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mAteildhnsinulasiadmganiafifiadoausidununisivresuadeuminudeunsiug
naufenszuaunndeulifihfeandeuiundng Tasvhnmsguiuaunouhmadeufigamgf 400£10 °C
seanden 3 viafe NC astweld 55 (A), Gemini Ni55 (B) wag YAWATA Ni Cast 55 (C) winag 5 #1819
Fusuis 15 §re819 fuuin 150x300x25 mm UnEdNY 30° Madeudndunudesuritnuldnssua
90 A ausnadng 22 v enufrlumaiiuainiden 112 mm/s mavagpuauudslddminnisna 200 of
nsRunaapuTigamgll 500 °C A3y 9.8 N wamsvadeUAIRLTeN A, B way C flasvaiisganiavesduy
USnnseesianu HAZ Usgnoumaavaawnsindnay wiaslse uaziiisalas Ui HAZ Usenau mewmlaves
unslsinan wfnules wesadylad vinaudeidessznaudeimaveseeamulussmiundnvasunsld
nau Auudaadeuing HAZ 465.78, 372.28 wag 450.48 HY mud iy daudiiadenisbasiigaunniin
11.92%, 12.04% Wag 17.68% auady dstuanidon A firaudagean lusasiiasniden C faudidana
finfenniign mnelassaigameansagauinadodeudinaunsivdnaunssneegasiiauslumavesooa
wulud waznavealassamuludluainden C TUimasnnnitanden A uay B

ArdAy: lasaasnegania, n1sau, nseuliln, winudewnsliidnan

Abstract

This research aims to study the influence of microstructure and creep resistance along the
cast-iron metal arc welding line. By preheating the work before welding at 400 + 10 ° C with 3 types
of welding wire, NC as weld 55 (A), Gemini Ni55 (B) and YAWATA Ni Cast 55 (C), each type was tested
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and applied with 5 samples. The 15 welding samples were prepared as 150x300x25 mm and were
notched as the angle 30°. Flat butt joint technique was applied for the sample at 90 A and 22 V.
The individual sample was scratched at speeds of 112 mm/s. Hardness test was applied for studying
with load of 200 gf. Creeping test was operated at 500 °C with load of 9.8 N. The results showed
of A B and C welding wire had a microstructure along the welding lines joining with HAZ composed
of spheroidal graphite, ferrite, and pearlite phases. The area of HAZ was composed of spheroidal
graphite, martensite and ledeburite phases and area of welding was composed of austenite
and co-crystal graphite phase. The average hardness around HAZ area are 465.78, 372.28 and
450.48 HV, respectively. The average elongation at brake point is 11.92%, 12.04% and 17.68%,
respectively. Therefore, the welding wire A has maximum hardness. Moreover, the welding wire C has the
toughest mechanical properties because the microstructure at the point where the welded material
has a circular graphite phase is uniformly distributed in the austenite phase. Furthermore, the amount

of austenite phase in the welding wire C is greater than the welding wire A and B.

Keywords: microstructure, creep, arc welding, spheroidal graphite cast-iron
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. “ e P ARUMNDSLTNNTUALLDEN USIIUNTENUSOUVDILU?
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o oda ‘ - vay %o et al. (2012) drunsaudunisviiunengAnssud 9
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v < ~ . & ¥89380 Super alloys Ni-base LWaUsellun1guDy
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s o P e de NHIUNISTRULTNVR N AR U URwMATUAT AT
A1 AnAuauTRvesranaswnstndnauiiAiAIX : : :

W 4 eaw 4 “ . “ 984 Larson Mille lasuniswauntazlviuag1awns
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waediansveaululsinaadindawnsividnaudiuauun
Fedawalrmanilauiusie (Kou, S. 2003) (El-Banna,
E. M., Nageda M. S., & Abo, M, 2000) AUS0UUD
wwdeuiinansenuselassadrmdlansIngveandn
waeswildmdnuasmiortudenldoin (Pouran-
vari, M. 2010) (Eroglu, M. Aksoy, M., & Orhan, N,
1999) iletuauiinrmioutigedu vuingusa A

mATeatuildfnviieudievreandnude
unslylfinay JIS FCD 400 fenszuiumsidoudie
anviunang (Shield Metal Arc Welding --SMAW) 3
wiiame NC astweld 55, Gemini Ni55 tay YAWATA
Ni Cast 55 IngnssovuBuauyimgm 60° gudueui
gruvndusranal 400 °C niufnwlassadisgania
wazauanAnIsnaiinaiensAud
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1. Anwduusnseuliilimanvdewnsing
nawuyia JIS FCD 400 sgainouunangiuen
Anany

2. AnwianauUildenavsiiansenuseou

(Heat-affected zone) widnuaswnsindnauyiia JIS
FCD 400 fisinasonisausn

3. Anwlassasneganialusesiiouniinase
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A1579 1
Faunavanasunswenas (%) Composition
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1. daunaumaniivesianlunimaass

F[,Uﬂ’liﬁﬂwﬂﬂ%\‘iﬁl,l,ﬂ\‘iﬂ’]'i'i/]ﬂa@ﬂaaﬂL‘fJWQG]ﬂ’ﬁ
noaodldTanmanaownslndnauyiia JIS FCD 400
(base metal) Fefldrunaumaaiinisns 1 @runay
mapilanaidon NC astweld 55 (A), Gemini Ni55
(B), YAWATA Ni Cast 55 (C) #1514 2-4

2. ANSLASYUTUIIY

C Si Mn Ni Cr Mo
3.3..3.8% 2.4..2.8% < 0.5% - - -
f1519 2 ,
FIUAUNIPTAINTOU NC astweld 55 (A)
C Si P S
0.07% 0.62% 1.18% 0.011% 0.008%
A1519 3 ,
FIURAUNINATAINTDY Gemini Ni55 (B)
C Si Mn P
0.44% 0.80% 0.73% 54.00%
A1519 4 ,
FIURAUNIATAINTDU YAWATA Ni Cast 55 (C)
C Si Mn P S Ni
< 1.0% < 1.0% < 1.0% < 0.020%- < 0.020%-- 48~65%-

wianuaeuwnsindnauyila JIS FCD 400 (Base
Metal) ¥u1A150x300x25 mm A& TUUINYUTU
aulildvuayuindu 30° nMsideudan1uunsgy
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10 mm TO 2 mm) (2.4 mm TO 3 mm)

AW 1 LUUUNBUNITITBY

T UamaarannnainANUI U ULABLIY 91N
YMA15:UTUN U AARNUTDIVABND TN UTUINY
Tnasmunn 2 wazBaunusiugie-vanieiduge

SUkAAgAN 18l UNI TR UTUUAIEAINT B

AN 2 NISHHTYUUNBUNTLTBU

3. N1SDUAIALDY

AU sideutusutiainden NC astweld
55 (A), Gemini Ni55 (B), YAWATA Ni Cast 55 (C)VL‘UE]‘U

AN 3 Lﬂ%@d@‘u Nabertherm GmbH

25 mm

ﬁ

ABUNISLTIPUAIBLASIDYU Nabertherm GmbH @1y
AN 3 Nigaungil 400 °C

A8LATBIBY Nabertherm GmbH 901w 2 Nigaumad
100 °C 60 w1 laasuaninannagldeusanun
Klunszuanavain
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4. Asdwesiidlunimaass ATNNENGNUANAG 3 ¥llA wazANITnes

ATLAENAYLATBNLTDN Submerged ARC ilslunisvnaesdienisn 5 S 15 Ju

Welding ASW 1000 Three Phase 380/50 Hz

f15149 5 ,
AN D5 TLTIUN ISV

il RERHIEEE ANNINTFIY A td

1. yunUaInsIAuluin 22 V

2. szl lnanusaii 90 A

3. anudilunisifuainden 112 mm/s

4. Eju%umuqmmﬁ 400+10 °C

5. Madeundnvasunsiidnay adion Nickel Cast 55, Gernini Ni 55, Yawata Ni

< vl
NAINNISLTRUMENRaBLNT INFnaUA2E Cast 55 Wf3ame nw 4

AW 4 FUNUNSVIINITTOULASTD

6. NMSLHTYUTUIIUNDUNISNAGDU ARTUNANYUIA 10 TAALUANT MIIVIUIA 12 UABLUAT

mim%w%umumummgm A (DIN 50125) AAET 50 JaaWINT 91U 15 YU
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7. nsnTndeuLLILdey 800, 1,000, 1,200, 1,500, 2,000 ﬁ]’]ﬂﬁusﬁjﬂamaaﬂ

7.1 msnseaeudeulponstnguay  DHAEVaIn 6, 3, 2 lupsou dnm 6 uasfiansn

lunsnuazweanadaa 5 W9 AN 7 LieAnYl

WTARILATEATYNTIBLUDS 80, 100, 240, 400, 600,

laseainagania

AN 7 ASHATUINUAIENTALUAS

7.2 nsuitusudennldainis  inverted microscope #9018
A1u¥lANINTI9a0ULATIAT19aA1IA  AIUNA DY
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AN 8 NAwY inverted microscope q'u Zeiss Vert Al

| <& v = .
8. NINAABUAIAINULUINIYLAIDI Micro

Vickers Hardness Tester

[ I3 (% .
msinanukdsluseaululasiuns (micro
hardness tester) @40 9 anANyTviINLY 120° 14

AN 10 FUNLIN1INAFBUAINULTS

9. MINAABUNISAU (creep test) Luns
fafveatuauiiuinudaviinisidensasain NC
astweld 55, Gemini Ni 55 itag YAWATA Ni Cast
55 gintanidunuiLdeuaSaudannds msesoy
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dminnisna 200 of Wudhwinnnsnailidaa
wisiildannsmaaouasil nasuLBuTLFRTIIeRS
A% 10 NMINanegeu 15 uniide 1 90 lngnsivdeu
Arudsduauta 15 90 wdanAade

FUNUAMLINTFIL A (DIN 50125) FiRTunauvuin
10 §adLUAS WITUTUIN 12 Taduns 31817 50
JAALUAT 1UIU 15 FU AININ 11 9NUUUITUIUN

NAFBUNITAU MIUNINTFIU ASTM D5262 fann 12



AN 12 LASBINAFRUNSAU (creep test)

NAN15IY

nsidemndnvasunslusnaufifiusuim
A1sUaU (C) Woanada (P) AMuzdu (S) LayoanTiau
(0) ﬁgjqzﬁmmmﬁm (Toughness) &1 aulise
osiAnduluseninanssuiunsndouarinduy
AAnAuTunhTurarivinseuaudeud
Antuusnalanzg i (base metal) lUaudaioidon
(weld metal) ﬁﬁEgmmg:ﬁqqqmﬁﬂﬁéﬁumumnmﬂ
$11af GTiwf’JumammﬂﬁmmaWﬁa (phosphorus)
wagAugau (sulfur)

1. NANISNAFOUANNLYY (micro hardness
test) LAAIAININ 13 WU TUUTIIUAIS 9 V03508
dou wazn1snIvdeulasIasiegania ansiu
FregneTiagl dwansenusiensiudeuudadlasang
luuSnansgnuieu (HAZ) Taein Wuwndnanslud
(iron carbide) 3a@uulny (Cementite; Fe3C) i
Aamsenuaniu ivsnunsenuieuiinaduidledey
(Fusion Boundary) Uaulizendn “White Cast Iron
Zone” (Sangsuriyun. M.,& Surin, P .2018). wagds
\inn1sesuivesatsvewdulassastaunnuled
(martensite) U%L’Jmﬁﬁfm’i? “Martensite Zone”
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AW 13 HANISNAABUANULTILUU Micro Vickers Hardness Tester 'iq'u HV-1000

nansvadeuAInLLaTiARluUS I BM,
HAZ FB way FZ wuin Aranuudelaiininuunnmng
funndn Tnesuiivine FB WJuusnadiindy
Partially melted zone UStau HAZ vilsidianAu
wlagaan Wunaunanlaseasiansmulevivasing
afraadyled mavesnisldmndouiianuviabu
famaieatu WeRinnsausina Fusion Bound-
ary (Jeshvaghani R.A., Harati E., & Shamanian M.
2011) iusumisiiianisiasuntasesgumgiiv
awardnatlunmafamaunsifiutuiilildlassads
duidundlaniusmudouanmdunnsmulaviduin
msdsundanduusnaniiedy wadulasadng
wsmuleiuazunsindfianas wasidofinnanuiin
Partially melted zone; U3ty HAZ agluusian FB
ganunisanuanvedlassasneanylas (ledebulite) i
Usenaumenanansiua (iron carbide) v a@uulny
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v
a a

(Cementite; Fe3C) L38nUsINNI1 “White Cast Iron

1% '
a = I

Zone” 1nglasaas9ainTunus I FB hay PMZ 1y
I3

Wulnssas1enfantRinudwaziusizinniswnndig
19418 (Pouranvari, M. 2010 wag Voiget,R.C. 1983)

2. HANIINAFDUNITAU (creep test) Wuintu
U3asng 9 veesesdenuarnisniadeulnsadng
M0 14 ManageunsAvestunudenldgugi
Tunsnaaeudi 500 ssraaidea tngldain NCast-
weld 55 (A) , Gemini Ni 55 (B) ez YAWATA Ni Cast
55 (C) NaNI¥NUUDY Creep rate Lﬁaqmﬂqmmmaz
stress SuasaMlEaINNISIAFEUNISAY (creep
test) Ineldfsziuaed stress fine 9 Aulgnmgini
wuin nsldamdentsanusiindwmaliiin creep
rate snirtunildinunsdenddenndesiuna
NSNAEDUAIAILILTS




Fusrusailau NCastweld 55 (A) creep test

— 11 Pt
e - ]

—- AP

Termperature 500°C

it AW

Weight 1 kg
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o 300 (L] 200 1300 1400 1B 2100 1A00 Q000 3000
TIRYE (SEC)

AN 14 NANSNAFBUNISAUTBITUIUTaNlaeltaIn NCastweld 55 (A)

ﬁuﬁumm‘ﬂnu Geminl NiS5 (B) creep test

Temperature 500°C
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AN 14 HANSNAFBUNISAUTBITRIULTaUlaeTGaIn NCastweld 55 (B)

Yusrualaifion YAWATA Ni Cast 55 (C) creep test

— i1 DAt

—y )1

11 5 = L
10 3 Temperature V 54 1C)-2
—; )3
9 3
83 Weight 1 kg
¥ 3 /
£ 5 3
5
2 13
=
ﬁ 3
2 3
1 3
0 4 T T ' T T T T T T 1
o 300 B0 S00 1200 1500 1800 2100 2400 2700 3000

TIME (SEC)
AN 14 Han1SAdaUNISAVTEITUUEeNlngldan YAWATA Ni Cast 55 (C)

3. #aN13959aeUlATIEI9gan1A (metallur- — lUvimsnsvaeulasainegania mendeganssal
gical examination) Jusuianvasunsindnausia  wuulduas (Optical Microscope) 91w 14 310N
JIS FCD 400 Triumsidesilagldmadennsanuviintr 14 a, b uag c wandlasiasnaganiaiusinugulans
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(base metal) wu1 Jlassasnsveunsing (graphite)
unsnoguulnssadreiuiioneslevi-midlayi (Ferritic-
pearlitic) (Pouranvari, M. 2010) U3t3a4 AN 15 d,
e uay f uandlassadeganiafiuinagiulavs (base
metal) WU HLATIATHNUNITANNENTDILATIAT 1A
ylavi (ledebulite) Usznoufiomdnanslus (iron
carbide) vi3aduulng (Cementite; Fe3C) wazn1n

15 ¢, h uay d Wuvsnanieweu nwulassadiauia
\Ju Austenite Matrix (Voigt R.C, 1983) Saufiunan
YOIUNTINATINSE8TIUS I

HANNSNAABINISAUVBIAIALTONTTY 3 ¥iln
NCastweld 55 (A), Gemini Ni55 (B) way YAWATA
Ni Cast 55 (C) AanIn 15

iaflad am (F‘ -
atat AT "
S

mrrrlvidbna _.l ~ -
1 SRR

wnTlwdnass  wjuvwuled

a1 15 nmvenelassaiisganiavestiunudonlngliadn NCastweld 55 (A) , Gemini Ni 55 (B) uay

YAWATA Ni Cast 55 (C)

n1saAUsIENa

1. n15nsa9aeulasEsefiusie BM wu
Imaa%ﬂwaaLmiiWﬁLLMiﬂazjquﬂiaa§ﬂﬂﬁuﬁu“]mmla%
5i-uisalavt (Feritic-pearlitic) dawufiu3iin HAZ wu
Tnssadfivszneuselassassunmuley Sonuion
i1 “Martensite Zone” uazingaunslsifinszansog
drufiusin FB uway PMZ nulassadransimulesivay
lassasraasylan Fonusiaiiin “White Cast Iron
Zone” Faduvinamiunsindegiuiutiosisdsnalsi
Tassadausaiiuse wesfivsinu FZ wulassadna
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\Am 10U Austenite Matrix $2ufunanvaswnsindnay
~ 2w P ) fal a <

insgavagiludnuugadneiuunsiudinluman
naaknsNAnay (nodular cast irons) Inen1swesy
H2999N S INANANTEMINNTEUIUNNTYA U UTEUT
%Lauﬁm Cerium, Magnesium Way Silicon W98
nsesudvesnsindnau (nodulizing elements)

2. MINAdUANNLTUUIANGDS NUTIAY
wda usna FB Tuduves PMZ fianaudegegauiles
wnadylant wazlasadraunsinules sesasunfe
U3 HAZ (lassadaunsimulent) dau BM dannuuds




gnIUdn FZ 1éntes 1189910 BM Slunslidifl  lization 1Ann1siasuiadsuasien Creep Rate 7
Sneasduninds dmmuudunnniuinaiifunsiid  wandsantunageuiiiiunssuiuden

wuunay Bnike BM Sefllassadraveslsi-widlan

(Ferritic-pearlitic) d@u FZ flassasradu Austenite

Matrix kazluusiins Unmixed Zone mﬂmvﬁwzqq naRnIsulsEnA
niusnandeaiuly FZ Wesnnduuiuuiianis vavauAn andumalulagunuiunideie
nasnarateliitifuvesainiouuas BM Autanmdnuasunslvdnauaiia JIS FCD 400 uaz

3. wan1svAdeU Creep Rate wuin n1sléan anunlunsi¥ouaEA@aUNIIA (creep test) Nay

\Woufirneiu AiA1 Creep Rate unnnin wagidunns Smart materials AMFIANTIUANART UMY

nagevauiaLannaodaetluieunswiianng  BPeNE PI9ARULATIAI199ANIA inverted micro-

scope Ju Zeiss Vert Al LaznagauAIauninig

WarukUa191ieRnavinueInIsiia recrystal-
Micro Vickers Hardness Tester 34 HV-1000
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