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Abstract

This objective of industrial research is to study hot cracking susceptibility in austenitic stainless

steel type 304 by using ER 310 filler metal welded by Gas Tungsten Arc Welding (GTAW) process.

The hot cracking susceptibility in weld was tested by longitudinal Varestraint test. The variables in

this experimental procedure are welding currents and strain percentages. A 2,1 ,0.5 and 0.4 strain

percentages and welding currents of 90, 100, 110, 120, 130, 140, 150, 160 , 170 and 180A

were employed in this experiment. The result showed that, if the welding currents and strain

percentages were increased, the amount of cracks tended to increase. On the other hand, if the

welding currents and strain percentages were decreased, the amount of cracks tended to decrease or

contained no crack in the weld. At welding current below 100A and strain percentage below 0.5

percent cannot promote hot cracking in the weld metal.

Keywords : Hot Cracking Susceptibility / Welding 304 Stainless Steel / Varestraint Test
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2.4 AITUIUMIIHOUNN (Gas Tungsten Arc Welding: GTAW) [3]
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Recommended Tungsten Electrode’ and Gas Cup for Various Welding Current

Direct Current A Alternating Current A ‘
Use Gas
Electrode Diameter Straight Reverse | Unbalanced | Balanced 1
Cup 1.D. . .
Polarity Polarity Wave' Wave' \
in. T mm in. DCEN DCEP - - j
0.010 0.25 1/4 up to 15 - up to 15 up to 15
0.020 0.50 1/4 5-20 - 5-15 10-20
0.040 1.00 3/8 15-80 - 10-60 20-30
1/16 1.6 3/8 70-150 10-20 50-100 30-80
3/32 24 172 150-250 15-30 100-160 60-130
1/8 3.2 172 250-400 25-40 150-210 100-180
5/32 4.0 1/2 400-500 40-55 200-275 160-240
3/16 4.8 5/8 500-750 55-80 250-350 190-300
1/4 6.4 3/4 750-1100 80-125 325-450 325-450

a. All Values are Base on the use of Argon as the Shielding Gas.

b. Use EWTh-2 Electrodes.

c. Use EWP Electrodes.

2.5 MIUANSOH (Hot Cracking) 1UMSWoMMaNNEaUAIaE 2]
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51112 (Crater or Star Crack) finarndhsdusianuaiiusesuandou (Hot Crack) Fespuuantiu

e zg P 4 as 1 1 P g4 a 4 =
watulusuznseusendidounnsegluaniizveunal neunssidudiningungiies
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2.6 NAINIUMITUANVDIUMAYDN (Weld Cracking Mechanism)
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2.6.2 palnmsuandaululanzienveunanniauniuaaesmaUiiAn (Mechanism

of Hot Cracking in Austenitic Stainless Steel) [1]

ad a < 9 ~ a a A Aa a
ﬂqygﬂﬂﬁ‘u'lﬂﬂﬂﬂa"lﬂﬂ'lilmﬂiﬂu‘lﬁ]ﬂllu?l‘ﬁﬂﬂ uagwqugﬁumnmqwauamﬁmﬂﬂa"lﬂ 1185

s [=

9 a 9/ 1 - <® 3 e @ o da 9 & o Avae
llﬂﬂiﬂuﬂl%11%41ﬂﬂfIﬂ ﬂ»ﬂ]i'lﬂgﬂ'liﬂ'lﬂ 9 NUANUAUNUTOAUNITHUANT DU ‘]Nl'ﬂu‘ﬂz’ilﬂﬂu fl

€e

. & L=y n’: - Y g .
“Generalized Theory” 1At Borland ¥4 1AaTu8iUABUMIUAIA (Solidification) 13 4 dunou

(@31l 2.4) Al
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q’: A ‘@ o £ ] g .

1. Primary Dendrite Formation r‘f]uwmaumsLsuﬂammmmu"lﬂs‘n maz"luﬁsﬂmmmmag
a 4 v &' 5 <4 A 1

Qe %Zﬁl'ﬁﬂﬁl'ﬂﬁﬂlﬂﬂlﬂﬂlﬁa?lﬂﬂﬁum']u‘H uazwwmumuawmmm%zmmsmﬂﬁauﬁ

v o 4 o Y] @ Q’I tAa q’: y
Fuiussanuuaziunasanal aniudslimanisuanludiuanoull

. . & o <8 < A o d A P 4 d
2. Dendrite Interlocking tﬂuﬂmm‘uu‘nwmumuawmmm L1TUNDNIVULIIDY €] AIVOILINN
" W o A o ] 3 e A Ho o o 9/
ﬂ%ﬂﬂ@l')l‘ﬂulﬂu"lﬂi‘ﬂ HASUIWSNUDAUNAUNTUU ‘Vlllﬂ'ﬂllﬁ]lﬂ‘iﬂlﬂﬁﬂuﬂﬁnwuﬁﬂu"lﬂ Hae
& A ' ¢ ' @ v & H Sy 2 ¢
ﬁWMWSQLﬂﬁﬂu‘YIhl‘L'iE)‘U 9 531’1')141?]111?]571“@]?136“1?] miu*uumﬂuummummmsugnmmﬂ

= Pl .. =N o a 4,‘ 1 dy:.’n a oy
MINANNUATYA (Straining) N']ﬂlﬂuhll' NITINATBYUANVUUATBIUANUNISHIUANAIOVBAUNIAD

o A o ' o 2 o a
Mndoudegse q wulasn Juihldlunansuan

3 A = d v
3. Grain Boundary Development tHusiunouvainsisunananvesusmds wasiidnumzihy
é . v ° o [ .

Semi-continuous Network H11AF9U0UDIHANT I NANISIAABUNYBIUBAVALAS SN
P .. . . £ o 4 o ta a
U5 “Critical Solidification Range” aludumoutl  fegluiinmsiduvounad
. Y o . 4' =y -] d' =y 1 [}
(Healing) Winusoouan swilssnninmanumssanunnull msiziveavadrliawse

v [ ¥ .
vz lvadh lildudulusoouan1d ilsaningnilanudolassovesnaniudsdalianie

LIQUID
ad
]
&
% X
- :STAGE 4¢ ¢ d
)
t .l '
: :a-c COHERENT TEMPERATURE
1 { 0—€ CRITICAL TEMPERATURE
! :o—b-e CRITICAL SOUDIFICATION RANGE
t ]
t ]
ok ' \
5 ' t
E | '
D= \ t
8y :
=2 ;
23 ;
* X ) :

COMPOSITION

: = d o A 1
71 2.4 woAnsTUMSHAIRINTwansenudenulvesmsuanlussuuaessa 1]
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.y . 3 ::’ oo A 1 g o [
4. Complete Solidification Glmmﬂ’emmlmma’mmmaaagmmm‘umiuil:umm lﬂiﬁlﬂ\?lﬁlﬂ

b 4 9
2 LY

3 11 = 3 = a a a1 o o da a
7]\1WNﬂllaZ%Z‘llﬁJﬂ'ﬁllﬁﬂlﬂﬂﬁu ﬂimmmmmﬂmwﬂmmuuu %&’Nﬂ?TnﬁnwuﬁﬂUﬂiNTm

=) o a 4?’ ] d o a a g
‘U’Oﬂﬂ’)’lmﬂiUﬂ‘ﬂtﬂﬂ‘\lui‘u‘B’Nﬂﬁll‘lliﬂ’)’)ﬂi]ﬁﬂ’)ﬂ

1]
2.7 msnagauanulnemsuan (Tests for Cracking Susceptibility) [7]
a . s Qy o = o’: o
Tumsilsziivanuhdemsuanvasiaaduau (waziaqlavzaula q) vu gailszasives
d A4 a A o w = Py é’ Qs Qy =3 a4 [
pIsnageuNaNIzaarsenvansuannIzinavunulavssuany  veuuadoulusening
- 9 . . . P o a a & gy o
M5152naunIen15 19911 (Fabrication or Service)  @InsuantiuannIanszmavula N
d H .
MsuanTou (Hot Cracking) nsuaneil (Cold Cracking) N30N15UUNYFU (Lamellar Tearing)
= y ¥ P 4 o o o d o A a ¥ o’;‘ a
Msuandauaznavu s s NN AFONMAURAMIUIIRD  musonzmavy lanus
) 4 [} v
vouila Tavizid¥oy (Weld Metal) w3oluusnuin ldsunansznuananuiou (Heat Affected
b 4 [l . . b
Zone : HAZ) msuaniauiliiaumquininsigilyanasuazasiwayeg lunuadey uenani
v b 4 . )
UAEAUNANANIAUUITIAY (Tensile Stress) THNATUAVLUAFDN MsuandouvziFeSuniuy
Naee1e Ao Microfissuring , Solidification Cracking, Reheat Cracking (16¢ Liquation Cracking
JE S A day a v o ¥ 2 d
tazluFuamvosnnudsun 19 luanInese (Actual Weldment) (QUU  AUAULLTIAN
b4
21992019 INUTINTEHIMEUBN (External Loads) Tulassadia antihminveslassadiuss 910
d‘Q Qs d' 4 o e d e Pa— - -
anuAunnannmsnaa luvasiuua¥ousdadada (Solidification  Shrinkage  Stresses)

A a 9 a a 4?’ 1 as ] dy ¢
Wiﬂlﬂﬂ%'\ﬂﬂ?'\ﬂlﬂu‘ﬂLﬂﬂ“llﬂi')ﬂﬂ‘llﬂﬁ"lﬂﬂﬂ'l\iﬂ"lﬂ

4 = v = an 2 aa (] b4
Tunsnaaouisilszdiuany hrensuandNazivennasds ¥3naaou Tasamuinuda
9/ o 1 9 Y o & ] q’: =1 ¥ o
wldlsaiuanulremsuandnlamonialsznneiniy - As msuanin  msuandu
4 5’ aad o
A13uan lAtu¥eY (Underbead Cracking) M58A1SHUNTY HOZASNATDLLIIBNENITONE
a . z o aa P~ ¥
Flszdiuanuaenmsuand 1 walsznnmsuandeunaznmisuanity  33nsnaaeunly
dsziiuanu haomsuand ooy witesndu 2 dszian s msnaasuinaIn

b 4 ]
4599 8luB Y (Self  Restraint Tests) LATMINATOUAUNAINUITINGUDN (Externally
Loads Tests)
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o “ v )
2.7.1 manaaeufinaainusafamealuiuay (Self Restraint Tests)
& 4 a P . da 4
AINATOULUUU ilzll‘l?‘uiQﬂlﬂﬂﬂ]ﬂﬂ]ilﬂuﬂliﬂ (Restramt) 1’1%‘0 ﬂ'ﬂlllf',\’u (Stress) NNAYU
2 , 4 4. X2 4 y 4 ad -
ﬂ'lUtlu“D'u\ﬂ‘N“ﬂﬂﬁﬂ‘U (Specnmen) HFIULIINNAYUH U Izl ummq‘lmlmmnmﬂ%mm A
b 4 ) ¥ v
mnmn%’nﬁu Tﬂﬂ'ﬂulllﬂlﬁQil'lﬂﬂ'lﬂuﬂﬂll'lﬂixﬁ'lﬂ‘lj%uﬂ'luﬂﬂﬁﬂﬂmﬂ ‘Uu\ﬂu‘ﬂﬂﬁﬂ‘lﬁwi)‘ﬂ
A o Y a v a q’: ] . . 4? Y ' oa I d'
panuuy L'WE]‘YI'Ill‘HLﬂﬂﬂ'l‘l!'ﬂﬁﬂ1ilﬂuﬂ'35\3ﬂ'l\1 9 (Vanable Restramt) YUNUIDYADNNINIITOU

4‘ o ] b7 dyd oy [} s dy
LWB'N'I'l‘]JQﬁ"ﬂﬂ@‘llﬂ\iﬂ'ﬁllﬂﬂi'l') MINATBUUILUANUUNITTUITTMINATDUAN 9 AU

+

Lehigh Restraint Test (Hot and Cold Cracks)

Keyhole Restraint Cracking Test (Hot and Cold Cracks)

Houldcroft Crack Susceptibility Test (Hot Crack Test)

Keyhole Slotted-Plate Restraint Test (Hot Crack Test)

Tekken Test (Cold Crack Test)

Circular Path Test (Cold and Hot Crack Test)

- Navy Circular Patch Test (Cold and Hot Crack Test)

t

Controlled-Thermal-Serverity Test (Cold Crack Test)

2.7.2 MINATOVNNANNNTIMBUDN (Externally Loads Tests)
manageuuE 12 1usennmeuennssiIAusuTmareuluszniaiTnsde o
wssmouont  sufududsfiesmidiAanuduluseaum 9 fusuSunuazdarals
Ramsuaniniusunuadoy  nsnameuiunl  wwihidmandui e imsnadey
uuuRfussisfidasumoeluduan nmsnageuilsznnisziinssuiamnadouas 9 dit

- Implant Testing (Cold Crack Test)

- Varestraint Test (Hot Crack Test)

- Spot Varestraint Test (Hot Crack Test)

- Sigmajig Test (Hot Crack Test)

¥

v v v
Tumsneananseil szifenl4ni 513501 NATBULUY Varestraint Test #9tid Tuuniisevenain

v
DIRWIZTMINAAO ULV Varestraint Test V1Y
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2.8 NIIUITMINAABUMU Varestraint Test (Hot Crack Test) [7]

1 4 ]
AMSNATBVANY 1IABMIUANSOUNUY  Varestraint Test (Variable Restraint) IAAAAUIUT
o . . & g a 3 o [y
AO1UY Rensselaer Polytecnic Institute FalunIsUITMINATDVUVVNY 9 s3sum wdmsy
A a S ' N aa oA
msnadey welszdiuniganiinnu lidenisuan (Crack Sensitivity) A55ITMINAADY No
P e ad )
Umegdanilesdununadey  (UnAsunuziivuIa 50x205x6.4 mm. 150 2x2x1/4 in) 9
1 ar H 1 é = e ] = -
gntauduB3iun dauilaedndhanilnzdatudaulas mSena'ln) veslaasodin (Hydraulic)
A a a . @ i 9 Qy [~ - o d' A
#3501 AUAR (Pneumatic) A3 2.5 wazduvuvssFununeziiiuson GTAW lauFouaiy
a A Qy by 4‘ ] AR [] 4' 4:‘ [ < Vv 4'
anue?  usnanwnarusruaunnlaedun hilddaniu - mdsuillfulawdndwingn
[l q 4 io Qy [ @ @ Y .
damiu wazilodouanfsganiimua’ld Fununwzgnda i lReausalivewuuda (Die Block)
é s dy o Y a L=} . =y Vv d' Q' 4?
Famsaauuuthldifiannuebon Stain : € UuRIMTHIIANULIVBWLATBUNRUIY

o ar J =) Q’I’ 'y s dy
ammmﬂammiﬂﬂuuﬂszmm'lmnnaumsmu

€ (%) =t2R
A iy A
W0t = ANUNUIVRIFUNUNATOY (AIAIN)
R = Seilueatuuan (Die block)

D B in {200 men}:

3511 2.5 MINAADUILY Varestraint Test [8)
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1 d
ar

= s r "o Y o o s . d‘dw =}
ﬁ@%mmﬂizmmﬂmnuuazmmﬁmmmu ﬂ'lu'lulﬂﬂﬂﬂ‘ljlm‘ljﬂﬂ (Die Block) WA
v s I~ = Qs = Pr| v e & s ° 9 A v P
HANANNU nn:mzﬂummmmﬂﬂ"lmmﬂu %Q%ZNNG‘V\'II‘HQﬂliljﬂu‘l!’élﬁﬂ'ﬁl.mﬂ uanuy
1 ar b o v = Y :
uanaenu ldde Tasma lludr lunsilssdivmsuanvesweunin Tanzway (Alloy) 1

ar . { s ar o =] o 4 a
l¥uvuda (Die Block) NWIWSAlNIANASY Mmanagounazitldnsiumsuaniazina

1 4 1 d 1 4
&R w a

LY ] Qs 9 a gy 9 = - v as cisl

JuUAFUIIUAIBEIRINA e awdpfudimsuandeuszinamuuudiell  (adrwfuadesn)

NUTHUVO LU NTOUNS 050U 9 UaHasuaza1y (Weld Pool) uazus HAZ 1Suuaunde

1 1 ¥ []

Y93I IUM I B NTDIT U ¢ lanndwuFunudsiuninsnaaeias
. 1 . v

ANRAYVBIHATINANVYIIVBITOUUANUI BANULITBEUANTIGIINGA  Uonuniinds  3Bns

NAXBUNVY Varestraint Test §31dnaaeumnam lanenisuaniouvesiaaay (Filler Material)

¥ .
v a = . . voa )

a0 Tasmsi@uaia@y (Filler Wire) a9uMAUTUOY (1Y TUATLUIUMTIHDUGMAW)
a :1’ < o a 3 . . a 9/ Qy LY .

HAZURIINUUANINITAAIUAY (Machining) RIMFUOUIRISOY MINATOUNUUY Varestraint
o Y | a yys L gy a

Test GagnInIanaaauUAnTzUIUMIEaNn laon Fildmaaoulunmsiseliunansznuves

¥
8R51015190 (Dilution) szﬂ31ﬂaﬂzwqmﬁu‘3aﬂtﬁu1un1stﬁﬂmm"lamanmmn%’au

v v
. [ ° @ b4
UBNVINUNIINAADUUUY Varestraint Test Jaausamminadovluanumzduld Ao Trans
& a s Qy o 4 P=1 4 o
Varestraint ~ Test  @aNAMIIMIaaTUNULasnananswaunazalasu lidaniamaauen
. . A 2 P o 2 =] = s
(Longitudinal) TABTEEF DUMIH T U IAZHS Nzt UFUNUN I AsuInuT saiiy
2 Yo - - :
U59AY  MISNAFULUUINNIZINAMIUANUSIUATINAUU AT B (Centerline Cracks) Uz
' LY 1 v ay aqe
ANuIvBITBBLUAnziTunTaIAan Ny hrensuaniou (Hot Crack Susceptibility)

[
o =

= t:; k4
2.9 I1HIVYNNEIVDY

Kujanpaa, and White [9] 1aviasAnHE509 “Formation of Hot Cracking in Austenitic Stainless
. . . 3 =] v
Steel Welds-Solidification Cracking”  lawdnrianulidenisuanieuveunanndt
AUALIEAIATA 304 , 309 , 310 wag 316 MU lasmsiFouga (Spot) AIWATTUIUNIHOU
TIG 1¥nssudtmsnadeunnyliremsuandounuy  Spot-Varestraint or Tigamajig Test W@l
] 4 v s & a A 4 4o
Msneapsdgln  wasamwBInNuEIBsUAnITNIUGlBIIFUAANIMAT BANIAY 3D

£ 9/ = dy J == dy
L¢P VREIAN mﬂ'nmﬂmﬂmmmﬂ'.nn"l'mammﬂnnnmmm

Goodwin [10] 1A n3AnE509 “The Effects of Heat Input and Weld Process on Hot Cracking
Sy e 1 4 . J

in Stainless Steel” Tﬂuﬁnyﬁﬁmwmwamam:u'mmit%n (Welding Process) Hagf v

@ .. Ao 1 v & & ¥ A

ﬂ'JLl‘L'i (Parameter Variation) NUNGNDNITUANITDUYDILUIITDU ma'hmi:ummmmn Gas

Tungsten Arc (GTA) Electron Beam (EB) 4o Pulsed Solid-State Laser Beam (LB) Y1013 Wouyu
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b 4
U 316 Stainless Steel 103513 naasuaNy Tdonsuandsuuu Sigmajig Test
4 a oy A d o
Tﬂﬂwaﬁgﬂmimﬁﬂmmnizmumiwau GTA fia fnszud W@ esuinniunssanusilu
A A g 4 > A
M3YoN (Travel Speed) ann ﬂmmmjmuummuﬂﬂzumwuazwaﬁqﬂmﬂizmumiwau

A 4 4 o - E 4
GTA ,EB uag LB ﬁﬂ 5’] Heat Input muﬁu nmmnvmum;%um:mumnwﬁ"m

Khallaf, Ibrahim, Mahallawy and Taha [11] 1AW IA5ANESBY “On Crack Susceptibility in
. = <]
Submerged Arc Welding of Medium-Carbon Steel Plate” Tﬂuﬁﬂumqmmsummmn‘umman
o . ' 4 < 4 Ay
M3uou AR (Medium Carbon Steel) Tuszuinamswenldnand (saw) 1¥nssuizns
NAADUUUY  Trans-Varestraint Test laowaagUnmsnaaeud anullumsuanzasas &
4 v 4« A4 a o ay A X .
aszualiFouanas wazdinnusnsFeumseanusinsiloualaiions unuiu A
a s v oo d' { 9 = ¥ o : ar A
nganssunduRusnumsulslaouvesmanuioun MAu¥uI I (Heat Input) 8035105190

s i . . 2 . a o )
veui1lany (Dilution Ratio) MsHABNAN (Penetration) HazUsuransusuluiuauiou

20 T T T T
PRIMARY y | PRIMARY 3] BOTH
E s
X
s
=
o
§1o~
o
o
-
= & |~
e
o e ot A | I\
o 1 z 3 4 5

APPLIED STRAIN (%)

31 2.6 wascuaMEIVRRaL TagiuAMASEA [9]
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100 T 1 7 ] T ’ {4
- HEAT 826013
2071800 (30 bsi)
B8O~ TRAVEL SPEED +{4BewmA (B35in Zmin -
| AVERAGE OF FIVE TESTS % o i
# 6o -
x ~
<3
<
& «of- -~
ao .
o i R |
12 14 16 18 20 22 24 26 8

o

= o a A P o o o = A
31.]‘" 27 'i?)Ullﬂﬂ'ﬂlﬂﬂﬂ']ﬂﬂizllﬂ"lﬂl‘]fﬂilﬂqvlﬂﬂﬂﬂi']ﬂj'lﬂl'i?ﬂ']ﬁlﬂﬁﬂuyl‘llf’Nﬁ'Jﬂl‘]fﬂll (10]

Crach tengls mm)
$+Hubs N a
@ wir 'IM ‘_,,M"“'w
/ ..-""-.‘.W 3
e - —t
b .
« g J rd e
0 ,,_,.o—""’/:// / RR&tnn
L e A SNTEY Y X
L) e + Bsbléna
,M-M ¢ d&Wam
° -
130 " 500 % %50

Cerrest (amyp)

3 v LY 4 r s o
gﬂﬁ 28 Naﬂﬁxﬂ‘ﬂﬂ']ﬂﬂ'izLlﬁﬁﬁqNﬁﬂUﬂ'J']?JU']'JiﬂUlLﬂﬂﬂﬂ\lﬂ'ﬂﬂﬂu1ﬁllﬂﬂﬂ1\]ﬂuﬂlﬂ\uﬁaﬂ

HHULLAZ DRI INTAAAINAINY [11]
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[ L) A ) é
3.1 ﬂ1‘§‘ﬂﬂ!ﬂ'§ﬂﬂ!ﬂ§ﬂ@ﬂﬂ@ﬂﬂ'§m
4 Q’l’ dy a 4 L4 s a a dy
in3oaiieginsal lunsnaaensail sxiiinsesdiognssinaz Yaghiez 14 lunsnadeou fail
b 4
1. yanadununaaen i nnuialives Die Block Tagldszuuiiunan
2. Die Block
b 4
3. FuuUNAaoL
4. AR
5. nsasiletamnszualdiFouazus i Iifhvuzgou
& & s A o
6. in3ouFoutazgnIaimsFeunn

7. gunsalnsvaeULAz TanNuEIVBITDULAN

° & =) o v u’: d’d [ = 9 [ by 4? -
Tuswnuaiesiie ginstluaziaana 7 swmstifieg 2 s1ms NezdAvidiaainin fo

v b d ] T [ b4
5N 1 YANATUNUNATOU UATTINIIN 2 AiD Die Block daUsWwAISA 3 H951030 7 11U

o 4{ Y 4 A a s d’
ﬁuﬂ'iﬂ%ﬂ“]i’t)vlﬂ PAWINWOTIDYARAIU

1. ganATUNUNaToY axUszneu Y 2 dIUKHAN 4 AIH

=) a . t .4
- NYZUONHAVAN (Pneumatic) 1FvuadurIgUINGI 60 mm. 812 410 mm. HATYUIA
-u o @ @ P A o d' Q’
uAUEUHIEUENA1Y 28 mm. STOFNYBINU 240 mm. Ha31l 3.1 FaTivuaRemsanaFuay
naaou v 1Asnwsadl Die Block 18

Qy o 3 < ]
- u‘uunmfmmﬂ%’Nﬁ'wmamﬁ’mmu 100x9 mm. uaz‘nﬂmamﬁ'umqut'fﬂanmﬂuan

90 mm. WHINDHUI 3.2 mm. A3 3.2

4 o s
3UN 3.1 Aszuentiuw@a
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A ° Y 9 Qy L) (=1 9
UJ'ﬂvnfni%ﬂﬁi]\ﬂl‘“uﬂﬂ‘]fuq‘luuagﬂ‘ﬂﬂimﬂ'n‘] Ian

1 4 } 4 ]
AANATBUFUNIUIY AsF1lN 3.3
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ANINII

1 4
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2. Die Block
s Y A & y ¥ A A
‘lumsmaaaﬂsqu "lmmmumswau mequﬁmuﬂuummﬂﬂmwmuu'mfau nan
G LT 4 @ A ¥ . o’: o
AULAIYA 2 L‘]J’e']'il‘h’uﬂ 11.lﬂ'|5‘ri'|5ﬁuﬁ’l uiﬂwm Die Block U WATUIUAITATVDING

E 4
NAADULYY Varestraint Test A9l

%E = — ;6 = 6mm
2R
!
R =
2(%e¢)
6
R =
2x0.02
R = 150 mm.

o n’/‘ @ A . “ Gl & o -
AUU ASAN (R) ¥83 Die Block NAIANUAIYA 2 wlosua NNy 150 V.

A (R | . Y do @ 14 . J 1Y a
NI TUAITAUYDY Die Block HRAINNINIIATIN Die Block YU ﬂ\]'g:l"ﬂ 34

~ . o o fd o
31"’0 3.4 Die Block 993N NATOUNANIUATIA 2 ll'i)il‘]fuﬁ

4 o 5 . < d o a e’:‘ o 1 Qy ° "o
@iovnisyugil Die Block w@Swd) nimsAsaudhfuuunadusunadouad wmnah
o 'H ¥y qua a &y 4 q va .
dmuall  Tagdesldsuiumacembznenlunsdadedie  meldsununaaevusgluun
Ly (=) y 14 & A v 5] v o a d' A a n’:
szauhiesalldwladunia  weldmsnadoulinnumiudr A 35  uaziiledsda

. oy Yy 2 a o 4 o o
Die Block (3ouinsuda Tedadagamiunumsi¥on dsgilin 3.6
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| Tutrlfusscusenaindl Die Block

i
H
i

31]‘?1 3.6 YANATDY Varestraint Test

(4
oy

3. v_uam‘nﬂaau (Specimens)
FmanndauaaaeomANIIAn INTA 304 YUIA 50x250x6 mm. lAsiiduHaIMIAAl (310
HAanN1IAT e auﬁaum?m Chemical Emission Spectrometer) ﬁ'\ifi’
C Si Mn P S Ni
0.052 0.341 1.762 0.031 0.003 8.050
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Cr Mo Cu Mg Al Ti
18.362 0.285 0.317 0.022 - 0.013
Nb A% w Pb
0.016 0.013 0.016 0.017

4. 2N (Filler Rod)

= [} o A1 ~
1¥a2afy  Austenitic ER 310 4uadusiguonany 2.4 mm. laoldunaumanil (310
1 4
luSusesvesuingnaa) Al

C Mn Si S P Ni
0.120 1.670 0.350 0.001 0.020 20.900
Cr Mo Cu Nb Ti N
25.650 0.180 0.150 0.010 0.010 0.053
Co Al B
0.110 0.006 0.0009

5. o nmnizua viyermazus s ihvariveu
- % Clamp-on Meter JanszualdiFon

- 1% Multimeter auseau Twi fag1lii 3.7

(@) (b)
31 3.7 wiesiletadnszua IMEeuuazus sdu Invhanzidon (a) Multimeter (b) Clamp-on

Meter
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A 4‘ d 4‘ o
6. In3eureNazgLnIaiNIsweNn
1 b 4
fidmszneuvdnnidlumsnaaesdall
A A = o
- INToUFBUNA YUIA 250 Lol
a @ k7 o o o . 9/ <
- Ban Insansaay 19 2 (11o59Ua Thoriated Tungsten Electrode 1a814 2 4114 aum
voanszua I Ao
9 [ d o s o
1. VAdUAIGUINAI 1.6 mm. dmiunszua’iW 90-140 uouuils
9 [ Jd © s L4
2. VAR UAIFUINAN 2.4 mm. dmTunszuaIn 150-180 ol

44 Yy o o = =4
- nnmlnagu 1ufaeineuuIgns 99.995 %

d
7. UNIUNTINTBOLLAL INANNYIIVDITBHUAN
- Nd04 Zoon Stereo Microscope AUy 4 1

o s & a ¢ o o
- uduneuaznoiivinalules dgilin 3.8

(a) ®)

4 L4 Y °o_w
311 3.8 gUnsalasiadeunazinnueIsesuan (a) N0 Zoon Stereo Microscope A3y

] o d o o a L4
4 1 () rauaueeuaznosesnailidos
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3.2 mslgiannaaad

a wa q’: (] ] 9 a =3 ¢ o ¢ ¢
lumsiiiagmsneasniu  sequminnuhrensuanisuiimanuaion 2 alesiuanou
v v
512 57lives Die Block 1ANIBEINN (150 mm.) aaiunuiliuniezifanisuaniouvuss
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v L 4
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Heat Input (Q) = %)%Q (kj/mm.)
Q = HeatInput
V = Voltage
I = Current
= Welding Speed (mm./min)
= Arc Efficiency Factor

- U8R IENeUVDARLNTLUIUMTIT BN

Arc Efficiency Factor Arc Efficiency Factor (T])
Manual Metal Arc (MMA) 0.8
Gas Metal Arc (MIG/MAG) 0.8-0.9
Flux Core Arc (FCAW) 0.9
Submerged Arc 1.0
TIG (GTAW)

0.7
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A1319N 0.1 SIUHANMUATYBUMANNAIBRAIALTIAR (Wrought Austenitic Stainless Steels)

Composition, wt.%

UNS
Type C Mn Si Cr Ni P S Other
Number

303 $30300 0.15 2.00 1.00 17.0-19.0 8.0-10.0 0.20 0.15 min 0-0.6 Mo
303Se $30323 0.15 2.00 1.00 17.0-19.0 8.0-10.0 0.20 0.06 0.15 SeMin

304 530400 0.08 2.00 1.00 18.0-20.0 8.0-10.5 0.045 0.03 -
304H $30409 0.04-0.10 2.00 1.00 18.0-20.0 8.0-11.0 0.045 0.03 -
304L $30403 0.03 2.00 1.00 18.0-20.0 8.0-11.0 0.045 0.03 -
304LN S30453 0.03 2.00 1.00 18.0-20.0 8.0-11.0 0.045 0.03 0.10-0.16 N
304N $30451 0.08 2.00 1.00 18.0-20.0 8.0-10.5 0.045 0.03 0.100.i16 N

305 $30500 0.i2 2.00 1.00 17.0-19.0 10.0-13.5 0.045 0.03 -

308 $30800 0.08 2.00 1.00 19.0-21.0 10.0-12.0 0.045 0.03 -

309 $30900 0.20 2.00 1.00 22.0-24.0 12.0-15.0 0.045 0.03 -
3098 $30908 0.08 2.00 1.00 22.0-24.0 12.0-15.0 0.045 0.03 -

310 $31000 0.25 2.00 1.50 24.0-26.0 19.0-22.0 0.045 0.03 -
3108 S31008 0.08 2.00 1.50 240-26.0 19.0-22.0 0.045 0.03 -

314 S31400 0.25 2.00 1.50-3.0 23.0-26.0 19.0-22.0 0.045 0.03 -

316 S31600 0.08 2.00 1.00 16.0-18.0 10.0-14.0 0.045 0.03 2.0-3.0 Mo
316H $31609 0.04-0.10 2.00 1.00 16.0-18.0 10.0-14.0 0.045 0.03 2.0-3.0 Mo
316L S31603 0.03 2.00 1.00 16.0-18.0 10.0-14.0 0.045 0.03 2.0-3.0 Mo

317 S31700 0.08 2.00 1.00 18.0-20.0 11.0-15.0 0.045 0.03 3.0-4.0 Mo
317L S31703 0.03 2.00 1.00 18.0-20.0 11.0-15.0 0.045 0.03 3.0-4.0 Mo

5x%CTi

321 $32100 0.08 2.00 1.00 17.0-19.0 9.0-12.0 0.045 0.03

min
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1 g 4 o 4 d Aaan .
M 0.2 aradeuiuuzin R lFiFeumanndooaauiian (Recommended Filler Metals for

Welding Austenitic Stainless Steels)

Type of Stainless Steel

Recommended Filler Metals

Wrought Cast SMAW GMAW, GTAW FCAW
PAW, SAW
201, 202 - E209,E219,E308 ER209,E219,E308 E308TX-X
301,302,304,305 CF-20, CF-8 E308 ER308 E308 TX-X
304L CF-3 E308L ER308L E308L TX-X
309 CH-20 E309 ER309 E309 TX-X
309S - E309L, E309Cb ER309L E309LTXX,E309CbLTX-X
310,314 CK-20 E310 ER310 E310TX-X
3108 - E310, E310Cb ER310 E310TX-X
316 CF-8M E316 ER316 E316TX-X
316L CF-3M E316L ER316L E316LTX-X
316H CF-12M E16-8-2, E316H E16-8-2, E316H E316TX-X
317 - E317 E317 E317LTX-X
317L - E317L E317L E317LTX-X
321 - E347 E347 E347TX-X
330 HT E330 E330 -
347, 348 CF-8C E347 E347 E347TX-X
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