESAB 11@557u DIN 8555 : E 10-UM-65-GRZ
Widedenlasidlonaslusuazadludidedou iuaindeudunanuds (Weld

hardsurfacing) Tun1sifieuan1Izn1saansd 5, 6, 7 uaz 8

= v N < = v A = a ~
nsienldainlounentdsn1aAIBanuIen1sA ednwUIeuLisy
159851998017 1a59a5190101A wazauiAin19anadiuauuds AufIunIuLss
nsEUNA WUIlnALAYSAY
oA
VRIGREL
MN1TAaeLten d@nnensneans?l 1 — 8 Tuvisu (Flat welding positions)

N3 Preheat

gaumniifildlunsiiniuiouneunisien (Preheat) fin 150°%. ldannnisAuane
A1Fueuauyad (Carbon equivalent : CE) 9aUszasAiielannuiiunazandnsnig
2 o A a  a a v 13 ¢ ¢al a =

Wudiiendnidenisiinlaseadiansmudanlangau vina HAZ Tun1sigey

dn1EN1IAaeddl 1, 3, 5, 7 HaN15NAa0IUIINGI1 A5 Preheat FUIULMANNAN

a

HANAIANLTILTIGY ASTM A572 Gr.65 Nigaunndl 150°%. eeufiunislailiaim

Y
(2

Souuntuaunaun1sliaunentds (No-preheat) @n1gA1NAa0edl 2, 4, 6, 8 1
dananuuana 1 lunAUNaYeINIIVAaeY Weswwnurulounenudifinaasd
I3 o A s A 3 v v ' A s A

YUIAANLAEALIPUINNSTBNTUTBNLINAT TS TSP UN DU DT UL DL

o & A a A ) o

Aulugudau U8RIl uR7

Aasanuwagnaliihnldluniswes

n. Wuaseadeussuunseualnilaaadl (Constant current : CO) W@enlddnsyualy
e DCEP %30 DC" muA1lug U8 fNanaInlia Uil tousesiiy (Buffer
layer) waghuloudunanuds (Weld hardsurfacing layer) nslinseualniioy
DCEP w30 DC* finavinlvimiuseudiulngegnivarsainion vinliainiiey

aransdny WaNdneYU
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Y

9. AIAINTELANLY NI U aUTBINUIUAN1IENITNAaRIN 1, 2, 5 kA 6 Winnu 110
woud wazAnszaalWilouduidaunanude 160 waud Tuaniiznismeass? 1
8

)}
Lo

(%
Y

A, faAInTEhal@eutuLtauneanwde 160 woud Tuan1iznisnanassi 164 8
nssualiBaudunanuds 160 woud finavinly Dilution 3nLlaauTUIBUTBY

[

N X ) A a ° v 2 & A 2 o oAl
WuazaeTunauiulane@audn dxnariliainuudwiladaunantdaninag
ANARAIATENI VLA
a d‘
7) WAUANITIYDL
n. MneadaRuwuidsuwuuiduidon (Stringer bead) Wialfinanusilunisionan
UFu1ad Dilution a9
U, Weusesiy 19U luan1izn1smaased 1,2, 5 wag 6 laniaiia Dilution &s
Waeanniilemannan ASTM A572 Gr.65 waauazatsduunauiulileideues
aa a a a ° v & A & aa a ~
awuilfnuuanilavialasideugs vilviilowensesiuesamuidinuueniia o
ALY
A, Woutunanuds 1 3w luan1ienisvaassil 1 89 8 laniaia Dilution a1 vinlw

a =

z X A & 2 < oy ° %
AMULTUTL BTN TUNENLTY HAULTIAARRINTNEHENA I RN UALY
Wa99nlaipueodnulAnkuan1RaNNTULTBNTDINY MEANMIENISNAaRIT 1,
2,5 Way 6 N39LlaInilanannan ASTM A572 Gr.65 nsailuinusaanunay
A < a &?’ (Y] 4‘4’
WouNanuIluanN1IENI1TNAaBIN 3, 4, 7 Lay 8 NasNarasIuLINANNULLD

Woulasilleum1slun vauzluLouaRNAYaYas

5.3 daiauauurlunisviniseadasialy

Tunsnaassdeunenudsdeudndes luaduelunmedidovaiauouuimienside 2
wnail

5.3.1 3¥avmasarinun Welding Procedure Specification : WPS fiwmungau Tdidou
doudoudndesuazfnndlduaie ilevnmsfnwuasifudoyaanudsmefiAatulugiy
AU (Fatigue) ANINAUNIUNNTANTTD (Wear resistance) tilaWaiuBaeignisldau
Aoudndesdiinunisideudentngs

5.3.2 maidenldainienarsneniiu (Covered Electrode) Avunzanunlilunis
naaes meLdounenudeilieglugnamnssuasnanniuuinigiu DIN 8555 viafieuldriu
11M557U AWS A 5.13 sufudesdenldarnidounenudsiiarunsansivdrunaunisadl
(Chemical Composition) @ui@L¥sna (Mechanical Properties) hazn1sululdsnu

Applications) ag9azLdun
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fan12si 1

12/22/2017 10:28:16 AM

411229 1-BASE

Spectrum processing :
Peaks possibly omitted : 0.240,
7.830 keV

Processing option : All elements
4 analyzed (Normalised)
Number of iterations = 1

& Standard :
Mn Mn 1-Jun-1999 12:00 AM
§ Fe Fe 1-Jun-1999 12:00 AM

Element | Weight%  Atomic%

Mn K 2.35 2.39
Fe K 97.65 97.61

Totals 100.00

5 1mm . Electron Image 1

Label :  Spectrum 1

Collected : 22-Dec-2017 10:25 AM
Livetime (s) : 60.00

Real time (s) : 63.59

Detector : Silicon

Window : SATW

Tilt (deg) : 0.0

Elevation (deg) :  35.0
Azimuth (deg): 0.0

Magnification: 50 X
Accelerating voltage (kV ) : 15.00

Process time : 5
Spectrum 1
Fe
Fa 1% ]
hn
Fe
hin
I T T T T T T T T T T T T T T T T T T T T T T T T T T T T
u] 1 2 3 4 5 5] 7 g 9 10 11 12 13 14
Full Scale 1358 cts Cursor: 0.000 ket ket
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411227 1 BUFFER+HAZ

Spectrum processing :
Peaks possibly omitted : 1.750, 9.760 keV

Processing option : All elements analyzed
(Normalised)
Number of iterations = 2

Standard :

Cr Cr 1-Jun-1999 12:00 AM

3 Mn Mn 1-Jun-1999 12:00 AM
Spectrum 1 Fe Fe 1-Jun-1999 12:00 AM
Ni Ni 1-Jun-1999 12:00 AM

Element | Weight%  Atomic%

CrK 16.66 17.73
Mn K 3.43 3.46
Fe K 72.62 71.95
Ni K 7.28 6.87

Totals 100.00

5 1mm . Electron Image 1

Label :  Spectrum 1

Collected : 22-Dec-2017 10:17 AM
Livetime (s) : 60.00

Real time (s) : 64.05

Detector : Silicon

Window : SATW

Tilt (deg) : 0.0

Elevation (deg) :  35.0
Azimuth (deg): 0.0

Magnification: 50 X
Accelerating voltage (kV') : 15.00
Process time : 5

Spectrum 1
T T T T T T T T T T T
] 10 11 12 13 14
Full Scale 1385 cts Cursor: 0.000 ke ke
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12/22/2017 10:27:51 AM

dn1227 1 WELD

Spectrum processing :
Peaks possibly omitted : 2.189, 2.310 keV

Processing option : All elements analyzed
(Normalised)
Number of iterations = 3

Standard :

C CaCO3 1-Jun-1999 12:00 AM
Si Si02 1-Jun-1999 12:00 AM
Cr Cr 1-Jun-1999 12:00 AM

Fe Fe 1-Jun-1999 12:00 AM

Ni Ni 1-Jun-1999 12:00 AM

Element | Weight%  Atomic%
CK 5.60 21.05
SiK 1.89 3.04
CrK 22.07 19.16
FeK 66.27 53.56
NiK 4.16 3.20
¢ 500pm L Electron Image 1
Label :  Spectrum 1 Totals 100.00
Collected : 22-Dec-2017 10:14 AM
Livetime (s) : 60.01
Real time (s) : 63.62
Detector : Silicon
Window : SATW
Tilt (deg) : i
Elevation (deg) :  35.0
Azimuth (deg) : 0.0
Magnification : 100X
Accelerating voltage (kV ) : 15.00
Process time : 5
Spectrum 1
Ni
| R AL R AN NAAALARAAY ML NRAALAAAS) RRALAAA |
8 9 10 1 12 13 14
Full Scale 1388 cts Cursor: 0.000 keV keV
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1/9/2018 2:39:26 PM

dn1%dl 2-BASE

Spectrum processing :
No peaks omitted

Processing option : All elements analyzed
(Normalised)
Number of iterations = 2

Standard :

C CaCO3 1-Jun-1999 12:00 AM
Mn Mn [-Jun-1999 12:00 AM

4 Fe Fe 1-Jun-1999 12:00 AM

Element | Weight%  Atomic%

CK 575 22.10
Mn K 1.95 1.64
FeK 92.30 76.26

Totals 100.00

Label :  Spectrum 1

Collected : 9-Jan-2018 11:08 AM
Livetime (s) : 60.00

Real time (s) : 62.12

Detector : Silicon

Window : SATW

Tilt (deg) : 0.0

Elevation (deg) :  35.0
Azimuth (deg) : 0.0

Magnification : 50X
Accelerating voltage (kV ) : 15.00
Process time : 5

Spectrum 1
RARMIMAASEaaas Lsens s ARaa aaas s sy
8 9 10 1 12 13 14
Full Scale 622 cts Cursor: 0.000 ke keV|
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1/9/2018 2:39:20 PM

anmzi 2-BUFFER+HAZ

Spectrum processing :
No peaks omitted

Processing option : All elements analyzed
(Normalised)
Number of iterations = 2

Standard :

C CaCO3 1-Jun-1999 12:00 AM
Cr Cr 1-Jun-1999 12:00 AM
Mn Mn 1-Jun-1999 12:00 AM
Fe Fe 1-Tun-1999 12:00 AM

' Ni Ni [-Jun-1999 12:00 AM

Element | Weight%  Atomic%

CK 573 21.86

CrK 17.00 14.99
Mn K 5.17 431

5 FeK 63.78 52.35
5 NiK 8.32 6.50

‘ = 1mm 1 Electrn Image 1
Totals 100.00

Label :  Spectrum 1

Collected : 9-Jan-2018 11:02 AM
Livetime (s) : 60.00

Real time (s) : 62.35

Detector : Silicon

Window : SATW

Tilt (deg) : 0.0

Elevation (deg) :  35.0
Azimuth (deg): 0.0

Magnification: 50X
Accelerating voltage (kV ) : 15.00
Process time : 5
Spectrum 1
ML sy sy sy
9 10 1 12 13 14
Full Scale 622 cts Cursor: 0.000 keV keV
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18,2018 239:15 PM

2-WELD

l_gV'l

Label:
Collected:
Livetime(s):
Realtime(s):
Detector:

Window

Tilt{deg):

Etectron Image 1

Spectruml

9-Jan-2018 10:55 AM

60.02
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Silicon
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ull Scale 622 cts Cursor. 0,000 keV

Spectrum 1

T
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keV|
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1mm

Electron Image 1

Label: Spectruml

Collected:
Livetime(s):
Realtime(s):
Detecar:

W e -

Tilt(deg):

Elevation(deg) :

9-Jan-2015 0224 PM

£0.02

63.01

Silicon

SATW

on

T T T T
1] 1

T T T T T T
3 4 5

Ful Scale 522 cts Cursor: 0.000 kel

Spectrum processing

No peaks amitted

Processing option @ All elernerts analyzed

MNumberof iterations=2

C CacO3 1-lun-199%12:00 AL

Fe Fe 1-Jun-193312:00AM0M




Spectrum processing |

Mo peaks omitted

Processing option ; All elements analyzed
[Marmalised)

Mumber of iteratians= 2

Standard:
C CaCl0s 1-Jun-19%912:00AM

Fe Fe 1-Jun-199912:00 A0

Element | Weightsh ArarmicHh
Tmm N Electron Image 1
Label: Spectruml
Collected : 9-lan-201502:21 PM
Livetime(s): 60.00
Realtirne(s): 62,99
Detector: Silican
Wi nd o SATW
Tilt(deg): oo
Elevationideg): 350
FE Spectrum 1
Fe
C
LY | Vo e 8 Y
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2w 3-WELD

¥ 500pm v Electron Image 1
Label: Spectruml
Collected: 9-]an-20158 02:16 PM
Livetime(s): 60.01
Realtime(s): 6317
Detector: Silicon
Window: SATW
Tilt{deg): 00
Spectrum 1
Fe
Fe

19,2018 2:45:19 PM

3 4 5 6

Full Scale 622 cts Cursor: 0.000 keV
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keV|
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An1ed 4-BASE

Spectrum processing

Mo peaks omitted

Processing option ; All elements analyzed
(Mormalised)

Mumber of iterations=2

Standard:
C CaCO3 1-Jun-199912:00 A0

Fe Fe 1-Jun-199512:00 40

18 24152 M

Elerent | Weight®  Atornic®

1mim 1 Electron image 1

Label: Spectruml

Callected 3-lan-201511:41 Al
Livetime(s): &0.00

Realtime(s): 6228

Detectar: Silican

Wind o AT

Tilt(deg): 0o

Elevationideg): 350

Spectrum 1
Fe
Fe

Fe
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R B e e A e e N L L ) R
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Full Scale 622 ctz Cursor: 0.000 ke =
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192018 2:41:43 FM

AT 4-HAZ

Spectrum processing :

No peaks amitted

Processing option : All elernerits analyzed
[(Mortnalised)

Number of iterations=2

Standard:
C Cat03 1-Jun-195912:00 AL

Fe Fe 1-Jun-199912:00 Al

Element | WWeight% Atamici

I 1mm ' Elactron Image 1

Label. Spectrurml

Collected: -lan-2015 1137 Al
Livetirme(s): G000

Realtirme(s): G236

Detectar: Silicon

Wi nd oy SATW

Tiltideg): oo

Elevation(deg): 350

Spectrum 1
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19,2018 2:41:45 PM

— %oem ! Electron Image 1
Label: Spectruml
Collected: 9-Jan-201811:32 AM
Livetime(s): 60.00

Realtime(s): 6251

Detector: Silicon
Windaow: SATW
Tilt{deg): 00

Spectrum 1

Fe
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Full Scale 622 cts Cursor: 0.000 keV keV|
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o h e
dn13eY 5-BASE

=

Tmm

Specrum processing :

Mo peaks omitted

Processing option ; &l elerments analvzed
(Marmalised)

Murnber of iterations=3

Standard:
C Caco3 1-Jun-199912:00 AM
M M 1-1un-1999 1200 A0

Fe Fe 1-Jun-199912:00 A0

Electron Image 1

Element | Weight% Ararmic
Label: Specruml
Collected: S-lan-201501.24 PM
Livetimeis): 5009
Realtime(s) : 63.00
Detectar: Silicon
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Tiltideg): .o
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1mm Electron Image 1

Label: Spectruml

Collected: 9-lan-201501:18 PM
Livetime (s): 60.00
Realtime(s): 63.22
Detector: Silicon
Windaow : SATW
Tiltideg): 0.0
hhl Spectrum 1
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gn12e¥ 5-WELD

19,2018 24232 PM

Zﬁwm 1 Electron Image 1
Label: Spectrurml
Collected : 9-Jan-201501:11 PM
Livetime (s): 59.99
Realtime(s): 63.11
Detector: Silicon
Window : SATW
Tilt{deg): 0.0
Spectrum 1
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10,3

Specrum processing :

Mo peaksomitted

Processing option : &l elernents analyzed
[Mormalised)

Mumber of iterations=2

Standard:
C Cal03 1-Jlun-199912:00 Ak

Fe Fe 1-lun-199912:00 A0

018 2.

515 PM

. Element | Weight3 Arormici

f Tmm ! Etectron image 1

Label: Specruml

Collected : S-lan-2015 01:54 P

Livetime(s): 59939

Realtirme(s): 6280

Detector: Silicon

Windoe: SATAS

Tilt{deg): oo

Elevation(deg):. 350

Spectrum 1
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-BUFFER+HAZ

18,2018 24507 PM

1mm v Eetlron Im:gol
Label: Spectruml
Collected : 9-Jan-2015 01:49 PM
Livetime(s): 60.00
Realtime(s): 63.50
Detector: Silicon
Window : SATW
Tilt({deg): 00
- Spectrum 1
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18,2018 24503 PM

N 6-WELD

I S00um 1 Electron Image 1
Label: Spectruml
Collected: 9-Jan-2015 01:41 PM
Livetime(s): 59.98

Realtime(s): 6263

Detector: Silicon

Window : SATW

Tilt{deg): 00

{E Spectrum 1

Full Scale 622 cts Cursor: 0.000 keV keV|
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dn1zil 7-BASE

Spectrum processing :

Mo peaks ornitted

Processing option ; All elements analyzed
[{Mormalised)

Murber of iterations=2

Standard:
C Catis 1-lun-199912:00 A0

Fe Fe 1-Jun-193912:00 40

Element | Weight®%  Atomick
' 1mm ' Etectron Image 1
Label: Spectruml
Collected : 9-Jan-20015 02:37 PV
Livetirne(s): 60,00
Realtimeis): 65259
Detector: Silicon
Wind o ATV
Tilti{deg): 0.0
Elevation(deg). 350
Spectrum 1
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dnnei 7-HAZ

1mm L Electron Image 1

Label: Spectruml

Collected 9-lan-2015 02:35 P
Livetime(s): G0.00

Realtime(s): £2.48

Detectar: Silicon

WWindos SATW

Tilt{deg): o0

Elevationideg): 35.0

Spectrum processing

No peaks amitted

Processing option : All elerments analyzed
[Mormalised)

MNumber of iterations=3

Standard:
C Catl0s 1-Jun-199912:00 A0
Mn Mn 1-Jun-199912:00 A0

Fe Fe 1-Jun-199912:00 A0
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Spectrum 1
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amazfl 7-WELD

118 24530 FPM

Spectrum processing :

Mo peaks omitted

Frocessing option : &l elements analyzed
[Marmalis=d)

Murmber of iterations=3

Standard:

C CaCd3 1-Jun-193312:00 A0
35102 1-Jun-199212:00 A0
Cr Cr 1-Jun-139312:00 AW

Fe Fe 1-Jun-199912:00 AM

Label: Spectruml

Caollected : 9-lan-2018 02:31 PM

Livetime[s): 50.01

Realtime(s): 5265

Detectar: Silican
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Spectrum 1
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dn12zH 8-BASE

Elactron iImage 1

Label: Spectruml

14,2018 2:41:01 PM

Spectrum processing :

Mo peaks oritted

Processing option : &ll elements analyzed
[(Mormalised)

Murnber of iterations=3

Standard:
C CaCl03 1-lun-199912:00 A0
Mn Mn 1-Jun-199912:00 AR

Fe Fe 1-lun-199512:00 AM

Elerment | Weighth Arormicih

Collected : 9-lan-201811:25 AM
Livetime (s1: &0.01
Realtirme(s): 56267
Detectar: Silican
Windoee SATW
Tiltideg): 0.0
Elevation{deg): 350
[ Spectrum 1
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dnnazfl 8-HAZ

14,2018 24058 PM

Spectrum processing :

Mo peaks amitted

Processing option : All elern ents analyzed
[Mormalised)

Mumber of iterations=2

Standard:
L CaC03 1-Jun-199912:00 A0
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Spectrum processing:

Mo peaksomitted

Processing option : All elements analyzed
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Mumber of iterations=3
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