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Name : Ledr. Supornchai Sinprasopchai

Thesis Title : Effect of Repair Cycles on Fractographic and
Microstructural Properties in Aluminum and Carbon
Steel Dissimilar Welds Using Transition Joints

Major Field : Welding Engineering Technology
King Mongkut's University of Technology North

Bangkok
Thesis Advisor : Assistant Professor Dr. Chayanee Tippayasam
Academic Year : 2024
ABSTRACT

Dissimilar welding between aluminum and carbon steel presents challenges
due to differences in mechanical properties and melting points, which are key causes
of brittleness and defects in the weld zone. This study aims to investigate the
brittleness behavior and microstructure of repair welds utilizing bimetallic transition
joints (TJ), employing ASTM A131 Grade EH36 carbon steel and ASTM B209 Grade 5083
aluminum, both with a thickness of 6 mm. The aluminum side was welded using the
MIG process, while the steel side was welded using the FCAW process in the horizontal
(2F) position. The number of repair cycles was set to 0, 1, and 3. Results showed that
the hardness in the Al-Fe interface region of the TJ was approximately 240-250 HVY,
while the steel side exhibited hardness values ranging from 153-170 HV, and the
aluminum side around 38 HV. After welding, the heat-affected zone (HAZ) on the
aluminum side connected to the TJ in the R1 specimen (one repair cycle) exhibited
the highest weld hardness of 81.53 HV, compared to 64.67 HV in the non-repaired
(NR) specimen. This increase was attributed to the thermal influence of the steel-side
repair welding. Additionally, in the steel HAZ near the TJ, the R3 specimen (three
repair cycles) showed an average maximum hardness of 216.15 HV, while the NR
specimen showed 185.17 HV—an increase of 16.73%. This result corresponds with the
microstructural observation, where the R3 specimen exhibited finer grains due to grain

refinement. The findings indicate that repeated repair welding may induce significant



structural changes in the weld and dissimilar metal interface, potentially compromising
long-term integrity and increasing brittleness. Therefore, controlling the number of
repair cycles is a critical consideration in the design of dissimilar metal repair strategies

for industrial applications.

(Total 120 Pages)
Keywords: Carbon steel, Aluminum, Welding of various materials, Bimetallic
transition joints
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Wouvhandaeadouufohns vs. fail

1331 mswssusossevastuny J1 MWsesse Fillet wuu T-Joint uavua J2

T4soe6a Fillet 1 91U Az Bevel 1 AU



1.3.4 mnuaesAusznoulun1saniun1side | nansesnuveInIsifionday (Repairing
Weld)
1.3.4.1 AMMUANSEUTUNUNDWIINISITEN el 100°C

¥

1.3.4.1 MuuakaululunsgauseedioumIuseAuAINLEN tAWATNTEAUNURIVE

a0 fuAsaUN1TWeugamdu 0 1 wag 3 58U LWeAnwINaTDd Thermal Cycling #®

ADNNLUILT DY

135 fvunesdusznevlunmsidensumdnndinisueu il
1351 wissdonerdnaanldndnd (FCAW) nszualidou 180 Amp. Taidou
DCEP
1352 aandon AWS A5.20 ET1T-1C yuiaduruquinans 1.2 fadiuns
dvdunszurunsiden FCAW
1353 ufaunaguuuaion adusulaeenlus (CO,) uans 99.99% swsins
via 20 Anssiounil
136 funesdusznavlumaionduezgiiien il
13.6.1 ieAoudonensnlavzuianan (GMAW) wuu MIG nszualnlidey 165 Amp.
{aiden DCEP
13.6.2 aidien AWS A5.10 ER5356 sunatdusinuguénans 1.2 faduns dmsu
ns¥UILNIIToN MIG
13.6.3 ufianaguuinidion e13neu (A Uaws 99.99% dhsnslua 20 Fngsio
W
1.3.7 vageuamamnudon sedsnsnsadeusieisida (Visual Testing, VT) 113
MIIVADUAIUAITUNINGY (Liquid Penetrant Testing, PT) 1111915511 AWS D1.1 Section
6.10 Uag N1IATIAADUAILNTTE18NMSTIA (Radiographic Testing, RT) Au1105§I1U AWS
D1.1 Section 6.10
1.3.8 nagauaudfiniina Aren1smaaaunuudy (Hardness Test) 11m3g1u ASTM
£92:2023
1.3.9 A529@0UlAETNUTAIAMENADIaLNDS e (Stereo Microscope)
1.3.10 #599aaulATed3199anIA AIunNdeganssAlluuLas (Optical Microscope,

OM) u,azﬂé’aqfgammﬂ%Lﬁﬂmammudaaﬂﬁm (Scanning Electron Microscope, SEM)



1.3.11 Ansziesausznouniaall (Chemical Compositions) Tassas1ewan (Crystal
Structure) A2EInAtiA Energy Dispersive X-Ray Spectroscopy (EDS) hag tnatiAnIg

\Beuuseddnd (X-Ray Diffractometer, XRD)

1.4 Usglpwifinndnazlédu

1.4.1 awrsaliidunuinislunisidenasousesnslunisidoudenensiudduwuuly
wviadn (1)) WhiuTanguitelduundesiifiussavsam

1.4.2 ansadilanalnnisiinansuszneulansnaudsdmansenudeanuussiiin
%uﬁ’uia@ WeRgaunsafvuaumslunudeiendndsennudsmennngingsu
anuUsEiasiintuluouian lrdeuUasadouaramulunisldnussezen

143 l§feyadadisufisuistuiuausevlunsdendendiidanansenusie
Qmamﬁﬁ&uammﬁam Wy Aundssaaslassaddduusnunansenuiliinanauiou &

fUsglevilunsnaurunugaukaznsldTan ilnuAua)
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Ui 2

=

NOYHNAIAYLATITUIVLNAYIVD

2.1 wdnnana1suau [1]
ﬂ?iLLUQLMﬁﬂﬂﬁﬂﬁ?&JNWWiiﬂu ASTM (American Society for Testing And Materials)
a o ¢ oz o @ v < a v Y v < v
nandusiwani lilutagdulsenausiendn 2 ¥idanieny Usenausig imanndiuaz
widnvias Junanndvsuuadu 2 nqulnglq Aewmdnndasusulasinanndway
2.1.1 wénnd1m1suau (Carbon Steel)
= o [ v 3 & o = N v 1 , 44'
Fadumnanndrmsveuniludiunaunan smauaiiegtes 1i1was diunauduasly
LA9199EAANIAINNTINITNIT0q9 w3 onTsuITnIslauia nanndiasueuwyteandu 3
Uz mudSinaansusuiings Ao
- wdnnd1A15usus (Low Carbon Steel) Wumdniidusuiauaisuausinid
0.2% vzilassasrndunsumlaslsd wanvliaidanuudusanauisaiavsofduuiula
] Y 1 [ ! < o < - VY
18 Fegramndn wu wanduwdnuaunldiumaly
- Wannam1sueulIunaa (Medium Carbon Steel) tumanfidu3une
ASUBUBYTENIN 0.2-0.5% szillassasradunsuneslsduaziiisalad awanslunmi 2-1
2 g Ao < i & v s S 9v o A 4 o J <
Wumdnifinnuwdwssgnimmannaiaisvaun [yvhdudiureanniasdnsialy man
Usznmilanunsavinniseuyuanusaula
- mdnnanAsusugs (High Carbon Steel) unmiinnfiusunamisueauganin
= v @ A ¢ o ¢ & a & a
0.5% vedilassaadunsuiisalad waglasseduulndnmuveuinsy wanyialiasiaiy
wdaussarmuudegs anunsavimseuguruseulinuauiinuudadinduld Tiwan
wsesdlawmsedldine fideanisiauduasanusuvnunisdnseg
2.1.2 wmannawau (Alloy Steel)
d o v ¢ A A 4§ = a o a a aw a
AawdnnaIAIUBUNdsANaNd U NaNey WU lasuduy dnfia auATy Muke
warlauead dnsviusndauasdfneu afivsuagaininnanndansueussdadusanay
Wuieatu Aty maukuenida n3eddneuiunit 1% nswausiaaieadluluminndn
Asuou drulngyanazusulssquandiniuaiuisalunisguuds (Harden Ability)
AuandAd1unIunIsianTaun g duniuaraungiias wagluuiensdineusulss
va va o [ ! [ < £% 1 1< 1 1 A
AuaudAinlniuazauautRiferiuwivgn wanndwauudseendu 2 nqulngl Ae

WANNEHANA BT 9HaL LAY 10% WaslanNaHaNgIiUsIIsINaNNINNI 10%



N3BUNTRANNAINLNINTFIU ASTM ada Plan Carbon or Alloy Steel azlddaian 4 67
2 fausn vendalanenaudinan 2 fagaving vanislsunuaisuauludndiusosay Carbon

Steel WU 1001 Ku"eDe Plan Carbon Steel 3§ Mn Lt 1.00% Mn

‘il ¥ [ 1% (3
AN 2-1 Imaasw@amﬂmmmaﬂﬂmmwau

2.1.3 wnugimaseninaman-asuen
[<1 a [y 1y 4 1 a 4 [} a a [
uurugivansmudunusseninnuSinanisueu dwanslunini 2-2 Anauegly
[ a1l a a [l PR a 4 A a 1 a
Wi wargaumidndnswisuulasegils WellmsiAuasueunuSuiamiee o gamgil
Ay waluillomadnaziiamaezlsyulatng Funafifntuszninanisuauiuvessinman
U 6 Ql' a ] £y % 1
fusmarsueuaulatiey 3 dnvay laund
2.1.3.1 wanfifismArsveunay Wesgieamglidme wanduasueuaziinig
nasuarargmenuluanitzMidureunaniotied na1alalindinainel Asaisazane
weawia (Liquid Solution) symwinamaniuasuau
2.1.3.2 flgaungismningavasuma wmaniifisngasveunauegiul3unud 1y
agluannzveandalpeiisigaisueuavarvegluiawantuannzvewdisaninaisazaiy
L4 (Solid Solution)
2.1.3.3 wianfifiusinaesveugaiunitavasatsiduillederiumaniuantie

YoaudaldaziAna Nuenaonannidamanfaaveunanaisius Fedeisenii Fuuulng

(Cementite)



Iron/Carbon Alloy Phase Diagram

Temperature (F) Temperature (C)

3000 L = Liquid
y = Austenite
2802 = Ferrite
a
2800
2720 & = Delta Iron 1539

CM = Cementite 1492
2600

2552 1400

2400

2200

2088

2000 1130

1800

1670
1600

910

- *— —-—
:ggg 1 O+ )f 1333 F ree
'q\'\ A
1200 0 Pearlite and Cementite
1

0.025 Pearlite
and

1000 Ferrite

410 - 210

0.50% 0.83% 1% % 3% 4% 5% 6% 6.5%
[ HypO-E UteCtO]d s Hyper-Eutectoid mmmm—p |
* STEEL >« CAST IRON =———————p|

Carbon Content Present (by weight)
= a 1 =3 3
AINN 2-2 LLNNQNLW?ISS‘V?’J’NLMﬁﬂ—ﬂ’ﬁUEJU

(Fian: http://akazuhri.blogspot.com/2013/08/diagram-fe3c-karbida-besi.html)

2.1.4 avSunamsueuiiguwinvesnannaiansueu
AUTInuAUouisu1 (CE) A AritinsanuinamessniidoUuegluiloman
wazinaw Ui gafunIsuousuUsEnausae Mn Cr Mo V Ni waz Cu lun1sviinisid ey
wiannarpsususnduegedefidosinisiansan Arusunanisveuiisumiveamaniiie

muauUsInasnndet iVluwn@enluvasyinmswenanusadualiainaunism (2-1)

%Mn 4 %Cr + %Mo + %V %Ni + %Cu (2-1)

—0
CE = %C + z + 15

2.1.5 widnndansusu ASTM A131 insa EH36/DH6 [2]

wannd1arsuau ASTM A131 insa EH36/DH6 dadumdanndiaisueudszian
wmanndmsusus (Low Carbon Steel) fiflanudnuyuussisgs innuannsalunisidon
163 Fuguire weedimrmannsalunisiumuisnszunn wenaini winndasueu nse

EH6/DH36 daiimsusuussnaautamanailaielivanzaudunisifouluanmundeund


http://akazuhri.blogspot.com/2013/08/diagram-fe3c-karbida-besi.html

ANNYINIY WU NITNUNIUAREANYIM waznsnunudenisinnieuluanInIndaunzia

Fuludnvaanzvesanndiasusudmivgnamnssuseouwazlasaislunze

a A

2.2 9zadulgd [3]

3
ovaiion usmadifdydnual AL Dulavedrnidu dwiiniun nudenisinngeu
fiaruiauseusazlndialed liduwimén wazlnnuwides awnsonds vae wazsala
1o oxgiidondulansinvuiniianuulan Anduninnia 8% veadenlan 589910
sondlaunazdanou evgiiflomdulavzuin Non-Ferrous Mfinswaninniigatilosant
AantAfiAuaziiUTIadiun dnsldfueraunsuarelunansgnavnssy saudansvuds
msneaine ussaias mIndniaiesing waraudaulaauilna
Imamhla L‘L!EJZM‘Uiﬁ‘V]ﬁ (Pure Aluminum) azflaud@fiseu mﬁmmam“mmwm
AT Imamiazmaﬁuaum (Solution Hardening) #3slasn1sanAznNeU (Precipitation
Hardening) s7ndefeuiAvadluilouussnaautd Tiun Faneu (S swuuniiden (Mg)
wuan1la (Mn) naauag (Cu) wagdangd (Zn)
Wnsguvesevgiifeuwazerqiiilounay wnsgiuelsuldfimuassuudiavdmsu
avaliiiluanan (Wrought Alloys)
ox  ovgiiilenuigus
20 DrgiliunNaNNaA
3ok avgilifleunauuuenila
ok avafliluunaudaneu
Sk drgiiuunanuiniigyy
6xxx  dralilunanddnounazuuniigey
T ovalilvunandensduazuuniidey
Bxxx Y QﬁLUEJiJUiuLﬂVIEJu‘]
uanseazidonds doludl

avgillilouuTans (Loo) dMnuuTansvesezgiiiloni 99.0% e 99.9% eaiiiluly
nauilfianusumunisianseulafaunsat iuasanudeuldd dranunsatluaugdla

q
o '
& 1

18 MmsindounarluguiBumenszuiunsing 4 anuaiansotunisienegluinaueiiul

a

wola doidefoluiuvesrnuudiusiuasauauiAinianafisninfanou

a

= I3 a a aa I3 wa v a
QSQNLUEJQJN?{MV]@QLL@Q (2xxx) Lﬂu@g'@jllLUEJQJVIZLI?\I'J']NLL%QLLiQQQﬂmaNU@WqQﬂalﬂaLﬂEN

fumannaiasueusn lngaiusaiivinn1susuugsnaaudivisnalinvuldfienssuisnig
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Ausaulalagvinnsauazate (Solution Treatment) waztu (Quenching) siaanuulaas
Tnnnznou (Precipitation) 38ANTEUIUNNTHIN N15OUUNLDS (Aging) F9n18de AsEUUL

ANEALNTAIUNNTAIUNIUAITAANTDUILANAY UARINAINNTOIUNISTDUVDIDY

e
2D
=D
o
=
2
=)
ho)

S S
UISHINIVUADU €

) a a P

avaiifleunauusaniila (3xx) Wuesrgiileunilnaaudfvilouiuesglileuuians
] < = wa Aa 1w & oA Y wa
uwadauudausuaziinaaudininanindy fadndunquitlianunsausulsenaaudfoie
n3suTsnemuTouls
sraiidounandanau (dxx) azgiivilensinidnindunquiliansadsuls
AaauURGIenssuIseueuld widieegluanmueuvaaslvamlad uasunsudiigg

a 14

luiAaauwans1rsluaninsaunazifu aedudadenldlunisidualafudinsud ou

a a

avglillounauuagevgillounae

I d

a IS) g.JI IS a ) b a a
DTQUIUYUNANLNNULYEY (5xxx) v9AsIardinisiinuusn1faasiunie DT QUIUYUNEL

(%
a a 0

giaddnidunguinliansaUsuupuaudilamenssuidneanuioudadonnluvinadn
2
a N aa a A Ho < oAl o

DULUULUNURENLAZTANDU (6xxx) DERliLBNTUALININTUNGUNEINITAUTUUT
AavantAnInamienssuItnimuieuls danuudusuwazauandininaifneaunds
ANUAUMUNITAANTOU ANNANNTAIUNISWUTIU kaANaNTaluNsWoNaglunuey

v Ny A A A o a a a & o 4' o ax D %

wold unildeidefalotevaiiilounauviailuvinswenmenssuisnisiiauseunuy

o

A199) 2V IAUTNAT LTINS DU

a a [

avglillaudnsduazuuniFen (7o) sxgliflouvinfiiinisidesndneddusigman
N @ O o oa N A’ v a a &
wazuian fadusigses wenantudulinewns uazlaslleudnianieyezgiileunaunsul
fieuudsusawaznaauifvianafiauin wenanddsdumminuinagausiuniunisin
n3eU WANNEIINTalUNSTaNagluNMINgauTnasN
a | l ax a 3 v ! A A
svaliilonvzuuinguanadSnisiiuauutuseld 2 naulvg) Aedssanitliaiunse
Undanaauiould (Non-Heat Treatable) wazUseinanitanunsavidanisnnusouls (Heat
Treatable)
1) evailiflounguitlianunsavidaneanuiould
szaiiiounaunquilagldansafiuanuudausddeeisnisneanudouldriaiy
LUSIBUAUIT LY TUNAVDISMNANSNSY WuTAnew widn wuenda wazuuniiden Aaw
< a o & a & aa I3 N & I
uwdsavesergiifioslunguiianunsaiudulaleeds awsusnsanuis lunstugudu (Cold

Working) 1% 11539 (Rolling) n138a¥u3Y (Extrusion) n13f¢ (Drawing) wayn15ATu5Y
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(Forging) Un4#ifiaevinN1seudau (Annealing) Nigaunigil 300-400 BaMwATUE LioanAIY
1 a = [ a
W9 LagliuANUmTte) LansfanIsen 2-1

2) erglilleunguianunsatidamennuioulda

(%
1

avglilounauianunsanserimiennuiould AANuLdsISURUITTURE AUAIY WA

maAiilaufiunguusn W neuas wintliley dned ¥aneu Yeeraiiilounquil a1unsa
duaundusldlagdsnisevazans Niaamall (450-550 aerwai@ed) LaIRIUAILNIIYY
11 MdNUUATINISULSTINNR vieuNWien (100-250 asrmwailed) ann1suidanieeiiy

%QUﬁQﬂdﬂﬂaggﬁLﬁﬁmﬁqﬂqimﬁﬂﬂ'ﬂmLL%QLLNléI@EJﬂ’ﬁG]ﬂG]%ﬂ@U

A1519% 2-1 mauﬂaﬂaxmmaaazqﬁﬁw [3]

QGHBEEDE NSLU9STUY N3
nauitliansnsatiams | AL: 99.00% 1XxX
Anusoule Al-Mn 33X

AL-Si AxXXX
Al-Mg 5xxx
naufanusntdanisany | AlCu 2XXX
Soula Al-Mg-Si 6XXX
Al-Zn-Mg TXXX

2.2.1 argilifley ASTM B209 1n3n 5083 [4]

ovgiliilon ASTM B209 1nsn 5083 Liulanzran Al waz Mg Wuergiiflonfuatiuily
fusthaunsvatonn danuamisalunsdanguia wssuls fanuudeussuiunaia 3
arwansolunisden uwaznudonistanseuldd uenandssannsoifiuauudusan
nmsguudalaglddomiunszuiuniseuyu denldlugaamnssunimeiadmiuiiEouay

lassaimnangiadug Wesndinaauddnumunisianseungulemeuiulanenaudus)

2.3 nswenlanzm1sia [5]
ns@eulangmneyila (Dissimilar Metal Welding) Wunsyuiunsnidenlaneaeswiln

& o 13 va 1w = 1Y = A < = =
uly Vlllaﬂﬂﬂi%ﬂallLLazﬂmﬂNUGlG\Nﬂu Welrlasouauiianuudausasnuniy 393

1%
= ! Y

AUTIINEVBIANULANAITBTANTdHansenun Ui asvesnuandinemuiow uay

q

AasauURnslansinen lnelladendesiansan fadl



12

231 anuuanAvesrdulseaninisuenedamnaniuieu (Coefficient of Thermal
Expansion)
m’mLLmﬂmwaqmé’mUszam%‘mwmaﬁamqmm%fauiwdwaaﬁaqfuﬁwmsﬁmﬁ
nszaremnufouihiaiianeviliiAnansliaunavesgumgiluszninihnmaden dawasi
TinAMULAUEANToU (Thermal Stress) lagtamznigluusnamunnsenuiou (Heat-
Affected Zone, HAZ) sunandsmnuszuosian ylsiAnnsdaden (Distortion) uag
nsuan3nale (Cracking)
2.3.2 anuniulanalanyinen (Metallurgical Compatibility)
Auuanesiuesamantivalangiven waslassairganiavesiagivaesniin su
dsnareruutauswessenidon mnuuandsidmansenudoauansalunisazans
$auffy FsazshliiAansnemduresansuszneulanedfinuuszneluuinusesdon
uaziunnsEnuiou waasUsznoumanidmalisesdeuiinrundesionisunnin anaanm
wilen uasissuizensianseulusesidon nsdanisiielviAnaaudnulinidanyine
thu Iun nmsdenTaniiu essedumiidisanaussvedlassaiauasanaudfvesian
fiaes n1sguarsvtifieannandunndne uaznisdenlinsruiunsideniivanzay
2.3.3 msunsuaziuseleanaina (Diffusion and Solid-State Bonding)
nszUUNsTiondemIunsveseznenluseiuganiasinsiduiavesTan el
nARULAzENUNNAY IngnisunsveternaudleliinanisasaiuslanesenineTanaeyin

=2 < Y

Feoraduiuselany (Metallic Bonding) wiawuszdu ¢ wu Wuszlailaudussloasiin

TuegAunuautRvesian nsunstaglinmsindeuiivesesmeurinudusoysrauazaniy
duatunisraseznouuazniaiaiusendlanging senineiang nalnnsganmslednaing
sufanmandouiivestaumninsukazn1INKENg (Recrystallization) fdmgagagieunn
Tunsafralassairsqanaiidenndesiunasnsosidon
2.3.4 M3AUANENIINTSLEUSN (Cooling Rate Control)

msmuAuaTmMaduiilunmsdentansisviadauddgyedwdsonmnimuas
audinisnavessesidounaslnssaindlanzseus (Heat-Affected Zone, HAZ) 19991n8A5"
NMILEUFIANAROIATIAS199801A ATLUDTY AIUWTHET WAZAIILATUNIUABNITUANITY
vostuay nMafuiisuiuluoailiiAnemdunndags uazmaislassaiieunfmuled
fflanuse Fafiuenudssienisunnin luvaeiinisdusidwisandgmnansunning
Annlalasiau (Hydrogen-nduced Cracking) Tnstaeelvilalasiuinatseninsesdon

wazdeliiinlassadaimanzan Blunismugudnsinisduiity awnsavilalaenisly
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wAlAN19IRAIUTOUNDUNT ONAIAINTINISW U (Pre- or Post-Weld Heat Treatment)
= a s A & N A4 a
FUDINMIAUANNIITMOI NS aNlAgNITanAUSIluNSWeN (Travel Speed) wsaLiy
Heat Input LieaRsMNIINSEUMLAZAAANUAUANANY NSTUINMSIUaNaLNTaTIsannNT
laszaumnuiounazannsazaumiuasenseninnsidudviniasnsaauaunsduily

sEMINeNsEUIUNSWaNlnag1eliuse@nsan

2.4 n1sWwaNd1snadnwaNldnang (FCAW) [6]
2.4.1 nann1sUaanu
nszUIUNISWRNISNaaaNldWanG ve niswaunandaas (FCAW) Wunszuliunis
Al ¢ v a & & B3 a ¢ v o ~ ~ &
W aUBNSNLUUMABNMAL MAINBLAN NS A UL U aue s N el aslunssulIunIsWaud
anunsaldansunaquitunanndnd Ngnussgegnielu vieunuaindidininse Jsanunsalduia

[ a

au (Shielding Gas) 91nneueninlisiuvselildfldaindidninsavenandaoignuanain
Lauusiumannd LAz gnihuvisnasneluvienalsazusIRdndivhanaguaneviinuin
1 ilewhluhnsdensidndfieg meluanfazivasuanmnaneiduauan vhuiivnagu
Anihsesdeulddnuasaufidfyvenssuiunsideundndaes (FCAW) wilensyuiunis
Wenduafire Wandezgaiivussqliedrsiindnneluviounuainidoussrsseies 1iuaudi
furvoanszuiumsideuiiftanansavhliamnmeesnsideniiden WWuanuvemdsiviliae
msaaTeuLUUETY

nsi@eunidndass (FCAW) asd38nsunndneduey 2 sUnuulunsafrsufadnnay
WanodnuagUevasuazane Wiedllviasuaiuluusseinia Wy sendluuazlulasaudi
AGHERH

Fnsusnfife nisadaufaunaquiues (Self-Shielded) Tdnmaiinatu losswmed
Anainmsvasuazatsresldndlduamiouaniumendnviminiiduufaunaguue
vasuavanguazivatoninlildies muamil 2-3

FBnnsiteosdie THufaunaquainniouen (Gas-Shielded) Uaoelilvaasunaquiinlans

Fouvaurindsazudefsinliduimlatnguazusaanaisuafudng ke
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WIRE GUIOE
AND CONTACT TUBE
SOUDIFIED SLAG MOLTEN

TUBULAR ELECTROOE

/ POWDERED METAL VAPOR
FORMING MATERIALS,
DEOXIDIZERS AND SCAVENGERS

ARC SHIELD COMPOSED

OF VARORIZED AND
SLAG FORMING COMPOUNDS

ARC & METAL TRANSFER

\‘\If‘ };;éi/

-

a LY N v 6 s 2/ (24 f:’f{ v
AN 2-3 ﬁﬂUm%ﬂi%U’JUﬂ’ﬁLﬂaﬂwaﬂ“ljﬂﬁliﬂ’m’]iﬂai’mLLﬂﬁUﬂﬂQll“UULE]\ﬂﬂ

nnsraaulvsiveandnd (Self-Shielded)

2.4.2 “dnMspuRunNLanwaziaU (Principle Features)

v v

NIETUIUNSDUNSNTABSULARNNAILILDE199DL9 901 ULATDITDULAY

Y
[

yagunsailauain ludagvuillngnesnuuulsildegeasainuintuninyiasiug
Tasanzludon dumdniuinazinge udwsmuniu nmstouaindidninsaivilaegng
! = ° 1 a & ¥ 3 =2
saiflosaiauelulinisaganvugnisdeumndianinsaaiunsaldlivuindnasdis 0.9 uw.
HARYBINTEUIUNSWaNNNGAS (FCAW) anunsaagusiulasiall

aunsaNanUlasnNIsRaLseBIANINIalaog19maLTa

- TaneMe1999508 W aUNINaRNNN atu1anaudRNfvaINans

fuaanigieyiminNunAquIeLNLALYIWETNIUNTINABINTNWIAEY

WuNTZUIUNITALARTUINNNISNALUDINTZUIUNSWonTanzeelndn (SMAW)

nszviumswedlanglagliufainesunagu (MIG) uaznszuiumsiveslanslangnd (SAW)
WmeiuvinlmAnnaRuINg97
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UszansnmnazUasasusanusanuiilaiinasian Nasudududiunisvewuidoulndng

ANWULNITUID

WIRE GUIDE &
CONTACT TUBE

MWN 2-4 dnvaensyuIuNIWeNNdndresnluwnaUnmay

INN18UBN (Gas-Shielded)

v
=< a

n3suIsAnuiaUnAquiuLes (Self-Shield) mua1ni 2-3 uiaunAguiinduasiin
nnsvaedludvesdndnaredulesuimenseiduaty vudindiluunuiienniausiou
sepuonsnuaznisviastazatsvesldnddrunilandlalmilvifaziwmihfiunaquusviaay
avanguasvgentllangluvagvinswey wiaunrauiindulaainnsyiujiseivesans

[ 6 a 6 ¢ & & 6 I3 1 a 1

nauvesnangdiinasueulneenlenmduniaasueulneanled Unaqueguuiivesuevasy
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TOUUTI LERINIUNINT 2-3
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Unaguil unlddulngaziiunianisveulasanled wieudanansznineisnou
asusulasenleafiognieluemiariunsyiuisenseu wWaienin waguSnaduuuves
Vonasuaraiwagelsiniu USuiavesesnduundivauisafissdunfiufisensiuiu
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2.4.3 wigunegudmsunisweunandaes
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wiavimtnuneauwwiiieukasUanastaratiiielillionialagseudiluiugizen
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2.4.3.1 ufi@e15nau (Argon)
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J =2 o | = a SLaa [ 6 s
1INNI10MA FamEngdmsuenlansuns ssliauuiansiaaunsaiusiaensnoulily
yuglanedusaiuluysinun Ianuusgns 99.95%
2.4.3.2 ufigasusulaeanlyd (CO2)
I3 s & o da aaa a5 9 i = ] A Y A
msuaulaeenled Wuwianiuizen Sumdnuinnineiniada 1.5 win lulid Ll
ndu wavazarsluinlad arsvaulasenleangnamnssuldlunisaumds nsvaelans
wenaniifafienldilunfiaunaqulunszuiunmsien GMAW msusulasenlyadenldluu
Wou argiiluy neauwas wuniliey uaziiniia
2.4.33 ufide13nau (An) Haxeandiay (O2)
N ¥ a [ 1 k% [ 3 = <
dieisamsldeendauludnsdiuiosas 1-12 naudvenineulumsiweunan ae
WUINASNEANIINSITR 1S NEUUTAVELIENRE 1AL MSNUSUINOINBAUITTIUAALTIFY
AyvesUavaey vlin1sinavedlansnasiinadIfvy danaliuultouddnyusuuuTIuLAL
< = = = & a v 1 [y ' [%
AZURBNISBUTY YBNIINT NsnaNeandudirlsUTuusansaneleulansvasumadl

Junuudnaeas Jaemiugunisivenlantusazannisdnlesve st

2.5 naauaninlavzufiangy (GMAW) [7]

nszuunnsWoneninlanzufangu e Maden Gas Metal Arc Welding 1u
nszuumsienlngl¥mindudesuindnaniuain %a%gm’]aumuﬁaL%aw'%aﬂm%au
(Torch of Welding Gun) eanynegseliiesiuretiiainuaziiinssua (Contact Tip) &30
Ls‘ﬁamzé’ms‘&’aﬁ’uﬁwiaﬁwmzLLaﬁﬂﬁmsLLaLﬁ‘ﬁamiwaLiﬁajaam Wevaneaaungduialany

v

FUNUILAANITDITNTU AINUFBUIINDITNILADURIVINAlan T ULazUateaIn@au L

& ' Y a = ) & i v
LUuuUﬂIaﬂgﬂ’]EJIEJU"LU‘EJQU@M@@@JL‘Wﬁ’Jm@Qﬁ@ﬂlﬂf@u VEUSLA EnﬂULLﬂﬁﬁ]Wﬂ%@Uiiﬁ;ﬁ]ﬂMaL“ma

=3

viedegiadansoenuunaauvenasurainazuinasesilareisniiieviminmdudiu
Uasduldlveandaunsenfaduluusseiniadiluvinugisendulalonsnuaslansnings
vaeumal wigaquidenltlawn wiaey (nert Gas) wianudeensoniauisen (Active

Gas) hazwnanay (Mixed Gas) A9AINA 2-5
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n15ldgunsalnis@auyilalienn iesdaarsAudiduudon Usuwaanssua
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vilsdegilofanunsaufuinisdenls
2.5.1 fefvenszuaunsidensrinlanufaunagu
1. d@euldsindinidssuiildiiowuiioany
2. madeuileustvsaiies ldsnanliouainll

3. lvaudfsan1stuana

I3 = a I3 | Ay 4 )
4. GISLGUULLu’JL‘?j@llllsﬂuq@Laﬂﬂ'ﬂ‘ml@ﬁ]']ﬂﬂ']ilﬂj@llﬁiimﬂqm'ﬂﬂ

5. T¥aau am‘mmLﬁﬂvi’ﬂﬁmmwmwuﬁummzmemmuamqq A5

913nedliatiosn g wazweulsvyuuia
6. Wale13n warUevasuwaanla NewkuNTEINUTULAR

7. annsavinsWenladininns@enslaldainvudndds 60%

8. arusoeulandlane wavelany
9. ARAUVLLRNAY 40%

2 A a
10. AsiuwaNSaUaIY

252 foidsvesnsyuiunision MIG (Metal Inert Gas)

d' d' I~ i « Y ~ a v
1. LﬂiaﬂLSU@lIlliqﬁ']LLWQﬂ'J']Lﬂi@@ﬁiill@q‘wfﬂﬂ LDIINUEIUUTENDUUNLALH DY
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2.5.3 msmeleulany
nsWeneninlanzufangy WunsvuumsdendisianuanansgadlewSeuiiisui
nszvunsWendu anwnsoldidoulanzuazelavgldvarnmatsvuiaaumun esannd
suuuumsmeleulangiuanssfunansuszian nsaneloulans nneds mevinlviaades
saouduneangnesnanUasamndomsiuoisndnguevasuimaruulansduau Sanisde
Touvamsalavgfinan usafinsesvihdevealavgiuaeaindon Tasufizensening usedy
nszuaden vilnveufiangy LarruInvesmaden
2.5.4 msaelaunuuneavunlve (Globular Transfer)
fpdnsmsaneleunvumearuinlngazBuilevasmndougnvasudunealany G
wflvunelvgnivuaiduriuguinansvesmindonussanas 1.5 - 2 Wi deudivenlanzay
vamesnIInUaealnidoutazaelouitunmseninguevaouivalseusdiiunig uazussis

i galidnsimaduilelarege uarasieniuseugenitnisangleuluuduy fAanmi 2-6
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AN 2-6 NIEElRULUUREATUIALEY
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2.6 NISNAFBUAMULTILUUINNDSE (Vickers Hardness Test) [8]

a0 =

ausdadunsuansaudfivesianiusuandanuaiuniulunisiinsesna il uio
NANNISALITUNITNAFDUAINULTIZNEITDITUNITIAAMNUA U URDN SRR TUTRENA B9
T Junannisiiugiuvesasesdiotnauulauuusie Mnedvisiiduluuimuea wWuussuy
= oy A = a o = % < =~ v v
3 aLUUNTIUA18NUNI USITA FIUNAYNANNAANNALT IS DL NS WAL I NAaaUN LA
anzudnasd Inen1sinunntnagynliinsaenamUNNINUANS 8InSaENANLARY LAY
eusensgyiny annznisnageuisaiulumuninigiu wasiisesna i uuuduvagey
1NFIUIUTIANAIIUNDS
@ 9 [~ @ Y =) a
N1INAARUAINLTY Vickers Wun1snaaauauuldasliiinamysjulssingu
d' 4:4' U @ d” o ¥ 4:1' %,’ ] ::4' % 1
dAwdeudnSavunaian Feuansdanguvay 136° asuandlunmi 2-7 waztminnaldazed
Y919 5-120 Alansy laeaztiuAsIay 5 Nlansy N1SNAABULINaNNITAEINUAUNIS
< - & 1 2 av va g CY a o 1 dly a
NAABUAIULTY Brinell ABA1IANULTIA LA ANIINUINTNNATINTLYINADNUNVDITOENG kAL

AU UNTRUNALARIANNITN (2-2)
d2

d? oy
FazimlpgUseanm = —— (2-2)

Nufiseunn = et 7.° M 2
2sin(136°/2) 1.8544

o
(Y 1

AItUAIAULDY Vickers WanamasUsiding udindendnia DPH (Vickers Diamond

Pyramid Hardness) %38 HV (Vickers Hardness) 2gdlA1a3aunns (2-3)

LbIING

91nANUUDS Vickers = —— (2-3)
NUNTDYNA
. 1.8544 F
9zle DPH = ——— (2-4)
d?

9nauns (2-4) le DPH Feauuds Vickers (ke/mm?) F e dmiinne (ko) wae d

AB ANETEUNLELRdY (mm)

a 9 o < .
AN 2-7 ANWUSHINALLALIDYNAVDINITNAZBUAINULIN Vickers
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2.7 nsdeudienissada (Explosion Welding) [9]
2.7.1 wéhmsiugiu (Fundamentals)
mMsdeudien1sszdn (Explosion Welding) w3e7iiSania Explosive Bonding 1iu
nszvaumadoulavgluaniuzveands (Solid State Welding) %aﬁm%uﬁqmmﬁﬁﬂdwm
viaeuwavesianiinnden lunsdeuazldnmssslaviliiAsusanszunnssninslanyaes

¥iin FilninnsweuiuvesiananNnsunsvessgnounNuiduranisldusaiugas Ua

[N A & v o a =~ o = A wa 1
lﬂLﬂiﬁJ‘UVlL‘Vi‘lﬂa@‘ﬁﬂLQUGU@QLV]ﬂUﬂﬂ'ﬁLGU@Nuﬂ@ﬂ'ﬂ']lla']ll']iﬂi‘Uﬂ'ﬁlfUEJNIa‘V]%'WﬂJﬂmﬁﬁJUmG’]'N

'
=

wiaiu wu nsweulaneniyaasumainieiu nislunsaidesnisdeulangliaiunse
WU lArmuNEUIUNTRUUANLAY

Tun1syinsweunien1ssedaLuuTuIu (Parallel Gap Explosive Bonding Process)
INFUN wamanTsansawsiulaveiazaunsalvimsweslnednineurulaneyia 2 uiulivuiu
[y a1 1 [ 1 1 o LY a ¥ ' s
fu Ingdyeeinaing (Gap) senineunu nduszdedanseidalivunsunaieions (Flyer
Plate) Fuduwnulanziiuuu Weogaszida aziiaussiuunieanuliueunasioasin

=i %

= PN 1 < [y 1 1 U P
LARBUNNBY NITIALIILASTUNULNUIIU (Base Plate) NBYNIURT ATUATNN 2-8

Explosive Explosive
box

Detonator
Standoff
distance

af 2-8 d@rulsenoulunssuiunsiaAIENTILIOALUUTLY

NEIUIINAITILT VAL ANNITVE18FIDE19TIASIVDINAN A UNNTTLL DA dINalA

LHUWAN8108359NITIANSIIBUIIR LGS UShaiunaaLwaseidn (Detonation Front) N3
' g & o Y a 4 a ] Y a L a ' !
ennuslyliAnyulduulauniin (B) damalimnanisvuludnuasidesseninauwnium

aeleasualHUgIY Fervduasunisivanuulalaslaunlind (Hydrodynamics) vaeiuii

a

lavzwaznalmianisivadounduludnwuzn1siinde (etting Actions) Fanisiiadniuil

(%
(%

unumanaglunsilviuialangazen ldliddsulsunieeenlenseninaudulansny
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a9 wavduasuiunlanedudaduluseauaznoy YMlmAnn1stounudass sawanaluning
2-9

Detonation front
Va

_@_'

Explosive

Re-entrant

et Stand-off
distance

!

Bond zone

Baseplate —_—,

—

a 4' Y | s ' ' a
AINN 2-9 miLsUaiJﬂusuaﬂLLNquEJLE]E]iLLa3LLNug’luizM?’mﬂizUUNﬂ’liizL‘Ufﬂ 9]

272 é’mgm‘iwmLLaz@mamﬁ'@“uaﬁaﬁJﬁau (Bond Morphology and Properties)
Tumﬂ%mﬁwmﬁzLﬁmﬁﬂﬁtﬁmawiaﬁmmmLL‘LiqmugiJi'Nlﬁ 3 yuu fedl
1. seudeuuuuseu (Laminar Interface)
wulsid ousunsfmesvesnszuiun1sd euvh kA anssuluss Fund s ue
Tnssadaiiinuinfidouaylifindy Sumngdmiunsidanuiigesnsanrnulisedemes
souidon 1wy Tuﬂ13Lﬁ?iau'3’a@ﬁuaumm§aﬁﬂmmLLmﬂshamﬂmamwga
2. soufiouuuUAdL (Wavy Interface)
seusiauvundudusuuuUAnUlFUssigalunszuiumaidousenissuidn muiuans
Tunmnd 2-10 TaeiAnainnnsvufirnuiuasussiufivnnsay AauiAadug oL ui
FuNasgnindlany ﬁﬂﬁiaaLs?famﬁﬂ’nmﬁuﬁqqq Yenand seuseuuvifiasannisiin
allaisierilaannelusosidien 1wy gwsu (Porosity) wi3esenunn (Crack)
3. seudouTiidunaouman (Molten Layer Interface)
Tuunansdl eranutunaeumaafitintusyninesossiolans nsiintunasumaltin
Lﬁuwamﬂmﬂuﬁﬁwé’wuqqLﬁulﬂ %qawaﬁﬁlﬂajﬂ73aﬂﬂaﬂmLLG‘EJ‘QLquaﬁaEJL%W'mM

aunsaauaulaeg TN aY
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o0

AN 2-10 1A59a3199001ATBITRLBNLUUATY [9)]

2.7.3 MATIwlAT@E319ganIA (Microstructural Analysis)
myinnilasiaiganavessesdentandliifiunisuasunasidanuluuinm
sovsio ArufuLargamgigeiintulusenitnszuaunadeuhliAsnsudsunlasmes
Tnssaamdnluuinusesde Inglassairmdniionadenuuansieanlasaisedavgs

[

3519

D

(%
%

1. UShasesne (Interface Zone) : Tassasswesusnaitinuanslsiifiuniss e
1Mﬁ%aﬂw§ﬂﬁﬁmwwmLLu'uqqLLazﬂﬁmmﬂﬁaLLUaﬂﬂaam
2. Unaftldsunansenuannusssu (Plastic Deformation Zone) : USIAIILAR
mﬂmmﬁagﬂquwmaaﬂﬁgmm Fereasunnuudsusswossedon
3. MSUNSVBIREARN (Atomic Diffusion) : NSLNSVBIBEABNIENINlaEdaIyln
Freadranusyiudusdussfuozno
2.7.4 UpfuazUainnm (Advantages and Limitations)

Y a

JoRvainmadenmenisszaiauu dulngiiulddanufenuanifininaiiniionin

Y

usriintulusziuozneuLay USSR LTI wesseesenga Tiud

1. anuanunselun1suus e (Shear Strength) : sesrdeunuuaduinde1niny
ususadougs iesnmiInszaeussiifluinusesss
2. AUEIUMNUN1547 (Fatigue Resistance) : seefiouiilddanuduniuseniny

alad uwlgegnglianiiznisduasiiieunseluanuuutiy

3. AUAIUNIUNITAANTBU (Corrosion Resistance) : AnauURNTUeg AuTani

Y

) 1

denltuazanimndeunisinnu lngseseunauysalazanlonianisiinsesivseyndeu
ohlviamsinnsou
s

Tud1uvetadinveINIsWeNmIeNTTE nInefian s tuAen1sAIVANNIHNES

YBINTEUIUMTIWLANUMIIE AL INonANEBINISIiATUrRemaINTesoeroN iauysal
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FIDINTAAAIUAUANATS (Residual Stress) F981991 I SDURBUAANITLANSIILUAENA
g ' ' A o & o a = a !
YaNINNL N5 aulaNe A 1YL AN UL UTAINULE 8991 9ELNAE1SUSLNOUSEUIN9Lany

(Intermetallic Compounds) #9819anAuLdeuswessosidon Jehasiinstesiung

2.8 @1susznaudumasiuiiaan (Intermetallic Compounds) [10]
a1sUsenauBumesuyiaan (Intermetallic Compounds) tduianilinainnissiusy
fuvadlangassriadululusnsidrunainsolndifssnuy Inadlaseas1awaniiuanan9a1n

selanesanu Jedamaliianmartlinaaudfniayiluaunsonulalulaneuigvsvielans

v

nauna by Inenaluuatasusenaudumasiuvaanasiti9eanlsenaufania §a5enIn 129

L3

Anudueniug (Homogeneity Range) uaylassasrsveswingudiuuilduinazidu Ordered

9

Structure Fawna19anlaneluNTlAs9as19 Disordered

a1susznavdumesiuviadngnAunuasuInlag Karl Karsten Tul A.a. 1839 1iawn

aaa

dunaiuinufisenvesnsaiiiielavisnannesuns-dinzd (Copper-Zinc Alloys) LUasuuas

1Y ]

E1ITARUNOATIEIUYVINAU 1:1 FIUIUBNDINTITABAIVBIE15USENaUTRA LA annuly

Haqtiudn B-Brass (Cuzn) makunuiuansliifiuinansuseneudumesuiadningfnssu
maedinagmenmenmituansslvanlanenausssun
AMaNURY09 Intermetallics
1. Amudanazanuudausegs (High Hardness & Strength) - selassadandniiiy

sz dourihbimnduiinnuuduazanuudusganiisnlaneaasiu

s v Aa 1

2. ANABUUAIG (High Melting Point) - #15Usgnaudunesiuiadng

(=

lngydiye

veuvagenittavenaunily vinlisngdmumsldanundeandyivgamgias

IS 1

3. AU (Brittleness) - tlasnlassasnnaniiiszideugs dalvgdadianundsg
wazdlauannsalunsidesuan

4. NUABNITAANIBULALNIT0NTLATY (Corrosion & Oxidation Resistance) -
A15U5¢NDUBUMBSIUVAaNUNINA Wi FeAl NiAL TIAl ZAnuausalun1saIumunsiin

a o A a Y
poNTntunguuniigelns

5. 1AMUNUILLULAT (Low Density) — @5Usgnaudumosiuiiaan wu Al-Fe, Ti-Al 4

1% '
o Ly aa v

wntniuinintavenauiall vinlimunzdunisldnuiidesnisianniidnsnaiuninuud s

Ao vings

v a

luagdu ansusenavdumeswiadniunuimdrdglunisldaunainvaigsiu uazd

Ananmlunisiaunauaudinnaninag wu
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"fﬁ@ﬂﬂﬁdﬁ%ﬂﬂ%uwmaﬁauq\‘i (High-Temperature Structural Materials)
Tanuivan (Magnetic Materials)

- Yandwiuiiulalasiau (Hydrogen Storage Materials)

2.8.1 Al-Fe Intermetallics (ansUszneuduwmesiuiadniuszuvezgiilley-man)

Al-Fe Intermetallics unguianiildsumnuaulalugaamnssu esainannsald
araudausegs dmdniun wasnudensianseuldd Tnsawizegrsdslumslinudueinia
EIULATEIUEUR LATIAT1HEANVOY Al-Fe Intermetallics dinategunuu 1w AlsFe,
(Orthorhombic), AlsFe (Monoclinic), AlLFe (Triclinic) %ﬁLLGiazﬁﬁ@ﬁqmamﬁaﬁLLmﬂGi’NﬁJuVLU
WU AU Anaafiesreslassasne uwazaamgildnu

¥finved Al-Fe Intermetallics waglassai1anan Al-Fe Intermetallics Svaneimaiil

lassasandnuaneneiu lnganunsoagulanemisei 2-2

A1519% 2-2 ilauazlAsead1andn Al-Fe Intermetallics [10]

dsusznau TAs9a319mE@n 42909AUsENBU AULTS (HV)
(at.%)

AlFe BCC (Ordered) 23-55 491-667

AlFe; DO, 23-34 304-368

AlLFe Triclinic 66-67 1058-1070

AlsFe, Orthorhombic 70-73 1000-1158

AlsFe Monoclinic 74.5-76.5 772-1017

Nsuan Al-Fe Intermetallics anansavirlalaensguiunis Mechanical Alloying (MA)
30 High-Energy Ball Milling Jsaunsaanvuisnsuliianasaudisszauuily viliiand
< 2 X ' & a o g ¥ a
AT UNNTY oeslsAnIu nsanvuansulnAulUeavinliilAe Inverse Hall-Petch
Effect FaviliTanduualinseusiatunuiiaziiunnuuds anudilaneadunalnnis
d' 1 1 dyd a o w o o [y 14 [y v
Wisuwlasvadlassaianaibdudsddgydmsunisesnwuuian imunzauiunisidau
2.8.2 weAnssuANU1Ely Al-Fe Intermetallics

a 1

wugd asUseneudumesiuviadniussuusrgiiiun-man (AlFe Intermetallics) u

a va

LY Aa < A ' 1 [ [y [y A
’Jﬁ@‘l/lllﬂ’ﬂllLLSUQLLNQQLLaﬁllﬂmﬁllUGWI’]ﬂﬂa‘i/IIﬂﬂLﬂu E]EJ'NblﬁﬂGﬂll ijmwmmmama@mmma

9 9

AT (Brittleness) Fududediinddgvilinisldnuddasaiigniidn anuse

YoITanWaLANIINIASIAFIIIANIALAZEN YL UBINUSZIZNI 1D ABNNUTIUNTY YTl ian
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Y I

firnuannsolunsdesuuuudaveguinidlolduusnsyiings Yagiuunlduiazuanvinumud
wdsugy Fausnsdnaanlaveimlfiassadesuldnouunn
awmussaUTzly Al-Fe Intermetallics ananvianetiadendn dail
1. lassadamaniuy Ordered Structure — wuluwlasng ) vesansusznaudumes
Wiiaan wu AlFe, AlsFe, wag AlFe LWaLMdWﬁﬁﬂﬁ%’ﬂL%&JaawaﬂugﬂLLUUﬁLﬂuizLﬂwqq
yilsin1sindeufivedlwddniaseindu (Dislocation Pile-Up) iululsonn denaliiand
mnliiufguandinunuilaziiansidesy
2. WaNUWUSTaIsEIngezneu (High Bonding Energy) — iludnuwasddgues
asUsznavBumesiuiadn Ineusylutagwanifidnums duitusslavgudaunss nauiu
wusylovetinuisdiu deviliiassinuudannusvinnisimien
3. msnesvassesimnelutan (Microcrack Formation) - atuiiiasanneaia
liauyseflulassairsvesian msnaasswuianilassaiwandllauums wu AlFe uas
AlFe, Suunliuflasunninudnaveunsuy wiewia Grain Boundary Cracking léine Sadu
HasAINANUAUErauelulasIasgania
uananil dmuidioransuanasisseduuluans Yagasiia Inverse Hall-Petch
Effect Somaneninaii ievunmnsuanasiarnis anuudeestanavanaunuiinfindu
dwmals fansz
nawaInuUelu Al-Fe Intermetallic vinldanuanidl Araanumideash (Low
Toughness) wag AIN5EAFIE (Low Ductility) Fanu1eA1477 Lﬁai’aﬂié’%’mmﬁw%amq
nszuMn AzAnnsuAnnUNLTvzuangAnssNNsEsULUU Bangu annsmaaesiisiny
WIMUINHE AlFe uaz AlFe, fiAauudegedis 1000-1158 HV wadidnmumdsasiuin
vilildanansath Ul lulassaieffosnsanunumusieussnszunnvi susefnee Loy
Fudauad seudidossunsafagald wiianuuszezifudedidavesian Al-Fe
Intermetallic ura@msaunlulamesmaiianige iy
1. N58ATUIANTY (Grain Refinement) — nsvibilassasraduunluniadayae
anmuzvesianldlanisiiindiuiuveuinsy Jsansathedesiumaiinsesinuay
vl faganansadesuldndy
2. MIANEINKEN (Alloying Elements) - N151ANE9WY Ti, Nb, Cr %39 Si @313

PreUFulTalaTEsNganIALazanALUT s Ianle
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3. nslinszurunsnaniiviueau (Optimized Processing Techniques) — nsld
Mechanical Alloying (MA), High-Energy Ball Milling (HEBM), wag Thermomechanical
Processing ansntasanteunnsedulasiaiisuasifinmuannsalunmaidosuvestan

a. mamuamWa‘Lui’a@; (Phase Control) — W& AlsFe wag AlsFe, ﬁmwmﬂiwzqq
Tusaigfioia ALFe Saruwieanndu fafunismuauesduszneumaaiiuazgumninig
waslsngauasnelmAnmaiinnumiegauld

5. maviliiAamaszaesila (Amorphization) - Janfifllassarsesuosilaaansa
gruanmulszld eswnlddssuundniidaeudmsunisinsesd Javada High-

Energy Ball Milling ansnsagrelmininaezuasialy Al-Fe

2.9 msdeuten (Welding repair)

nM3ewgen (Welding Repair) unszuiunisililunisdouuvuuasiiuydunulane

A v =

 a a 4 ay ] a 1Y) Y] v Y a
NIDIEAABDU €] NNAAIMULAYNIYNIDUYBUNANT B LW@IﬁﬁqﬂqiﬂﬂaUuq%ﬁﬂq‘Ui@aﬁm\‘ill

q

'
a a =

Uszansan dadlefinsnsianumudewms wu seuumn TRENTU wionadeviedu o 9
Aatuluszinanisnaaionsideu nstesassiiunisinensidndelavedouniodu
vpalanegiu (Base Metal) lagld3§n13in (Machining) 151385 (Grinding) N15@1in
(Chipping) #38n151171% (Gouging) Tnemsaiiunsmaniasfewihludnvaeilivinlilany
L%amﬁagujamﬁum%aiamgml,ﬁmaaﬁu (Nick) w3as081n14 (Gouge) druiildminzauvaiseos
dowoanlaglivilfiAnmudsmenediureslanzguiiuniuly vdminduisinisis
ielangideuitovnwenisuindiule 9 YOVWIATIFBINTT

Fofvesnsiienden

1. @1U150% D3 U LLazﬁuvaﬂiqai”ﬂqeiauﬁLﬁsﬂmaiﬁ'mmmﬂﬁumﬂ%’amvlﬁaemﬁ
Jsgansnn

2. am1mﬂ%’uﬂqmmmwmuL%'auﬁlm'w'mmuﬁ'mmgmﬂ"mum WU JUNTI U8
Founnsasiiinasmelurnuidon

3. Baongmsliantag Tnsanarudndulunsiwdeudulml vionisadlsl

4. apdiunuuaziinauduATluNTHARL AL T

5. ammmLﬁaaﬂaﬂuL?mmmmqumﬁwmuﬁuaaLﬂ%ﬁﬂiw%izw (Downtime) l1An

NMTYRUUF
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4INNAVDINTHDUL DU

1. AW NS Y TURAEAILLATEATIIAIINNIT AN TBUT AT UIIUTENINNNTT
a |
\WouYeu

2. AUSAUNLANANNTR ULV LA UAINNS D UL HDUDIAFINANTENUADLATIAS

| a ) = = 5 & I P =3 o v a

3an1A W nswasulavesiaguianisiiauismules (wwdnndi) FeeaviliAnay
WINEHIaNITHANGT?

3. NSENADIVIINITRWaUTUNUNINNANT B98N 81V AL TUNITRBNENNEIUINWAY

919AINAFDANNNTOLLTDY

2.10 waRnssuaTuaINNIsWeauYau (Behavior of Welding Repair) [11]

'
a o

Tunsideguuuudanguuaslansuanondn (Polycrystalline Metal) figaumgilniile
\Weuivgaminaeumadduysal (Absolute Melting Temperature) auhliAnnsUas
wadlulassadeganauazandfvesian asaud :

1. ﬂﬁﬁLUﬁauLLUaagﬂéﬂamaﬁLﬂiu

2. mafinturesauudainarndy (Strain Hardening)

3. mstiutuesrusuuresalilsees (Dislocation Density)

wdsuuduildldlunmsidesuazgnifvazaslulanylusuves wdsmuanudy
el (Strain Energy) Faifntuuinafiiusids ussdn uazusadouseus aulaiseiiiosdi
el uenaniiauaui®sug wu mmstlwihuagarudumumstangou 019873
Wasuwaaiesanmadesunanad auauiiuazlnssairseslangenanduiuganimnen
mMsudsguiuldrunszuIuseUgUANNFeuiInzay (Annealing Treatment) n15AY
anmaaslassadisdiinannszuaunisiiind uiigumgias feusznoudae nisoufui
(Recovery) wagn1siiananiva (Recrystallization) Lago13nIuN1IA8 ASLAUIAVDUATY
(Grain Growth)

2.10.1 msiiandnlng (Recrystallization)

msiAanantmidunszuaunsiviliae insuyelvsifvsiaanainaneien (Strain-
Free) wagflvwalndifosiulunnfianis (Equiaxed Grain) insumanifaumuiuiures
anuliiseilosd Fadudnvauzianzvedansiiiunsuussuiduniou ussduindouves
nszvIuMstinNeLAnAsTesndIunglussinetanfifauaauay Tand L
anA3en insulmizidunedangasudadng (Nuclei) uasiiuladuaunseiaunud

TASIAS1BAININUA NA8TUABUIUNTEUIUNTANNANDILAAII LY AT 2-11 910NN
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lassasnagania Wandgaany Aediafifinisanudnlng dadunisanudnivivedlansanubu

= ° v A [y o Y X ! a = 1 va a
sﬂﬂ@']ﬂgﬂu’]ll'ﬂﬁLW@ﬂiUﬂEﬂIﬂiﬂﬁsq\‘lLﬂiu‘lﬂ UBNIINU 1u531ﬂ'§7§ﬂ75Lﬂ@Naﬂ1ﬂN AUUALYING

A [

ﬁLﬂ?ﬂlauiﬂmﬂﬂmmigﬂLéua3QﬂﬁyuﬂuqﬂwdauﬂﬁiLLﬂsgﬂLﬁu Famneauinlansazseusi
asuafinrumisniutu nmssuguanudeunisssnngneenuuuandielfiAansruauns
Aandnlnduazdmaroautfidnaiiusudsuly Vsinavesnisiendnlmiduet fue
wargamgl Snmdiuvesnafendnlmiasfistudenaimly filvhlunmdieganssed
AW 2-110 e 2-114

Snsnavesgamgiuandliiulunimi 2-12 Fandonrraruduusifauazaing
wilen (Meamgiivies) veslanswauveundsaduilsiduresgumglidmivsreznainisey
guiinel 1 42l lassadawounsuiinulundazdisveansyuaumsainisuandluimunin
Tassafaduiu ngfnssunaiendnlndvedangnanuisssnnuisedsgnimunlugves
gaumninsiinudnlmi (Recrystallization Temperature) Fsvanefigamgiifingzuaunsiin
wanlndiadaanysainely 1 99lus fedu guuginisAandnlmivedavenauneuniedy

AT 2-12 ATz 450°C (850°F) Inevialu gaumgiifiavedsenine nilsdluauda

Asilavesaumgivasuvaduysalvedlany (Tm)

AWN 2-11 A INENLYANTIAULANITZELAINY VBINTEUIUNMSAANEN Y
a i3 a <
waznsiulavaans (n) lassaansuvedans MiunsuUsgueu
(v) SreglauAuYRIMIRARaANT (A) MIUNUAUNEINTBUNTUTLAA
wanlval (1) nMaiandnlvsiauysal (3) Msiulaveansu uag (@) N3

WUlAUaNTUNAINEULY 10 Wil
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Annealing temperature (°F)

400 600 800 1000 1200

600 60
T T T T T

Tensile strength
50

500 —

40

Ductility (%EL)

400 |— 30

Tensile strength (MPa)

Ductility
— 20

Recrystallization

300

el

®

Z s
=

= =
kS

v

_ Grain growth |
) |

Cald-worked
and recovered —
grains

MNew
grains

0.040 —

0.030 |—

0.020

Grain size (mm)

0.010 —

]

|

|

I

]

I

I

|

|

I

I

;
100 200 300 400 500 600 700
Annealing temperature (°C)

AW 2-12 BVENATDIQUNYINNTOUANAT (Sragianau 1 FIlu9) e ANUATLLIIRY
(Tensile Strength) uagAMNWLYD (Ductility) Way YUINVBINTUGNLAAT

< & o a A v
LIJU'WQWUUGUENQQJMQNﬂ’]'ﬁEJ‘UﬂL!GI'J

2.10.2 madulnvaansy (Grain Growth)
waannszuIuMSiananiul  (Recrystallization) La5vauysaluda NSUAUSIAN
AMLASER (Strain-Free Grains) azdsnaiulaseluvmnsiegslanzgnudeslingamaiias
(Fowamslunndl 2-119 F 2-119) UnngnisailiGendt madiulavesnsu (Grain Growth) &
anunsadntuldlutanmaneninmnuszion suddavsuazeniin lnglisndudeainisius
(Recovery) viaonsiiananlui (Recrystallization) 1nnau
Sorupvennsuiindy fuiivuvemeuinsuimunazanas dealimdsnumuvesian
anasmuilusng  Faduussduindeuddguasnszuiumadvlnveannsy  mafulnveansy
AnanmsiAdouiivesveuinsy (Grain Boundary Migration) agnslsima Taflwinsurimund
anansoveedld Tnevly insuruelnganfulniulaserdunisuasveansurnadn 99
leadevesunansuittudonamiuly  uarludrnailafnuasinisnssaeves
uIPNTUTuaneeiy  nsiedeuiivesveuinsudunszuiumsiigitesiunisunsnszas
yoseemansvzduI A niwemeunmuluSBndunis  Aemavesnsedeuivesueu

LNTULAE NSNS NTLINBVDIDELMDUILEIUNINY AINLEAAILUAINS 2-13
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Atomic diffusion
across boundary

Direction of grain
boundary motion

AT 2-13  LHUANTILATIATI9UEAINTISIAULATBUNTUNIUNITUNTNTENUUDIDE RO

2.11 m5ia (Milling) [12,13]

' (%
= A U

n13in (Milling) A MsinARawTanATaslleAAvYUsOUMLBIREYRUN ANTuURaUlsY
vy

o !

[
[J (YR

uilfsutunuliiedeuildilunieiesiledniiieliiadosdiedaiimdmyuogiudn oy
Fanamuguinsiidesnis Ineiedesilodnazmyuuazindouitng duusiunisiadeud ves
Fus shliAnszuvvesineilu fanamstou (Feed Direction) vesdusmuaziis ain
Funnunisvguveaas sslledn Tuvasfinismyuvesns ssledagnimundigninugy
(Speed) Fumoundnlunszurunistaifsadastunisdsugulnsnisdeu (Shear
Deformation) ¥il¥iinuaudn (Chip) W aiudngninoonaind wiuasiiafiaduenilu
nszvaunataiidlunsdedunulinusuisidesnisuasdeindunssuinnisuaniiddy
1noEamile

st ugUiivansyssinn uisuunnsiadu 2 sialug) Ao sudaluiuiuen

(Peripheral Milling) wazuialuwwaie (Face Milling) Fanwdl 2-14

(n) (@)

A9 2-14 SnwazeINITIALUY (n) udaluwuiuel (Peripheral Milling) wag
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(1) uialuwuasi (Face Milling)
muddludandeduasBanaluladvosnsyuiunsia e
- gnsaussyndldldedgnininwansiutagateussian nvdlngfldlanu lavsuls
S0 waaRnuwaswaIARNNEL

| =

- ansaldlunisyigununisusmainvate saaadununisusidudeu taenisly

Y
o (%

FNIAAVAY 9 WUULAEVAY 9 TUABUATLTIEAIBYATUI

- anunsandntunuiiivunnunanedounieditnnunile (Tolerance) founi
0.001 2 (0.025 fiadums) Faflmnugniesnnninszurunisudngdu lug

_ fiauanunsonanindi$e (Surface Finish) vestusuliinnudey 16 pin (0.6
um) 38RNIN

Freanauifidosiu nssuiumsindainfedldfutuemuiiiunssuiunismanuuudy
9 WILAD WU U@ (Casting) u‘%amssﬁug‘dmmﬂmﬁ A0ENNLTY ﬂwsaﬁugﬂ (Forging) lag
sUswhlurestunuargnuanlaenszuumssuuardinssuaunsinluns wasdunudida
Tluagusefigndesuasiiaaunaidesns

lunszuIunisin AUTEULARINLINADY (Shear Stress) WazUIUFEANIUTENING
\nTesdledauayian FeoraneliiAnymnisdenuantiazmsidsuuvadassaineues

[y

Yanle Jevpslinsinnisanusousienisiiinevasidunseansnasiu (Cutting Fluids)

q

A a a a o Y 1 a A o9 va a
AT 2-15 asaangumgiusnanyinsialyldiiugeniniiisnisiasuulamis
lassase swdmasduianvaunsadladninlidnlied1aliussd@ninin wenainil n1sng
Amsfiwesnisialivunzan W anmnusiseulutagilhdeainuiou Aawnsateld

UNU

A7 2-15 nsldinevasidulunisia



32

2.12 U NNYIVD9

2.12.1 Li, L.-L., Su, Y., Beyerlein, I. J., Han, W.-Z. [14] mu?%ﬁ

IS

nnUsvaAlunis
fiauuTanzuay Fe-Al Ssunfnsdausziigamgiivios tneldlassadaduunsssduuly
.1ns (Nanolayered FeAl/FeAl,) iieufuugsaudidsnanaziiumavisivesian ns
nAaeINUI Nl anuuITeIt Y FeAl, anawinda 1 tm lassadrsduunsianunsaan
unltiweensuandn wazdsulmansidesuannsuaninuvuuneludu msdulva
aslwd (Slip Deformation) fianunsanszarenduldndy luduuessiuuluwns (259
nm) mapdeuiivesruliseies (Dislocation) Tu FeAl, wWasuluiduwuu Unimodal Slip

(%

Fegrpannisiinsesdnuagribilasaisaiunsasessum sildegulaunndu wenainil du

1 v w1 o [

FeAl NiegAniudaiiogadundsnuwasnszaeusuay viliianaiunsasunseisgeiulaglyl

U
[

<

LY | av A 4 ! b4 :’1 o Yo =
wanvindie uIdetuanslnruinlassadsguuislulavenay Fe-Al aunsaviliianuieu

'
a

nnsefumiefigugiiviesls dalialendlunisih Fe-Al Alloys Wit lugmanunssu
Feansianiiu udauss uagnusoannndendisuuss Wy gramnssundsany dundes
wazlaseadae1nFeTy nenani nansindadliiuinnisesnuuulaswasdanysziu
uluinsansausuuisaniAidnavesianldegufiussAnsain laglidesianinis
WasuwlasesAuszneumaedl viliduunmadmifannsahlulszgadldlunisesnuuy
ia@L%ﬁﬁ’miiwﬁguqﬂuamﬂm

2.12.2 Bohm, M., & Kowalski, M. [15] mu’i%’aﬁdifmqﬂizmﬂ‘iumsﬂizmmmzgmm
draesseesenuudoussidn (Explosive Cladded Transition Joints) ﬁagjmﬂﬁamwmi
Inaauuuguluanizyeia (Random Sea State) lagld3518ea1Unniu (Spectral Method)
MATvEueran1mageuANalagltLuUTIasaUnASH Pierson-Moskowitz Lagwuin
anafuiildisnuue iUy Non-Gaussian Yandildlunisvaasuiiududusosdod
‘Ui%ﬂ@‘Uﬁ’JEJ%‘IJ“UENI@%BNZ‘#QJEJZQ&?LﬁEJlI A5083 A1050 lminiflouinsa 1 wagswannannsa D
NFIATINAVIAUANATN (Residual Stress) gRANLTILATTHILNITNARDAINLJHALNITINRBY
fe ANSYS Tagldfuuusiassnisnszanemnudouves Goldak ArAaduAnAnafilasuain
msfnagnilunssuiunsuszinaegeudlasliuuudasinsvaeriadeves
ANULAY Goodman wagn1sunly Non-Gaussianity PIYENNITUDY Bracessi NANISAIUIE
91gAudgnivSeuIfisuiunansaaouAauLarnUIIAA A uIle g luTsAnT
Ns¥31861 (Scatter Band) Iﬂﬂﬁﬂm’mﬁﬂwmma?{agﬂﬁ’lmméf’mfﬁ% Root Mean Square
(RMS) wenanniidiinnsAnwnansenuvesAmnuduandsuaznisudly Gaussianity sie

o & ! aav 1A . . a 9 Y ° a
NAANT WU’J"IIUﬂimV]IZJﬂJﬂ"IiLLmGU Gau55|amty UIDATAIMULAUANAIT NANTTATUIUISU



33

W IUALANANNAINNANITNAADIATY UITsdilalauainnisuansinuiadudiulnga
Auevaiiliouvessessie willuensaiiseeiuintunelutudiina1s deedinsAinwsiely
Welasiulymmisuwentuvesianadou NuIdedlanmuiiuininsussiuengainuad
U d‘ a 4 1 Vaad a o 1 U U U U
vaasesdaoussiinneldannglvanguluneia Ineldiswaunasusiuiunsusumidieg
NAEITITUAIULAUANANUAZANEAIZ non-Gaussian Va9l¥an FaIBtiuAIINLIUE Y
N13ANANTTIYANUANTDILATIATINNELA

a o

npUsrasAlun1sAinyinisnesi

LY

2.123 Carvalho, G. H. S. F. L., et al. [16] :13di

[ ]
= =

909 Tnsad1adunasuiiadn (Intermetallic Structures) MinTuiivsnasesavassosdo
suilinsewing wdnndn AISI 304 uazezgiidon AA1050 Fadulaneiifinrmunnsnaiuly
AuanURRnauaz M ivaauvaY WliAadameanuunzvessessariewinnisnes
yosduBuwesiurtadn Tunsfinudnuasnisaniavessesse waenududumesiuiadn
Andudszneusiela Fe,Als Wag FeAls e?fqLﬁummﬂswﬁmaﬁﬂﬁﬁaaL%'amﬁmmLL%aqaLm'
Wzwazuanaifnlddne yenand SamuitnunuIvestusumesuadninauduus
Tnensatunisiwesveinszuiumsdien Tnsaniz ausisuida (Explosion Velocity)
uazauNIzNy (Collision Angle) WialanuEsndndigeiu Fudumesiuiadnaznuitu
dawalianuUsziiutu uazannuansolunssuusaessosse lumenduiu wnan

WHIUVDINTIW LAY FUDULRBSIUTaANITUNaY denaliseenolauniyiuazdinnsg

v 1
YR 3 a s v a

3995 ULITINILARTY NANISNAFDUDINAT LMAUITUS I UNTTUD UMDY AANUY TA1AIY
= a ~ o ° v a v P A a Aoy a

wlgauiiianawmilennn vnlidanisunninalade Tuvaeiusnanituuimaunsadegy

leunndnlagliunninine 91uidedaguin mseugunsinesveinszuunsdouduy

Jadedrraidinasanisnosiveaunadunesiuiadn waziuginuwinislunisaanansznu

VDITUBUMBSIUTAAN WU NISIUNTZUIUNITOUAURT (Post-Weld Heat Treatment) #3915
WNFuAINaNs (Interlayer) egrslnmniilsunsaveoains lioann1snanlivounaiusizuasiiv

ANUTIUDITOURD

a o

2.12.4 Wang, J., & Zhang, Y. [17] »3deilidngUszasalunisfinwimnuaiunsaly
nM3enves Teneevalilleudanss-avafiiilon-wan (Aluminum alloy-Aluminum-Steel
Transition joints) inanlaansyuIuN1sWeNsyidn (Explosive Welding) Fa.lumaind1fny

lunsWwenlaveninuandfsneiueg19duds loggadun1sinsieilasasiganiauay

a a

AUURANIINATDITDUMDNAINANTW DU NULANAIYATLTUIUNTT MIG @S UDLalNeN way

Y

{ a

n1sdenesnlaelduia CO2 dmsuman annn1sd@nwinuinseeneszgiliivudansy-

= I3

a o = v < dl - ' a < v
aggililluiilassainaudundu (Wavy Interface) vaugiseusaorgililon-maniduidunss
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(Linear Interface) F9Usuanfanginssunsnasusinesianfiuansieiu saiuandunmi
2-16 MeaTgidliifiuinlassadrdunedimadiinduannsosesiuusadouldgeis 77
MPa wazilA1m1uudusedsasnegdfis 150 MPa uaNININANITNAAEUNEIINHIY
nszvuMadeuauszyIlassaivessosdelililudsuutasedelidoddn usriaam
uaussanaudnieeiesannnansznuangumgiinaden lundvedassaiisgania wui
[AansAuFensy (Recovery and Recrystallization) luunadndsesse Tnaamzludu
mandainisazaunnulsiseiios (Dislocation) flveuinsy Muddsdsseyimmngumgiives
sewsiasginnaifenAu 300°C o1aviliiAnmladumesiadniiusg dwalvisesedl
arnudaussanasuaziunlduianisuanildie femgd nseuqugamgilunsiden
Huladddnlunssnuauiivessesde Tnsuuzdilildnnudousuasnanisdoniidu
flan ieasuansznuvaInszUILMdeudasesde uonani Suauedinisld fudanans
(Interlayer) Wy niillonsonsaiag 9nTILaANanIEUTeaU ZLasiNA LU

Y99508MBLNBNTS N UNY1IUIUTY

.
Pure aluminum

%
"‘*)'\ 2
RIS

1%

a A a ! 1 Y d' A v ) ‘ 4 1 a
AN 2-16 NUNITBYFABDVDILNUIAAVNLAGDUAIINTSUIUNTTLYDNILLUA

a v

2.12.5 Phengsakul, S., & Rodchanarowan, A. [18] mmﬁ]Uﬁ/di'ﬁlqﬂizmﬂmlumiﬁﬂm
NANTENUYBINTBUYUMEANUTOU (Thermal Treatment) figaumindl 300°C fian3nafves
wadulmosiuiadn (Intermetallic Phases) lusesnoid ouszidnveslasaasng Fe-Al
Structural Transition Joints (STJs) Tngsesste STUs #lilunisnaaesiivsznoude mdnndn
St.52-3N ayqiliioauigns 1050A wazezgliflondanss 5083 Fegnideandrfeiulag
nszUIUNSWeusLdn (Explosive Welding) mm‘igu?NﬁﬂUmuﬂszmumiauﬁqmmﬁ
300°C unan 5 uay 15 Wil lefinwmavesgamgiisensiesvesadumesiuviadan wa

a

a 6 v & 1 (v} 1 i a a a 6 v a
NTIATIERRANIILINIT vaeaInEIuNTTeUYUNMa 300°C USunaunadumasiuiiagn
ludueralillondansy 5083 WinTuegaituddny daansluning 2-17 vunitusvaiilloy
1050A wazndn St.52-3N lulasunansenuuinin nsilSeuiieuseninaseg1anluniunig

U NUAIBYMANIUNITOU 5 hag 15 U WUINUSUIUNAD ULADS LU A NLANY UMY
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'
v U Y

srgznnduaiugamgias lnglamsusnunidsnuuniideugs Amanselinnanindu

a a6

dulngje AlaMg3 %ﬂLﬂuLWaﬁﬁﬂLﬁﬂﬁu’Lu‘Iamaz”muamsa 5XXX wage19dHasoduUs
yanavessosse uenanidmuin iaduimedurtadniinnanszaiefanniuuasasoungy
Aufisndulufedsiiiiuniseu 15 wifl Weifsusudedsfiiiuniseu 5 wift 49
wmammdﬂmiLﬁmzaaL’smmia‘usquazEiawaiﬁ’ﬂ‘%mzmﬂaﬁuma%mﬁaﬁﬂLﬁmﬁuaejw
defles wimanmadumesuniadnaztoiaiumuudusives sesdeldlussiunia us
mnfivinasnniuluagilvsesdeianinusy Brittle Failure) @udulgmddnyions
slAanmsuaninngldannslvandenaluszeven fufu mddediuauedn manueu

o w

gamgiuaysraznainsevguldutadeddglunisananansenuvesnausizlusesss STs

o

wazuwupilihnsAnwiiniuneddu navesgumgiuazssgsnainiseussaudiniana

(n) () (m)

dl 1 1% 14 L3 a a v =
AN 2-17 AMNAYAIYNADIFANIIAUL VUL UDIDZGUIUEY 5083 agnasnansa tunsel

(n) Talsnunisou () sun1saufauseu 300°C Wunan 5 uid (A) NunIsou

Arnuseu 300°C Wunan 15 u

2.12.6 Tricarico, L., Spina, R., Sorgente, D., & Brandizzi, M. [19] ﬂﬁu’iﬁaﬁﬁ
TrgUszaeAlunsAnY NN SENUTeINITEUYUMEAINToU (Thermal Treatment) Tusewsie
Weuszidaveslassaina Fe-Al Structural Transition Joints (STJs) Tngsessia STJs Tagsjautiy
fumsiiesed mavAsuulasmweunadumesiuiadn (Intermetallic Phases) 71inu
sgiavinuazergiido esnaisUszneumanidwalasasiionuautinisnayos
sepsin NsrefvesNaBuNDSITAGN 1L FeAl way FeAl vilWsassrofauudusgety
waisleuiTefistu Fsenaaaveuauanunsolumsiuusmessesselusreren 91003
Jinspinudn arumuiveaadumeswiadninduedwiideddydlogunngiuas
svoznailunisevfouiividu Tasamsuinuifinisuninszasvesesnoumdndgdu

avgilidloy uonanil dmudniseuyuiigaumgiiguwihliiin msidsunladassaiavessa
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seninalane (nterfacial Phases) a1ntassas1aniiadasninluidulassasianmlsisunniu
1 1 1 <@ [y a 1

AINaRBAIAINULT AT ANNEINITALUNNTSULSURBU (Shear Strength) Upssousa Tun1s
Wiguiieuseninsessonlalariuniseuyuiusesseiiun1soy wuiiee iUy
a @ & d' 1 Ly d' d? 1 I3 dd‘

TA1ANUUY ISR o UANAULDIINNTN DAY NES1EANINTY Bg19lsAaL TunsaAnIg
BUYUYNAIUANBE NN 91aTELTiuAIINaIsalunsERnssnImranLasesgiiilon
IngldvinliiAnnsaydeaudiidanauiniuly uenanlddinwnisly nszuviunisiweuse
lawes (Laser Welding) sauumaila Explosion Welding Lioannansgnuvasnaduinas

LWYiaan IQEJSLGULaL‘?J’e)iL‘WE]Q']ﬂﬂ‘W‘L!‘VW]IG]TUﬂ’J’]ﬂJi@‘ULLa“aﬂﬂmﬁﬂﬂ’]iLL‘Wiﬂiwﬂﬁ‘U%@\iﬁﬁmL‘Waﬂ

o
v a a

Usraillilouy B\Iﬁﬂ'ﬁ‘l/lﬂa@leU’J’]ﬂ'ﬁL“Uallﬂ’JEJL’ﬁLSZI@?U’JEJﬁG]‘UiiJ’]ﬂJLWﬁ@ULGIE]’iLMV]ﬁﬁﬂVl

Y

g
refrulusessiold wididesinsusuussmsfimestdinunvauiondnidanisunniing
LANRINAMULAUANANN (Residual Stress) lusoumo

2.12.7 Li, T, Zhou, D, Yan, Y., Peng, P., & Liu, J. [20] 97U7 ”aﬁdﬂwﬂwqﬁﬂiiumaa
a15Usgnaudumesiuiaan (IMCs) ‘17fLﬁmsﬁuszmwﬂﬁzmumﬁﬁamLwﬁﬂ-azqﬁtﬁ&mﬁm
awes neldiuinie AMsAIuIMgIng e sEAuNafIansAauay (First-Principles
Calculations) kag N1INAADIITI Lﬁa‘ﬁmiwﬁmamwwaum IMCs Aamauudaussuay
ANNUTIEVDITOLAB IINNITATLINUIUNE Fe,Als Wz FeAl 3R G/B ratio a9 CRIRGRS
Wumafiszuasiuulduinnisunndinge vaed Fe,Al Sl G/B ratio snia vilwa
anuienasnzauson1sfeonunnndt nan1sveasdlaglinszuiunis Laser Welding
WUt IMCs MAnTuUSnassdeimandndy Fe,Als Lay FeAl Ssdonndasiunismuin
Fanqud uenani nslindesganssmididnnseunuudesnsia (SEM) uagnsiaaie
23AUsENBUMIAATIAIY EDS wanalifiiuin wia Fe,Als Hlassasradunaueni (Needle-Like
Structure) waznsyanefalunuidevedanyiaesils daandunimit 2-18 Faduiladuitvin
Tseesofiuuiliussfiudu nMsvagouussivessosdonansliiuii domumunves
Fu IMCs fiew1nnd 5 m anuudsusivessessreazanasedefifuddy Tnoraanu
uausaadsvossensooglutag 90-120 MPa Fssindnanuudeussvaslansfugiuuin
uenaniinmeaeuLsadounuin seedefill IMCs Ay 5 Im azumniinfiuuasesewing

& v

wiEnfuezgiiioy (Interface Failure) Favnoaruiitu IMCs Miintuilavsnalaonssio
msaamoumNuLdusivessessie agdlsinuy msuFumniweinmsdeuawes Wwu n1san
wianudunm nislimadaiadiawes (Pulsed Laser Welding) viensliansindeuiaiiean
U3 IMCs Tty Fanuinanansamuaunisiedvestu IMCs Tiunsasuastiefiunniu

udalsavasesralsogeluseansnin
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% Pores 100 (b)

Al
80 Diffusion zone
(42 pm),

60 N

Content/at.%

1
0 20 40 60 80 100 120 140 160
Distance/um

100} Fe Diffusionzone: :(d)

(16 um)\:

14

Ti . . PR T
0 20 40 60 80 100 120 140 160
Distance/um

AW 2-18 NNANEIBNADITANTIAUBLAARNTOULUUABINTIALAAINISUANTN Uaz N3

LAMIUSUIUNTNEAIUDY IMCs

2.12.8 wyswa Aarnud [21] 9uideidingUssasdlunisfnvinanssnuves
nszvIUNTITenden (Repair Welding) solassasiaganmiauazautdidsnavesndnnd,
ASTM A516 Gr.70 Tagnisidoundnldnszuiunndenendnisanuuiaunaqy (GTAW)
dmuuuan wagnszurumsBenlénidng (SAW) dwsunuiuuazuuideiy wdviins
Feugorlaedauunideuiifitiymennuagyiinisdenlmivanssou (gean 5 ade) iefinwma
yesdnusoUMsdentenidirelassainiganianazaniiiBanavesiurdennazuinmd

T9suNansznuUaINAINSou (Heat Affected Zone, HAZ) Han1syaaadandliiliinugl a1

=

nsuluwdenuay HAZ ‘ﬁﬁum(ﬂlmﬁuashaﬁﬁfaﬁ'lﬁ’agmaﬁwmuﬂ%gwaamﬂ%amiauLﬁuﬁ'ﬁu
Tnolawrusnaildsunnudeusmatsseu wenanidmuinlasaianeslsduuunay
(Banded Ferrite) uazifisalas (Pearlite) TunuadoufiuSinaniiudu Feenvdsmasonny
uwaussvatuuidioulnesiu nsnadeuwsatauandliiuin ATAINULTILTIAIFIAAVD I
Fovanaufisndndoodiosnaundmesnsdendendiuiu edralsioy Aauduniuuse
nsvnnuesuIn HAZ Suuiltuifiatuauiseunis@endeunseit 3 nouflazanasetieunn
Tunsifougeunsd 4 uar 5 Fadunannnsiiulnveunsusaznsdsuuladaseadis
vounaluwinndn aenndestunanisnageuauudsiinuitdianuudanaadndosile
Fruusevresmaiondeuiuty yuidedasuin Suuedwesmadondeniivanzal
siiu 3 ade ilendAnidssnisanasmesandinianaegsiifoddy wazlurIINsAIUAL
QNN ANTEN (Preheat Temperature) wazn1sauAuRmdad eu (Post-Weld Heat

Treatment) 813%gaaRansENUINNISTaNTaUls wanantl AIsTiNSANEIWATANSTBY
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= a ! 1% ' Al Y s . =
‘V]'NLa@ﬂwaﬂmaﬂsgﬂ/l‘U@]@IﬂiQaﬁ'Nﬂqaﬂqﬁ WU NSaUneLaas (Laser Weldlng) nIVNT

WalUU Friction Stir Welding (FSW) &4e13918tiinengn1sidauveisessalazanaii

'
IS 1

LAUEANNNAIUSDUT IUNTLUIUN SR UL DL

¥
Ay aAAaAv

2.12.9 O.E. Vega, et al. [22] mmﬁ]aummqﬂismﬂ%miﬁﬂmwaﬂszwusuaqmil,%au
FoulunSIWoUM UL UAUTOUIBITEULTIBARaNTRN19na Tngldviemdnnailsnvdu (1nse
API X-52 Micro alloyed) 3u1aLduRIuAugnans 219.10 fadluns A1unUIwiuYe 11.10
a a [~ [ 3 o = v A v v [ 4
fadwes WWudanlunismaaes nuuvinsweumenssuiunswauliiieainunand
(Shielded Metal Arc Welding : SMAW) AWS A5.1 E6010 au1a 3.1 faduns luluaigau
WEITIN BAZAINREN AWS A5.1 E7010G U@ 4.7 Jadins MLUIRaiiyl wagkuidauy
i TngAuANANToUNNd¥wIIU (Heat Input) g 1.2-1.5 ki/mm n1s@nwilasaasng
9an1ALUSELRDTDINANNET APl X52 NTN1WoNYaNMENszUIUNISTEN SMAW AT 1, 2,
3 Ua¢ 4 NMFINVUINVDUNTU ALUINAeVUINUS I HAZ Anunieianaadiosanndiuiu
Y9INToNGOUANTUY ArAIuLTsLazAINIsAunIusatadulumuuinsgudunives
WIMIFIU API 5L UliIeedinnsgeuusui 4 AsY Nswengenwuvlitigiunuaudaniang
= DR A ' ° & oV v
FauanliiiiuiNsReNdaNuRNIIUIY 4 AST @usavila

2.12.10 gmu Wi [23] 9AdeliiingUszasiiiofnwinansevuvesnisilieudeon

soaudAn1navewslinzdurdnnailasiden-luauRTY SA-213 1n5a T91 lAgnTuIUNIT

=

Feuufaesniiianuy Tnon1sesnuuudnsaznsioutarnsidoudoufiunna1afy 5 wuu
Ao Fusudeniilifinisdoudon Tnedinmsouldnnudounduden nsideureuditaumun
wazoultaudeundimsi@en ms@endoudisiaumnunlaglisuliauseundnisiden
mMsBeuteniirnumuinazeulimnuioundinsdon uay nsdeudenganiamunliiouls
ASIUNSINST N LasAnwmansenuveInsliauSeundInsdeudeusnelasasng
wazvauUAnInalumsdoulanglagldamdeusiin ERI0S-BY HAIINNNTNAROULALATIAEDY
f833menInanesduaznmanslaseadanisnanuinsestd suiinisnasuazaieeg g
auysal NANISNARDULTIRIUBINTEOUNS 5 WUU WUIIANAINUEIUNULT IR 893 U9

'
1 =

naaouihiinsoulinnuieundinmsdendouiiigeiigauasdaanuduniuusifisgaan
Imsﬁmmm&’mmmmﬁqa&ﬁ 760-854 MPa Han13nadauAINULdanuy HY nuInusian
LB eufinnuniseulianuseundinisidendeniimanuud (243-280 HV) wnnIusn
HAZ fifiAnAanuuda (192-247 HY) wazusnaadiolaneitu (198-213 HV) wasnuinAAmLds
Tuusnadildfinnseulimudoundnisideudeuiianainuuds (357-383 HV) wannd1udn

HAZ (312-382 HV) Wagannnilavigdiu (204-211 HV) mudiu Taseaineganinvesiuaud
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lifinsoulimnufeundadeudeumuiisalnd wiouvinalaveiu wazeyninvesmslug
wazfamuiuundeuildfinseulfanudeundinsideudeuilvuadansuilaty dedawa
viluwad enfiuunTiulunisiAnsesunndn suisedssansad iUl uwuamsuns
doudeuviemanndnlasdlu-laufty SA213 1nsn T91 lnegauszasdiiionsidoudexld

NugonUganamMnTIule
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A5N15AUUITUIY

3.1 Faquazgunsainldlunuide
3.1.1 )
3.1.1.1 wannaimsuau ASTM A131 1nsa EH36
3.1.1.2 aygiliflon ASTM B209 1nsm 5083
3.1.1.3 Tasensiudtunuulumiiadn (Aluminum to Steel Bimetallic Transition
Joint)
3.1.1.4 malloundndaed (FCAW) munnsgIu AWS A5.20 Ae E71T-1C 3o
MM9N15A1 KOBE
3.1.1.5 madenlanglngliufadosunngu (MIG) mamnnsg L AWS A5.20 Ae
ER5356 48n19n13A1 UMIN|
3.1.2 indesdiouargunsnidmiuinisauasideutunuagoy
3.1.2.1 \eeadenufaunagu Jovnan1si was fu PM-500
3.1.2.2 LApafiauuads
3.1.2.3 \a3pudesarowiudalav Manual Su UE-916A (9°) Temnan1sfn DIN
machine
3.1.2.4 \A3098AT UL Fvanisdn METKON $u Ecopress 50
3.1.25 Lﬂéaaﬁaiﬂqmwgﬁuw Infrared Thermometer
3.1.2.6 LA3esduslyiin
3.1.2.7 n3¥AENTIEY LWas 80 120 200 400 600 800 1000 1500 uaz 2000
3.1.3 indesdiouargunsnid wiunsgitununagon
3.1.3.1 ndesawneilohilasalay Fem1snnsdn NIKON su SMZ800
3.1.3.2 NABIYANTIAULUUKES
3.1.3.3 Nd039aNn33AUBSIANATEULUUABINTIA T 9N19n15AY HITACHI Su
TM4000PLus
3.1.3.4 \n3 psnaaouaauduuulalag Yom19n15A1 FUTURE-TECH Su FM-
310e

3.1.3.5 LA3BTILATIEANSALLUNYRISELBNT (X-Ray Diffraction, XRD)
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3.1.3.6 wseinndnlansedad
3.1.3.7 wdeslleTarwnnesidesanauiles (Vermier Caliper)
3.1.3.8 1nvinseeidon (Welding Gauge)
3.1.3.9 lflussvim
3.1.4 @19.Adl
3.1.4.1 thendmdunsiaaeulagldansunsndu(Penetrant/Developer/Remover)
3.1.4.2 nsalumsn (HNOs) 5%
3.1.4.3 nsalalasmassn (HCL) 0.5%
3.1.4.4 piiaLeanagaa(C,HsOH)
3.1.4.5 1ndu (H,0)
3.1.4.6 az&lau (C3HO)

3.2 A1sNnadtlasAu (Preliminary Experiments) : n1siiauni91ulaayiedau
UUANS Ns.
nseasadeswuilinguszasdliiefnwinavessliuusessalun1swenianiavile

a a

SENIUNENNAIAISUDU ASTM A131 1059 EH36 wazezaliiien ASTM B209 tnsa 5083 AU

Y

Yosrelumiadn (Bimetallic Transition Joint, TJ) fildaulugnainnssuseise Tness
WisuifisungAnssuvesuudenlunsdifiesniuusessesumanuavergiidouidunuy
Fillet isaoafiiu (J1) uazuuy Bevel/Fillet ()2)
msidoudiunislaednadonvesnsugnmsise a fufufjoRnuais deasiiou
annedaun1sldnunienues waztielinanimeassaiunseldidunuwinnsuszend 1y
Nuldlugpaimnssuas
3.2.1 Msn3edian
3.2.1.1 Faniildlunsnmaes
A7 3-1 uanamaeReuwsulave Tangu 2 via dmsuilouusaziuves Bimetallic
transition joint (TJ) leiun unwmdnndaIsuan ASTM A131 15 EH36 AuIAAUNRYT 6
uy. uay oxgiidon ASTM B209 1n5A 5083 YunAILwL 6 1. dmsudesie T) 410y
Jandousznindlanssineiin Uszneuseilsozgiifondislandimanduaz namuuinsgiu
JIS HA000 Alloy No.5083 LLazquma“ﬂﬁmqmmﬂmamﬂ’ﬁsuaq LR Grade DH36 %38 CCS
Grade DH36 Faoglunguimdnaundaussgeuia HSLA (High-Strength Low-Alloy Steel) fi

HonldlugnavnssusieSouazlassasauanyei
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Tnemannaiasuausin EH36 waz DH36 fesrUsznaumuaivazaut@idenadi
TndiAsatu uazegmeldumsgiu ASTM A131 Wulfisafu Ssannsanauyunaginsiden
sauiule

yurnvad T) Aldlumunaassdiaun 38 x 35 Sadwns wazAIUE17 300 Tadiuns

AaudRnLalivazautRgnaretiaguandlunsne 3-1 uag 3-2 auadu (2, 4]

2 Ceml. — 2 cm

A 3-1 Fanguildlunimeass

M1319% 3-1 dunaunLetvesiangu

Materials Fe (%) C (%) Mn (%) Si (%) Al (%) Mg (%)  Zn (%) Others (%)
EH36 / DH36 96.4 - 97.6 <0.18 0.90 - 1.60 < 0.50 - - - S < 0.035, P < 0.035
Al 5083 = = = <040 924-956 4.0-49 - Cr<0.25

M1519% 3-2 AENdRNINaYeIang Y

Materials Tensile Strength (MPa) Yield Strength (MPa) Elongation (%) Vickers Hardness (HV)
EH36 / DH36 490-620 355 22 170-240
Al 5083 317 228 16 96

3.2.1.2 andeuildlunisvaass
Tunsveaesddanidon 2 vindmiunsidentagueiazsuvestesolusmiadn (T)
il
1. aadeundndaes (Flux Cored Arc Welding, FCAW) ddmsunisiden
Hamdnndnansuou ASTM A131 1n3a EH36 fmuamuannsg il AWS A5.20 fie E71T-1C

Folunnanisan KOBE
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2. mm"ﬁ'amazqﬁLﬁEmLLU‘UT,amImSI%LLﬁaLﬁaﬂﬂﬂﬂqu (Metal Inert Gas,

MIG) Tdmunsideniliovaiiilon ASTM B209 105 5083 AWMUAMNNIATEI AWS AS5.20
fio ER5356 Felun19n1sin UMINI

amvesaIndesLandlun Wil 3-2 daunauniaadl wazandinisnavesmndien uang

AINITIN 3-3 LATANTNN 3-4 FIUAIPU

AN 3-2 AIARBUNITLUNITNAAD

A5199 3-3 A UNAUNIWALVDIAINTBU

Materials Fe (%) C (%) Mn (%) Si (%) AL (%) Mg (%) Zn (%) Others (%)
E71T-1C Bal. 0.05 1535 0.45 ¥ = = S=0.01, P=0.01
ER5356 E = = <0.25 Bal. 45-55 <0.25 Cr<0.10, Ti<0.20

= wa =
M990 3-4 AUFNUANNNAVDIRIALTDU

Materials Tensile Strength (MPa) Yield Strength (MPa) Elongation (%)
E71T-1C 490-620 355 22
ER5356 317 228 16

322 M9ATUNTUY
TunseSeudununageunewinnisidon ldi i lunsinSendusnumuduneusolud
(1) Aausuminnanasuen EH36 wasunupzgiiflon 5083 lfvwnrunitxanuenn fe
150x300 Tadluns $1IUBE9aE 2 Wiy way Fesie T) A2me1m 300 Wy, S1uI 2 Fu (2)
wisuiufneunsidenlnglunsluaiuuinasesdaluldain mntuanuazenfiuiafe
N3TAR8LATeAE BT LaTRTNEENTEAIENTE (AT 3-2) ndeantuiafaserdlau
(Acetone) tlevdnnswludiu @ fu uavesnludiienadwarenunniuaien (3) Uszney

Fuaunaunseu (Tack Weld) Ingansurulansnsassatuves T viegluwuiain agly
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wundeandunuy T-Joint uazi¥oudayudie Tack Weld Lﬁamgﬂmwaﬁumudauﬁu
NsPUIUNSIHeNTs
lngleiinsesnuuusessia (Joint Design) Auesgiitieu: 1Wsessiauuu Fillet Weld
i1 2 frlustsaostunududumdnndmiveu uwialu 2 suuuy il
~ Fuit 1 (1) fedounuu Fillet Weld (FI) wa 2 ¢y
- Juil 2 (J2) Aedeuuuy Fillet Weld 1 #1u uaw Bevel (BV) 1 du

AUSUNINIGIRN AB YNVUIULBY (2F) hARAIRINING 3-3

¥ N
H 1 L
= 40.4 mm __‘ 404:mm
5 "

(n @) (m)
AW 3-4 NM1SDENUUVTEERD (M) TUIU J1 (1) Tueu J2

LA (A) AINYNIVDITUINUNAEBU

2.2.3 NSWDUTUIIU

ns@entuuvageuLUteanu 2 dwman laun Auevaliey waganumnannad
A1sUaU FeldnsyuIunWeNAllail MNaNwuLIan Al

1) nMsWeususygilidenvesBusiu J1 uag J2 LUy Fillet Weld 719 2 614

s

n3EUILNNT Metal Inert Gas (MIG) feadniden ER5356 THufanqu Aeensneu (Ar) Uigws
99.99% 8n31N15kMa 20 dns/unil
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2) A5 oA WA nnd1AS UBUAIBATTUIUNS Flux Cored Arc Welding

(FCAW) aadewiildde E71T-1C uwhanquilliide a1fusulaeenlus (CO2) u3ans 99.99%

Snsnisloa 18 ans/unit Tnelunsi@enduaiu J1 wuu Fillet weld s 2 §1u udadey
Fuau J2 WU Fillet Weld 1 ¢y wae Bevel 1 §u

T¥vinvuruueu (2F) wagdmiustsanstanlundaziumisliaediii elianunn

Wisueunaladaau Inelisnuasdunnwandlunisien 3-5

A5199 3-5 WISINLMBTLUNISTBY

Welding Arc

Current Travel Speed Heat Input Gas Flow rate
Material / Joint Name Current  Voltage
Type (mm/min) (kJ/mm) (L/min)
(A V)

Carbon St-J1-L DCEP 175 27.1 240 1.186 18
Steel/Fillet St-J1-R DCEP 175 27.1 240 1.186 18
Al-J1-L DCEP 170 232 290 0.816 20

Aluminum/Fillet
Al-J1-R DCEP 170 23.2 290 0.816 20
Carbon St-J2-L DCEP 5 27.1 240 1.186 18
Steel/Bevel St-J2-R DCEP 175 27.1 240 1.186 18
Al-J2-L DCEP 170 23.2 290 0.816 20

Aluminum/Fillet
Al-J2-R DCEP 170 23.2 290 0.816 20

324 nsvuaumsasedeuTuruuuyliviataniw (Non-Destructive Testing : NDT)
3.2.4.1 N15RTRERUMEAIAY VT (Visual Testing)

Tunsnsvaunmn ML eudisaen iy dmiuuudonmdnndiasveuss
$19Bamnanmsg U AWS D1.1 dhununifonoygfifiouardnsds 1nsgiu AWS D1.2 Tngiiudi
as1devszfearetn lifdsandsn wWu asutingdu 9150 wieasuady sxdeweiufiui
sousesdenageos 25 u. ey wazduasainafisane Tneannuainddinissindd
1,000 §nd neunsivdauIzfodaaziinainnisil oy (Spatter) w991 US 9N
M3I9A0U VU JUNTS wazdsunnseaveswudou tngld Welding Gauge uag Vernier
Caliper tainuunsesidon Amgsvesiden wazsuisuudon fafiuansnind 3-5
mmfumaﬁ]aaummauyia}umiaaL%au WU 5eeuan (Crack) gn3u (Porosity) se8finvay
(Undercut) uaznsideslalanysal (Incomplete Fusion) v3oli Mnuieufisvaunues

anwrYRIRIWBNUN A In A luaAs§IUTAE 0
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AT 35 MsATIEBURLANE
3.2.4.2 NMINTIVADUMLAITUNTNTN PT (Liquid Penetrant Testing)
mﬁmwaawﬁ’aaam,mﬁﬂ%mmmmmaﬁmauﬂTaUﬂwiaaﬁLﬂmjﬁmﬁw (Surface-
Breaking Defects) 1w 5985719160 ¢ (Microcracks) wgu s08finvau wien1sngaasuuiian
wnieuiildannsasesiiuldgenvalaglunsnsavaeu fdunoused
1) Wewinauazenn (Remover) Tpnuazeafiuivesuwdon
2) Banutheunsndy (Penetrant) asnasnfiuiavosuuaiden udafisls
Uszam 5-10 wdt iilelithendudngdounnses
3) wdanAsunaILds Wieviheuazen (Remover) Sauufnavens
wdudatheunsnduvuiiuiuudeusenlilfunian lnevaldiewihauazeindnas
Vil eulnenss
0) WilevhUfATen (Developer) Snvuasuuuuaidey fislivszun 10
unit thenasshufisenduansunandu shlfannsossyiumisesdunnsosld
5) ¥msasavaeudsunnses ngldinaminiseeusu (Acceptance Criteria)
fsgymuIAsgIU AWS D1.1 uay AWS D1.2 paszianian
6) YA NEZEIATLIUNAdEUVIIINTNIATITdeULES e S EUSes Tneld
dhemieuazen

ANSATIVFDUTUIIUAIYANTWNTNTULAAILUNINT 3-6
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l

i

AN 3-6 NISATIVFDUMBAITHNTNTY UTTNBUAIEY

(N) Y9NTIVADU Pt ez (1) TUABUNITNTINVDUNNTDY

3.2.5 ATPUIUMTIATIRLAENITNAFEY
i UszifiunmnINYeILLLT auLazToss oA EnsznInsezgiideu iy
wEnndasusuesasauAgr MUITERlFRLIuNMTeTiuevagouly 3 dundn Tdun
(1) M3AATIERLATIASI (2) NINAABUAINLDY 4aY (3) NISVIARBUAIINANYIIVDITY
eu
52.54 mﬁmiwﬁiﬂﬂa%ﬂwwmﬂLLas’qamﬂ (Macro- and Micro-structure
analysis)
fdupounawiosFunu fal
1) FATunuenizaIn nTuNL )1 wag J2 veundnndesueu EH36
uavergiiilon 5083 laedmdususa T Inefminsesntnansesifon 2 wu. wazinnumin
2 o, a819aw 1 4u 2 4 Gy

2) dnguau T iunssgnuinad suinduay 20 . 1 Gy

3) ﬁmﬁé’mﬁugﬂljsﬁuﬁumuﬁw Phenolic Powder uandlunmil 3-7

a) PhmsuiusziuimhbiZeulaedansyaunneiiieusuinlaeEuan
Ns¥ANIIBLURs 80 120 220 400 600 800 1000 1200 1500 wag 2000 AMNEIGU N&IRN
tuisdlituaniensozgiidoueanias (Alumina Powder)

5) yhnsinnse §1989MUUIRFIU ASTM E407-99 Tngdiunasndnnan
asvauiansalagliansazarensalun3n (5 ml HNOs + 95 ml Ethanol) laggy 5-10 3wl
udrdrsihauanmsadiulesiaine daunsaflliludinesgiidenfoasazarensnlelniges
30 (1 mlHF + 200 ml Water) Tmstrndifoniilansunm 15 Juifiuddsiauanmnn

<@ v
NGRAGERN



48

6) TUNUNAABINEIUNITAANTAIUTULATIAT UG TUIIUNAGBIILYN
Apzilassainniamenassaneilolulasalay (Stereo Microscope) @Un15ItATIZY
1A5983199801ANTIATIENAIENABIansTIALLUULAY (Optical Microscope: OM) uaz

BlanmsouLUUEDINTIA (Scanning Electron Microscope: SEM)

(n) - (v) (m)

AT 3-7 NEATUIULIBUTUIIUAME Phenolic Powder Usenausig

(n) LASDIDALSTU (V) TUNUTBY Way (A) JuY TJ

3252 MInadauauula (Vicker Hardness Test)
Tunmaaeuainuuds $1959nmumsgIn ASTM £92:2023 funaunisinioy
Junuuaznsvaaey fail

1) FRTuI INTIU J1 WaE J2 MIUAINENT ALV UIILAE 20
. tugunse Cruciform pufinanslunnd 3-8w) 90ty TanszenmsuarTaRafe
Alumina powder aavefiansanuyiinian wileudsansluidensunt (3.2.5.1)

2) vhmsvegeur1nuuds lnenmmedeuwundu 2 @ Ao druuy
youuTou (Cover) uagiuarsvosumiGon (Root) MsvaspuIzitMsAAUInAULILTEN
(Weld Bead) UShansenusau (HAZ) uagdangu (Base Material) vostuudon dauns
nagouaIudeves T) asvinmadeuinadiuiidiumnndiaivou fusvglidon wa
U3hasesse (interface Zone) U3nnay 3 gaudamanadese 1 fumis lunsmageulin
AawUUInNes (Vickers Hardness : HV) USnanndnndrasueuarldiimin 300 Kef uaz

availlley agltimiln 100 Kef Tun1snaaeu dauanslunini 3-8(n)
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(n) ()
d' 1 @ F%
AINA 3-8 NITNAFABUAIAIULUY UTLNaUNIY

(N) LASDIMAFDUANAUUDS (V) FUINUNAADY

3.2.5.3 msvngau Fillet Break Test

ArguaantzdIu laedaduguda T anugnnfunuag 40 uy. 910w J1
WAY J2 Y0IRIUMANNAIAITUBN EH36 91nTUU J1 way J2 881982 2 TU wazA1u
avgiliflon 5083 2 Fu Taluduiu 6 Tu gnveaeuAENYsalvesseslion tngldiaTes

NAIALIlATAAE N1519TUIUVULNIUING 92271902 wA e TR UG DURILVIIN1TAAIIZITE

AUV TUNUNABULAZALRUINULEALUAINT 3-9

(n) (%)
AR 3-9 AsMedeU Fillet Break Test Aviunalagi]

(M) IUNUNAADU (V) FLAUITINAZFDU
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3.2.6 NMsldiAsRIaIATIEN
3.2.6.1 MTIATIBNAIENABIFANTIAULUULES (Optical Microscope, OM)
a 6 v v o v a ¥ QI ] 4
N5IATILYMEN&as OM Yiliaunsadnszlassasunauaznsamdsunnsesle
Tuszaugania lnevinn1s3ias1ei g unu J1 wag 12 99andnndinisuey EH36 way
a o o @ Y Ay o &
availlley 5083 MINN13AANTALAT JURDUAMIL
1) 1182198 UNUUVULYT UG ¥I1N15UTUMdevene Tagli uain
Maseeai 10X egnmlagsiu
2) NSUSUTTULAIANULTNYDIRANA LA ILANE AU YBIN N
3) Usulnia Ingldduusulnianeu (Coarse Focus) WamniniUasiu
wilTuUTuliaasiden (Fine Focus) ieusunmlyiauda siudssuneunsaniiiel
TUalduAYEININEAUTALIY
4) vihn1sld Scale a1 waduAnaw
5) iumdsveneliaslu (50X wag 100X) iensivaeulasiasilag
avLBYAUTIALWIIEN (Weld Bead) UShininsenuiou (HAZ) uwayiang1u (Base Material)
a ¢ v 1% ¢ =
ANTILATIEVANIYNADITANIIAULU U wandlun1nit 3-10
32.6.2 MTBATIZIIENABIganssAIBanAsaULUUdeINIIA (SEM)
1) lonsrvaeulaseaineasidenssiu sub-micron wagynasdedinisiin
intermetallic phase
2) vn1sTesieviesddsynausia (EDS) Iaeldlusunsy Oxford
instruments Iagldn153AsIER UL TAsIENYALAET (Point Analysis) AAT1evianuLay (Line

Scan) kag AATILNNNINTEAAIVDEIRUAME (Elemental Mapping)

>

AN 3-10 NISIATIEVRIENADI OM
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3.3 33mIniiun1side : nansenuvasmsidoudau (Repairing Weld)
3.3.1 MswseNian
33.1.1 Janililunimeaes
fanguiltlunisnaaes WianiReadufy de 3.2.1.1 1éu dnndasueu ASTM
A131 1n5a EH36 uagozgiiiion ASTM B209 1nsa 5083 dadenitniudese Bimetallic
Transition Joint (TJ) u1A 38 x 35 x 300 Hadluns
3.3.1.2 aaondililumsneaes
andeuiililunismeass MHiandsatuiy ate 3.2.1.2 ldud avndoundndaes
(FCAW) dwiuiouivdnndiaiusunaziiiesdon MyuunnmsnsgIl AWS A5.20 fe E71T-
1C Folun1an1sAn KOBE Felunsnsén KOBE wazamnidenlanglagliufadesunagu
(MIG) dwfuideuozaiidon AmunmuuInsg I AWS A5.20 Ae ER5356 3elumnenism
UMINI
332 mawieudunudon
nawTesdurudmiummaassteudenduiunslneldangudenfurde 3.3.1.1
usifissauusuLaruHufipsessuNMIdeut s sy MiseaziBenrelul
1) fuukazvunveddn daudumdnndiasveunazunuezqiiidon vuin
150 x 300 1. 98190 12 it W U A28 300w $1uau 6 Fu dwdunismaaesany
$ruruseuniston 3 Heuly Ao NR (idew), R1 (Wex 1 e, uay R3 (deu 3 Aty
2) wiswiuirieudeulazennreuldnuduhde 3.2.2
3) Wwisusossa T-Joint Uszneuksulaneiu T) Tnedanyuliiduuuiaindae
mw‘ﬁ'amq@ (Tack Weld) segfauuy Fillet Weld wgaamé’miunﬂiam%m LLazﬁ”ﬂaaﬁaq

WOULUULAEINY YINN9N5IR0Y 2F 1agNINTUNUNAADULEAIAT ATNN 3-11

Gouging
Gouging
Gouging
Al5083

‘:‘ dl 1
AN 3-11 LNUIIUNITNAR DAY DULDU
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3.3.3 M13¥h Preheat wagmsideunuy Fillet weld
Aowhms@enluusaziun WemuauauAMMsToNLaTanALEERINNTUANE1
Tuilamdnndraduou Tefimssnungamglinaguiunu (Preheat) wazauANINT AN

madeuatieian Miliezglidounazmvinndiaiveu
- m3fAuIn Carbon Equivalent (CE) a1naun1sn1simuagumngil Preheat

o w < % ¢ Y o ° ' A
a’Wﬁ‘ULﬁaﬂﬂa’]ﬂ’liuauisdﬁaﬂm'ﬁﬂ’lujm A1 CE muduni1sy (3—1)

%Mn %Cr+%Mo+%V %Ni+%Cu
CE = %C + °6 + = °5 — + = 15° (3-1)

TaganeUInasglumdnndnifueu ASTM A131 1nsa EH36/DH36 Ala3s wut

CE = 0.45 391hu181983n51991n 1IMI§IU BS EN 1011-2 tierisiun gaumgil Preheat 7
RVTRETHY

- nspuaumadeundadl 1 (NR) lifimsideuson

- mswendhuezgiiflonsny MIG Wanniiien ER5356 Mufangu fAeersneu (An
U3avs 99.99% Swsinslna 20 Ans/unil

- madeudumanndiaiueusng FCAW amlenitlife E71T-1C wRanquiild
fio anduaulaeenled (CO2) Uans 99.99% snsnslva 18 Ans/uil

- Tegvihmsdeuduilslfiaanou udainlida 100°C Aeudoudndiudaiie

91889 Thermal Cycle mUaNINAI

3.3.4 nsweueeu (Repairing Welding)
wanadunsdeuasvauysallunaazduau azlinsgeuanizi ananndn
s P | ‘:1' Y A & o
ASUBU EH36 m1ukauluvesseunisgoniioontuull iiefnwinansznuannnisidongn
(Repair Welding) fialasdasnsuaznaautadanavesiuiigen lngsuezgiidouliiinisey
Y3

= - = '
A15197 3-6 [eulun1sveudeu

Wouly Aasune

NR (No Repair) LaifinsgonusunaInIsiou

R1 (1 Repair) Woudsy — AnlweNeen — (Wauyeu 1 sau
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R3 (3 Repairs) Wowass — Aauuilousan — LWeudau 3 5aU lag

YMFINTLUIUNTAA-LTDU-NNIUATU

9 i

dufunguiifiniston (R1 wag R3) sdiunisdonlagld idostnlansuuis (vertical
Milling Machine) faouideudneen udwhmsdedlndlusesiuwuu Fillet Weld ‘1713& 2
s Tneusazseulsznaudie Wnendauida 4 s09 vun 10 Wi, AanaenuuIdoNaud sy
Sanita 2 1 wdvhmslienufeunasyinmsfemunszuaunisi 2 fu dulunsdey
1 50U ¥AUATUANSINILTEU Aufiuandlunind 3-13

Amuasmnsfweslunsdeuniy m1efl 3-7 wazvhnsdeumunsyuInnTHIngT

AUNIVUA 6 TUIU ANUAINA 3-12

a a

a a 5 =~ LY 1 a 1 <3 1% 1
N13199N 3-7 ‘W’]i’]llLﬁlaiﬂlﬂuﬂﬂiL%@M?ﬁﬂﬁ?ﬂ%ﬂﬂi%%’l’]\‘]@% Allsuvazinannaiasueulu

Y

WiREIOUNITWRNYaY
Welding Arc Wire Feed Travel Gas Flow
Current Heat Input
Material  Round  Specimen Current  Voltage Speed Speed rate
Type (KJ/mm)
(A) ) (m/min) (mm/min) (L/min)
Al 5083 1 NR R1 R3 DCEP 165 19.7 9.8 462-721 0.27-0.422 20
Rl | 1 NRR1R3  DCEP 180 262 6.2 225429 0.66-1258 20
2 R1 R3 DCEP 180 26.2 6.2 225-429 0.66-1.258 20
3 R3 DCEP 180 26.2 6.2 225-429 0.66-1.258 20
4 R3 DCEP 180 26.2 6.2 225-429 0.66-1.258 20

wueng : InelezglidenyihnisWendiesseuidemnnsdl diulandnndinisveudnig

Wougvagsausueuluninvue (NR, R1, R3)

e R
AN 3-12 FUNUNAABINAIVINNSOY
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L7 e
Wi £ - o
4 4 3 " A0,
vt ‘_g{ . % .

o - 7 S . y
AW 3-13 NISARLANETRUTUNUNAGDY LAz LATDINALANZLLIA

335 nsrUIunnsIvdeutunuwuyliviianeadnin (Non-Destructive Testing, NDT)
3.35.1 n1snsaauspaen VT (Visual Testing)
TunseaseununmuudenseasmazUfURmuden 3.2.4.1 Mfluansnind
3-14

= v
AIMNN 3-14 N19RFIFDUAIYAYMNN

3.3.5.2 N1IRTIVADUAIWAITUNTAYN PT (Liquid Penetrant Testing)

N13939980UMLANTLNINTULUURN LTIV 3.2.4.2 AaNkanInInd 3-15

i A |

AN 3-15 A1IATIVEOUAIDAITUNTNTY
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3.3.6 ATTUIUNTILATIERLAZNITNAADUY
3.3.6.1 n133LAsIgvilaseas wunatakagyania (Macrostructure &
Microstructure Analysis)
MswRLTuIUE MU EAlAssas i slanyInen 3 2 @

v

1) @i 1 UURDUNISIASTUTUIIY A3

€ ),

(%
a

TnTuANIZdLTBIENNAIANSUBY EH36 91nTU31U NR R1 uaz R3 agvay 1
Fu uardrurasezgiidonandunu NR nedadugui T lasdariseninansesidon 2
a1, uazdiauun 2 gy, vinaedeutunuleUfoRmaviated 3.2.5.1 dauananin 3-
16

o
s

AN 3-16 FUNUENTUIATALATIETIUNAIALAZANTA

2) @u 2 TURBUNITHHTTUTUIUY P9T

v

- FATUNUIINUSIUTBUT BN (Weld) wag dwunsenuseu (HAZ)

a A

(3 1% s Py 1 & ]
VBWWANNAIAITUDU 1NYUIIU NR R1 1ae R3 881988 1 YU LagdIUUBIDsaillualan

Y

JUIU NR 97974 1 TU AIILEAIAINA 3-17

'
a =

- MNSUSUNURINAEYINN5NaaaUlis auUn8nNSEAIENS Y LUBS
400 way 1000
- NHIDINYINNNTAS LT UIIULAD ¥N15IATIERNISUA B ULUAIUDS

TAssasandnaewalla XRD (X-Ray Diffraction)

AN 3-17 JuNUEnSUIATIEIIemAaTla XRD
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3.3.6.2 NISNAABUAIAMULDS (Vicker Hardness Test)

[

Tun1snagauAIAINLDY §1989m1uNIATEIY ASTM E92:2023 ddunaunisiniey
FUNULALNIINAADU IALFATUMUAINAINYT AIUYIITUIIUAL 20 U3, INTUIU NR
R1 waw R3 ageaz 1 Ju anuudndiuunulansdtulnaain T Widugunss Cruciform

n:l' d‘ v & o a = o 1 I
AIUALAASIUAINT 3-18 BRIAINUUNINITMTINTUIIU LaETINITNAADUAIAINLTS Ty

[ o a

UURmuriten 3.2.5.2

] Qy ! [
AMNN 3-18 YUNUNAFDUAIAINULUI

3.3.6.3 n1snadau Fillet Break Test
e o 2 2 :
WS EUTUINULALARTUINUAINAINULIY ANNYITUIIUAE 50 UL, 91NTUIU NR R1
WAy R3 98798 2 YU T3UT1UIU 6 Tu AzgAvadeUmNaNYIaivatTeeau lneltinTadng
9nlalasdnd N19119%3uUULIININN Aw1alaglyisn T egusafnasvetiriuneuaiu

TAUSNAUUANYVDILNULANETY 2 AU BUINUNAABULEAILUAINT 3-19

mwﬁ 3-19 %umumaau Fillet Break Test
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33.7 nslfiedesdietnsnz
3.3.7.1 MTIATIENAIENAIgaNnIIAULUULEY (Optical Microscope, OM)
MsAIAIZRdiendes OM Wlvanunsalieseilasaianauaznsiamasunnsedls
Tusgduaana Tagvhnsliesgidunumdnndia1iuou NR R R3 uazduauozgiiden
NR Aivimssansawds vinslinseishendes OM TneufRnuvinded 3.2.6.1
3.3.7.2 N15IASIERAUNEDIBLENATOULUUABINTIA (Scanning Electron
Microscope, SEM) tag alnlnsiunssadidnauuunsyanenasau (Energy Dispersive X-Ray
Spectroscopy, EDS)
¥MsIAsIERTuUmMannNdIaSuUeY NR R1 R3 LLaz%uaﬂuazqﬁLﬁau NR fifanse
wdhmeszifendes oM lasufiRnuded 3.2.6.2
33.7.3 MITIATIZIEIASes X-Ray diffractometer (XRD)
n5LATIERAEMATA X-Ray Diffraction (XRD) z;]ﬂﬁmﬂsﬁ’lﬁaﬁﬂmmim?{auwm
yo3lassad1awdn (crystalline structure) 1i oms2980UI AslAudeudn (R1, R3)
AeliiAnns wWasuuwlanlanioniswiyvedn Fenvdmanennulszrsennuudaves
wndeuviell TnawSsudlounadnssywinedunu fligen (NR) fufldoumranssou (RL/R3)
wlsnaulaemsiadunuainuing seaidey (Weld Bead) waz usansznuiou
(HAZ) weawdnndimisuau 91ngm NR, R1 wag R3 9geay 1 o ﬂwﬁw%umugmm%ﬂﬁ
3PUMBNITTANTEAIEBNTIBLUOS 400 Laz 1000 NaUYIINITIATIZA
Foulumsitasesild Cu-Ka Radiation (A = 1.54 A) dasnisaunu yu 20 = 30° fs
90° AmiEalunnsaunw: 0.2° dedundl 3iAsizsk Huildfinnisideaiun (Diffraction Peak
Area) wag mnuniniies wilweanmgaiia (FWHM) ngldiladdu Pearson 7 Tulusunsy
Fityk

14 @un15u99 Scherrer LA UIMUWIANAN (Crystallite Size) AtANNITN (3-2)

KA
BcosO

Tefi D = awandn (Crystallite size)
K = Fmafives Scherrer (Unildiuszanay 0.9)
A = Augmeduvessdiond
B - AN adufinsailsesfia (Full Width at Half Maximurn, FWHM)

0 = yudeauy
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NANTTNAABILAYBAUTIINANITNAADY

4.1 wan1sneasndasdu (Preliminary Experiments) : n1siflauntraulagdradou
UUANS Ns.

Tun15MAaeen154d ousenInausy wEnnd1aguau ASTM A131 1nsa EH36 way
ozqililon ASTM B209 1n5a 5083 iWeuiu Bimetallic Transition Joint Inginnseenuuy
seusiovasTanImaAnndAsuau EH36 sewinssensa Fillet WUy T-Joint waw Bevel thu ¢
Suunsansnaasslddsoluil

4.1.1 wan1snsvaeulaglivinansy
4.1.1.1 WaNIIRTIAaUMBEIENT (Visual Inspection)

n13n3I9deUT LA (Visual Inspection) aglddmiunisuseiiiuganmsosidonds
zutaoonidu 2 dnwnigde 1) 3UTIMATIUIAYDILULT oL (Weld Geometry or Weld
Profile) uar 2) Yaunnsas (Defect or Imperfect) Ingagfinnsanfivsnafivosuudeu
sufauinaseuiedenndmadenuudusweuaien nsasadeuiuia 8 wus
deunud seedonmdnndimiveuiamnegluanind lamusesunndedla 4 Wedunadne
pan fauandlunind 4-1(n) 4-1(%) 4-1(n) wae 4-1(3) dwSusesidonozgiiiilon wugngu
(Pore) UuRAI508LT0LYDS Al-J1-R uag AlJ2-L auinuszana 1 Sadwns dauandlunind a-
1®) uay 4-1(%) drusesidon Al1-L uag AlJ2-R linusesunnsadla q fauandlunnd 4-

19) wag 4-1(%) Faan1TNTIRABUSNUAMLNUTINATEIL AWS D11 Wag AWS D1.2

T

i 910123 45677

e -,’f?f_“.—,;_’...,_a;.,.

(m) ()
AR 4-1 uuEenTUNY (M) St-J1-L () StJ1-R (A) St-J2-L (9) St-J2-R (@) AlJ1-L
(@) ALJ1-R () AlJ2-L uae () AlJ2-R
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AR 4-1 (dia)

nsmsIveUFUNsweUIden Tiduasivdeudway 6 dumismasauuadon Tunm
7l 4-2 uansmsiavuInuseniBen (Leg Size) uavAuyuUvaIsOELTon (Weld Convexity)
dmfumdnaniueu nuirvuiavisesideneglurae 7-8.5 uu. (Aede 7.72 ua) uazAn
Anuyuvessesidionsingt 0.1 uy. Fadulumuuinsgiu AWS D1.1 Tngsesiden Bevel
Weld waguuy Fillet Weld fidnwaiglndidssiu dmivezgiiden vunansesideueglutis
WFenfufie 7-8.5 ual. (Aade 7.80 un) IneflmAnuyugean 1 uu. fisenidon ALI1-R way
Al-J2-R Bsdansegneludndiin 2 uu. audiszylusnasgiu AWS D1.2 Fafiodnrumia

¥ o = P
VINTINUAVBINTANTZTU puuanslunni 4-3

Convex 4
(if above red line) -

MW 42 gUdinsesen wisuMatuIBUIRAlATYY (Convex)

wazlaain (Concave)
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9
mSt @Al
85
g 8
Bl
a
N 75
&
=g
65
6
J1-L IR 2L 2R

AT 4-3 YAV (Leg Size)

4.1.1.2 WANIIATIVADUAIWAITUNINTU (Penetration Testing)

N1IATIVHOUAILANTUNINTUANITONTIVADUMUNUIVBIAN BAUL A UNNTBIVURINTI
vostunudonfidvuiadniundnaisniazdiuld Wy soounnin uiegnyu TUsunsy
image) eignltlunmsiinszsivuiavesgaunnsesiiusnguuinsesilouvesiiogimasey
yndu Taglisuuinatudularduaavesiundon (Run-on and Run-off) d1msuduey
WANASUBL WUIIASIU Penetrant ﬁamagju‘%nmauLLmL%amﬁ'?uLﬂuaLLaﬂ (slag) Aalanslu
ATl 4-4(n-9) Seliiorndusnid venaniuldnusmilaquuRasesiden Seieiniy
i Tudruvesiuauorgiidlon :1na il 4-4(2) uaz 4-4(%) wanaFuu Al-J1-L uag Al
J2-R wuilgnguiliiduriuaudnanssailaiiu 10 uu. aneluszes 1 82 Seedaniuinasi
Turaug@iannnnd 4-4@) wag 4-a(w) Fuau ALIIR wag AlJ2-L nuidisnaudiidusinu

°

AugnaTiuaInnd 10 1wy, aelusses 1 17 Jslaiununasiiimue

(m)
AT 4-4 Fumavedansunandu (Penetrant) ﬁﬂiﬁﬂguuLLuaL%@usuaq%umu
(A) St-J1-L (3) St-J1-R (@) St-J2-L (9) St-J2-R (3) Al-J1-L (@) Al-J1-R
(1) Al-J2-L wag () Al-J2-R
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L g 4 P

N v e e v .

-

(1)
AW 4-4 (diB)

4.1.1.3 Wan1TAaaUn5d (Radiographic Testing: RT)

91nMINAGRU RT (Radiographic Testing) wuiisesidouainiiaaduiinisiy
doutu vilianusansiadudniiniglulassauld usliausassyldindmisuegdnule
yosuudon Mnlunmil 4-5 (0 wag 9) Melunuadenmdnaiveulinudeunnieansly
g9lsfiny amnsndunaiusosrevosianluudnameuiuawessesdoud dauun
Wewerglilounuindnianszaremueagwgu (Porosity) Felisruuuazvunnvesimigaiu

NINUMANUANITEBNTUAIUNINTFIU AWS D1.2 daduansluning 4-5 (A uag 1)

(n) ()

(m)
AR 45 A mghesed (RT) ﬁuaqsamﬁ?ﬁam%umu (n) St-J1 () St-J2 (A) Al-J1
by (9) Al-J2
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4.1.2 HaMedeUaNURNI9Ng YN INAFBULUUINAEANIN
4.1.2.1 wan13naaau Fillet Break Testing
HAN1INAABU Fillet Break Test lngldinTaunioinadnuuuszuulansednd nawiiag
AU ILII709508LT 01 LABTUIUNARDULMANNAIAITUDY 4 TU UazTuIUVAdey
a a ‘:9/ 1 L2 3 v ! lﬂl lﬂl
avalifloy 4 Ju awnsanauwiuanguwnATivadlumurulusueuldlagiuuiiey

Havinnnsieszatbliiaanudenie aawandluning 4-6

(n) ()

AN 4-6 NINHAVINVBITUNUIBUNAIN1TNAADU Fillet Break Test

(n) Funumdnndinsueu wae (v) Funuezgliden

4.1.2.2 wanadeumNLuAnInesa (Hardness Test)

Igvhmsmaasuanuudatuiuny StI1 StJ2 AL uae ALJ2 TnevinisTaudnatan
57U (Base Metal) lwonansenuanNAuiau (HAZ) wazvianiiodou (Weldment)
UShafivesuulen (Cover) wagfusinuaauuaiion (Root) fauandlunmil 4-7 (n uaz
9) lnglduseng 500 nfudnsuimannainsusuy wag 100 nfudmsvezaiilen dwmsy
Fua1u Transition Joint (1)) Idvhmstanraudduvanssummis duandlunind 4-7 (a) il
AinsgingiAnssuveanavedlanesirsrilaiu (Bimetallic Phase) 99NN 4-8 (n) wui1e
aruudsveadumnndensveuiiuuliifinduanuinuiang i Ussan 160-190 HY)
Ugaum HAZ (200-230 HV) wazu3nlangifon (220-240 HV) uenand nuituiw
MR WU fumis No.8 Tuuuiidensufauazsumis No.6 Tuwuaideudusinves St-

J1 eaflanuudaiy 330 HY Fanininainaisiiniuseusn (Thermal Cycling) 31nAIW

'
a

71 4-8 (v) uansludvesiuezglidon wulndAAuudwing (Usgann 65-90 HV) uas
Usnalavz@auiimanuudanandntesdiofisuiulansgiu Ineduiugiuininainnis
NYIUVBLNTY (Grain Coarsening) ¥30KAVBINITOUBDULANIZYA (Localized Annealing)

JEWININTEUIUNSW oy d1miu TJ wudiaauudslinnududeu lnediusvg ey
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(Funisd 1 wag 2) SalndiAssdulanggiu (Useuna 90-100 HV) dauduimdnndn
(Fuviisil 6 wag 7) og5eming 170-200 HY vpiziiuTasessie Al-Fe Saanuudesyanm
131.6 HV agdlsfiniu AvuBeunuussidn (Explosive Weld Layer) seninvevgilifleuriy
seuse Al-Fe nu3innuudeinunn (Ussuna 38-40 HY) deanindunauiainnisiin
ansuUszneuszninslans (Intermetallic Phases) fiflAnnanys1z wieifansidogunanadn

(Plastic Deformation) 91NNSLUIUNITTLLOA MUTUABUNISLTON AITLEAIUNINT 4-8(R)

(n) (¥)

AINA 4-7 FIEInSUNIIAERUANULTAALNBSATDY (N) USRI DY

(Cover) (3) AMUIINVBILLITDY (Root) U89TUNUTRN way (A) USIes TJ
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400 mSt-J1 Ost]2
mALTl ®ALJ2

440 E
w00 | ESHIL BStR2 -]
360 | WALTI DALD2
- 320 >
S

Hardness (HV)

Positions

Positions

(n) (¥)

440

.
I
400 e ]
8
360 R
320 |
280

240
200
160
120
80
40

Hardness (HV)

Positions

(A)

a ' 2 a ¢ a a a 9]
ANA 4-8 ANANULYIIALNDIFVDY (N) USLIUNIVBILUAIDN (Cover) (V) ATUIINVDILYY

Wau (Root) UpITUINUBY kag (A) USHIaY Transition Joint

4.1.3 WaNI3ILATIENIATIAT1IUNAIA 4azRan1A (Marco and Micro Structure

Analysis)
4.1.3.1 wansaaeulaseasisamnin (Macrostructure)

naN13m539lATIAImNA1A (Macrostructure) Lileggudnynznsvasyazansye Ly
L%aml,azﬁmmws'aaﬁmaLﬁ@hﬁ@ﬂlﬁf@y Fauanslunini 4-9 (n) (St-J1) uag 4-9 (@) (St-J1)
dmsuuudeumanndimsusuaansaiudnvuzussvesudeuinnsmasuazaie
Uszanudniuiaggulaidusdsduazanunsadunaiuuinunssnuainaauseu (HAZ) 14
Farau usazwunisunslaanysal (Incomplete Penetration) fiudausinuuiidien Tudou
vowuudenargiidoumuiniinseinia (Porosity) $1urwsnn Seenadianmmnainaiuiy
Tuanmundesuinaivhnsideuvieaunmusiandon fuaaslunmi 4-9 (a) (ALJ1)
Ly 4-9 (3) (Al-J2)
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7 ' @

AR 49 A mghelasaas1snn1ATD LT e (n) St-J1 () St-J2 (A) Al-J1 wag (3) Al-J2

4.1.3.2 nansIEeulaseas1egania (Micro Structure)
N5iAsIERlAsaieanIaflendetanssAtriiauas (Optical Microscope, OM) e
MN15ATIEULATIET 90T UM UNAFR U UM TaRg 1M (Base Metal) UShaINANTENY
neeueu (HAZ) wazuinanilolion (Weld Metal) vostusudiomnanndiasuay EH36
wazezadifloy 5083 Tuamil 4-10 ludrumidnndiasueu EH36 laseasisqganiaiilad
anwaglnalAesiuluniseanuuusessens 2 wuu luileTanguininszaneiivedlaseasig
wWeslsd (Ferrite) wazifisalas (Pearlite) saufudszana 20% voefiuil n1stusogi
sasaluwn HAZ yihliianisasuwlasdulassasrwaudnwazamuismules (Lath
Martensite) J3019dwnanof1ANLlwazauUse diuludseunumlaslsduuunedn
13 (Acicular Ferrite) aunazidundulassaddn Insfidnvazduwisdunazliadnaus
= Ia [y & o o « v a 1%

FIrAIninNgnsINsEuimnegluszauUunans lunmd 4-11 uanslassasisqaninves

a dgll (% dgf a a v I P . a 5
vaiifloulullelanguuaviieweniianuvaziluinsuing1 (Elongated Grains) Seesialu

a Y =~ y A o oA = = v a & o
WAL wasiilassasueinszaredunnniidisSeuiisuiuuium HAZ wenanil dany
SN3U (Pores) Tulun HAZ Faustfisrnuldauysaliangaafienafinandsunuauiounld

Y 9

whluviTennauivesian Fe1admasiennuauysaivenisweulng iy



Ml 4-10 awenglassad1vngganIATesLwITeNmaNNAIAISUBY EH36 USh
(n) Yang1u (¥) HAZ wag (A) tadeu

vUNeLe F=Ferrite P= Pearlite ML= Lath Martensite

(@)

A 4-11 amenglaseainamnaganiavesetargiiiiluy 5083 Usin

(n) Jangu (V) HAZ uag (A) Wodey

U8R EG= Elongated Grains Po= Pores

66
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lunmsiinseilagldndesganssaididnaseunuudeinsin (SEM) Nfndae1e 1000

A a ¢

WL 831AT18Y 51882 uAR1U8IUS A TJ 1aetiun15ns19aauusS namannaIalsuay

a

svgiliflon uavdusesrovewnan/exgliien lagldmvuadumisnisnageuduiug a b

Y

WAL C MUAITU MUNLAAILUAINT 4-12 TUNIWA 4-13 (0) LAAIUSNALNENNAIANSUDUTN

<

Unnglassaianesliiddideeu uaslilassasiaiisaladdwunszanediodidugny Turae

q

1 ¥ £ 4

Ushaergililonluning 4-13(v) wuinsunSesiigagnlukuiidunse dgnsureudinioy

9

Larn19nsyreiivedsind uievuldntes dmsuaini 4-13 (A) USATEERDYEN
Bimetallic Transition Wuduna1s (Intermediate Layer) fiddvaslassadsuansinaainile
Tanggursaososnsdainy Winuvauvestudnanddmifdiliausassyszanlden
Faru wazaainusnaiensdiasusynauszwindany (Intermetallic Compounds) 3

AMULUTIE WU FesAl 159 FeAl agju‘fluﬁi’wmumﬂ

] v fa @ ! a ! <
AT 4-13 AINAINNARIANTIAUBLANATOULUUABINTIA (SEM) UTHIMUUIABUDITUITY
Transition Joint #1 (n) AMuwidnnd1a1sueu () duezaiiiley
way (A) USusesdelavedesiln

VUNeLe F=Ferrite P= Pearlite ML= Lath Martensite EG= Elongated Grains
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NANISILASIEI EDS TUUSHUNYININISRSI9a@0UA8 SEM AUkandlunIng 4-14 1ae

ayunalilumisnedl 4-1 nudnlunnusnuiss Fe uaz Al Usinged lasamgluuinalay

yasuLiad (fusion zone) TA1 Al 019 74.14% way Fe 10.27% T9UTDI8NWULIDINITH

a A s [ = ¥ o Y a a 4 |
gsguilu EJiILﬁ uesAUsEnounan wasduulduvirldiianagansiegouseninlany

(intermetallic) NflAus e dwasipantfdanavesduany dnnielaneguusiazyinisie

WaNUeIAULeY (Fe drusuwmanndiansuau uae Al dwsusrgiiflen) egussunn 80% vJu

dlngy

500um

AN 4-14 GLAUNITIASIZNAE SEM

= 13
MA1919N 4-1 Naﬂ"ﬁ@]ﬁ'ﬁ]ﬁ@U@ﬂﬂUi%ﬂ@‘Uﬁ’]ﬂ

Spectrum 4
+

Spectrum 5
+

Position Fe Al C O Si Mn
fuit Fusion zone (i) 1027 7414 864 695 - i
fuidhuezgiiien () 5.4 79.02 1013 545 - -
Nufgumdnnarmsuou (am) 81.31  9.61 806 961 027 075
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4.2 NANMMAABINITITEY : NansEMuvasnslouday (Repairing Weld)
MUNFINTNAABINTSIEeNTUY NR R1 wae R3 $1u7ustias 2 31 3oudesudn
Funuimmaldgnasaaeunmn i wasnaaey Tagldsuunuansmnaesldfadeluil
4.2.1 wansnsiadeulaglavitane
Tun1sasraaevlaglivhaty uuadeuusazuun wiadusumdnndinsveu uas

availilonnniua NR R1 wag R3 lagniwusveliioanuazainuazanugnasduiugily

Y Y
NR-St-1 NR-Al-1 NR-AL-2
|

| NR-5t-1-A ‘ | NR-5t-1-B | ‘ NR-5t-2-A ‘ ‘ NR-5t-2-B | | NRAl1A| | NR-Al-1-B | ‘ NR-AL-2-A || NR-Al-2-8 ‘

|

l R1-5t-1-A | ’ R1-5t-1-B | | R1-5t-2-A ‘ R1-5t-2-B | | RI-Al-1-A ] ‘ R1-Al-1-B | | R1-Al-2-A ‘ | R1-Al-2-B l

AR5 A9l

[#
IB]

1

R3-5t-1 R3-5t-2 R3-Al-1 R3-Al-2
— ]

| R3-St-1-A | ‘ R3-5t-1-B | | R3-5t-2-A | ‘ R3-St-2-B | ‘ R3-Al-1-A | | R3-Al-1-B ‘ | R3-Al-2-A | ‘ R3-Al-2-B |

4.2.1.1 Wan1InTIvdauUmsaIun’ (Visual Inspection)
nsmsIREaUsBanm (Visual Inspection) aglidmsunisussiiununmsesidenly
SnwamAeafufunsaasadesiu lunmsnsaseuiiufinvesis 24 wuaden wuinfiswsu
An (Pore) aunalailAy 1 1. UsngTuiiuuadon NR-AL1-A R1-AL-2-A R1-AL-2-B R3-5t-1-B

LAy R3-Al-2-B §9H1UALNQ9TU1AS5 U AWS D1.1 uag AWS D1.2 luungifisesuin
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(Undercut) Usmngiuiluuiidon R3-Al-1-A uag R3-Al-2-B JaflaniAiu 1 uu. 3alariuinusd
1191 AWS D1.2 Tnsuwidendunimasegluaning lunusesunnsadla o
= < 1% ¢ P ey
LWITRNWANNIIATUBY kareyaililuuves¥uaunaaey NR R uaz R3 uandlunin

i 4-15 4-16 uay 4-17 uSU

AW 4-15 LLu’JLG‘?fam%umumaaU NR (n) NR-St-1-A () NR-St-1-B (A) NR-St-2-A
(9) NR-St-2-B (3) NR-Al-1-A (2) NR-Al-1-B (1) NR-Al-2-A way
(%) NR-Al-2-B

AW 4-16 LL“LJ’JL%E]&J%HQ’MVIG]?IE]U R1 (n) R1-St-1-A (¥) R1-St-1-B (A) R1-St-2-A
(9) R1-St-2-B (3) R1-Al-1-A () R1-Al-1-B (%) R1-Al-2-A .a¥ (%) R1-Al-2-B

D

5 , ’ - . ; oy TR
aidiaPasg g 5 VR “ PRSI - SVIREREE § €8

2y

(1) R3-5t-2-B (3) R3-Al-1-A () R3-Al-1-B (1) R3-Al-2-A lag
(%) R3-Al-2-B

N1IATIRABUTUNTIVDLUUNTY LAvIN1TdUnTIaBUILINYITo8IWeY (Leg Size) lny

8 Y ) 1 N & =~ o [ 13 1% 3 = =~
LﬂU‘UEJQ{IJﬁLﬂUF’]’]LQﬁ YUDNYNAFDALLUILY DY FIUTULKANNAIAITUDUNIUIAUITRYLYBUN 6.7-7.9
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wy. (Atede 7.10 uu.) diuergiiieuivuinvisesilon 6.2-7.4 uu. (A1ade 6.86 Uil.)
Tuvaeilugiuvesmuyuresseeay (Weld Convexity) ansadalafia1sindn 0.1 a.

Fadulumuanmsgiu AWS D1.1 wag AWS D1.2 auiikandlunind 4-18

Leg Size (mm)

NR-1-A NR-1-B RI-1-A RI1-1--B R3-1-A R3-1--B

AT 4-18 vwnusesidey (Leg Size)

wanaINt Aendwihnswenlinuirunudouiiniglne (Distortion) VoduHLIas

g1 dwanslunmd 4-19 Tneidunansznuannisveeiuazuasivedansilasuniuiou

lusgninenszuiunswenyilviinnsiudsugusng uenanildionadinauiainluseninanis
= Y ¥ [y 1 < = 2/ = = & £4 = Yo v

wisnguuldguiu agelsinig fudeedinis@euns 2 AuiearwenislasuninuAy

ANA1Y (Residual Stress) Tusnuiganaandsennlunismuau Inglunisveaesilalifins

WgAn WielilkiuTang1undunfwse Inanansinyuiiuisuwdasiu wandlunimi 4-20

AT 4-19 A151ANDVBITUNUNAABS
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—
[=1

ESt WAL

Angle (%)
[ T S L P e L = T I~ = B s

NR-1 NR-2 R1-1 R1-2 R3-1 R3-2

ANA 4-20 AyuAgulUasaInnsinage

4.2.1.2 WANIINTINABUAIDANTUNINTL (Penetration Testing)
AENEINTNINAFOUFILAITUNINTY NUTMUINTEN NR-AL1-A R1-AL2-A RL-Al-
2-B R3-St-1-B R3-Al-2-A Uay R3-Al-2-B 49U51n a5unInTueanunandsunnses ndain
yhnsinvademaina Image) wuirligwguidvuiadusitugudnarasanlaiiiu 10 wa.
meluszey 1 i Fadulumuanmsgiu AWS D1.1 wag AWS D1.2 dunudenduuenani
liusingAsunnseslag

a

AINNITATIVADUAIYAITUWNTNT UL DUMANNAIANTUDY hazaraillilouvoItudu

RV

nedauU NR R1 ey R3 LLﬁﬂﬂIu.ﬂWW‘ﬁl 4-21 4-22 uazd-23 MNP

AW 4-21 msmaauammsn%mLLuaL%auﬂ“gumumaaU NR (A1) NR-St-1-A () NR-St-1-B
(m) NR-St-2-A (1) NR-St-2-B (a) NR-Al-1-A (2) NR-Al-1-B (%) NR-Al-2-A wLay
(%) NR-Al-2-B

(A) R1-St-2-A (3) R1-St-2-B (3) R1-Al-1-A (@) R1-Al-1-B (%) R1-Al-2-A Loy
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(%) R1-Al-2-B

mwm 4-23 mimaaumnmsmmLLmLsUamumuwmaaU R3 (ﬂ) R3- St 1-A (6{1) R3 St 1- B
(A) R3-St-2-A (9) R3-5t-2-B (3) R3-Al-1-A (2) R3-Al-1-B (%) R3-Al-2-A 1Lay
(%) R3-Al-2-B

4.2.2 Nan1sNAERUALTRNIING YISeNIVAdRULUUYINaEaIN
4.2.2.1 wWan1snadau Fillet Break Testing
Tunsveaeu Fillet Break Testing lnelfipouedaanadauuuszulansednd nagdeu
Fuaumadeu NR Rl uay R3 S1uiuedisas 2 3u lneyadumeimdnndiansueu 1 5y
uazsiiumaduogfiden 1 3y ausienmn 6 Fu nansAdeUNUIINERE TN INAREY
fsiunaningfveduruudn aufiuandunmi 4-24 Funumeasaninndnsuey
#INR R1 uaz R3 dnsdadvesduuuuuadenludnuusndentu wansdgaandfina

a

WD U aUT U 3 Tu TuvaeNTuauszailidenaiunsadansiuainuLdanie

Y

[

< @ da & a v = e:' a
udnwes8uan A TuUSIMAUULYDITRTRN faluandlunIng 4-25

A 4-24 Fununeaey Fillet Break Testing
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(%)

=] o = 2 < % ¢ 2 a
AN 4-25 ANWAULANMULEYNIYUDY (M) TUNUKUANNAIAITUDU Way (V) %uqqua3Q3~lLu5ﬂJ

4222 HaNAABUANINUTILUUININGSA (Hardness Test)
s & o ! ¥
N1INAFBUAUKTITUIUNAZBY NR R1 Uag R3 lagdiunisnisnagauvesniy
widnndansueu suergiliflen wasiunludi T dwansdunmi 4-26 uazlagltusing

500 nudmsuwmannaimsuau uay 100 nudmivezgliiley

(R)

AN 4-26 FILMUIEINSTUNITNAARUAMLLTIANDSAYDY (N) USNAURITDILLTDY
(Cover) (3) MUIINVBILLITBY (Root) Va9TUINUTDL way (A) USLIE

Transition joint
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230
220
210
200

Hardness (HV)
» o
S o

—
-~
<

160

150

140
130

+NR
] =R1
+R3

DH36

HAZ steel side
Positions

Weld HAZ T] side

(n)

230

220

210

Hardness (HV)
—_ [\
O (]
(=) (=]

—_
o]
o

170

160

150

--NR

Plot Area

-+R3

DH36

HAZ steel side
Positions

Weld HAZ TJ side

()

a i 2 a s = o v s a ! ‘s'
AINN 4-27 ANAIULLYIIALND IAVDILUILTDULKANNATATIUDUUILIUA ) 9

(n) RNVBIUIDY (Cover) wag (V) AMUTINVBILUITDN (Root)

NSUARIHANITNAZOUAIALLDIIL I BNWANNAIAS Ve uLazargliilloy aeldnns

WIgULBUTENINTUU NR RL kag R3 laen1sidSeumiguatseninausnadangiu (Base)

USaNaNseNuTauvemnadan (HAZ Steel Side) uasusnanansenuiouvesne TJ (HAZ

TJ Side) wazUshauiledeu (Weld)
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NANT 4-27 NISHANIHANIINAFDUAIANUTIMUITOMENNAIASUOU WUT il
finrsantagliainundafiianguueis 3 Fuau (Ussann 145-165 HY) dmsudnads an
AULTITIL LT OUVDINI 3 TUITU IFUNUIRIMAZAIUTINVOILITaNTUTA N T URUY
nenauiuegiAUszaas 200-215 HV Jamn3euiisuiuguaieganiaudisiuay
donndesissUiuulaseaiia Spheroidite Ferrite MnululiloWwouyosduany Rl Fedenalid

=) ! <@ ¥ ) o 1 2 o . & o 1 a i
AumileIninantes dmsuriAuulenl HAZ Steel Side YI9UMUIHILAZAIUIINYDY
A = A a = Y ) v L. &
WWIBN WUITUU NR Hr1aeiian Feaenadasiun1snulaseadne Bainite Tuiuau NR
Juraunannnisidudandanusindaviunans vlifianuudaiias luvaeiiaiauudwes
R3 15098911 kag R1 NilA1degan NaenndodnunIsnIzatefivedlasiasiuisalad
(Pearlite) NilAHLIUsININATT BEISARIUNANTNAFDUAIANLUDIIT HAZ TJ Side 1iu
WUIITUITU R3 UANENEA wag Fuau NR deteeian Felinadwiaduiuain HAZ Steel

Side M3nszAefvetlaTvaInisalad (Pearlite) lunmlassainaganiAviuiuy

90

e-NR
85 =R1
80 +«R3

~1
W

Hardness (HV)
-]
S

65
60
55
50
Base HAZ aluminum side Weld HAZ TJ side
Positions

(n)
a 1 @ a .4 A a a a 1 a
AN 4-28 ﬂ']ﬂ’J'mLL“U\‘i’JﬂLﬂ'e]ia“UENLLU'JLSU@NQZQZJLUEJMUiL'JMG]NG] N

(M) RIVDILUIRDY (cover) wag (1) AMUSINVBILUITDY (root)
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90
--NR
85 =R1
-#+R3

+~T4
+

-~
[

Hardness (HV)
-~
S

65
60
55
50
Base HAZ aluminum side Weld HAZ T1J side
Positions
()

AWl 4-28 (6i@)

NANT 4-28 wARIHANIINAGRUAIAIINLTRT UM UBralilluy WewTvuiiiay

(% 12 '
a

F197U NR R1 way R3 Ingluusnaniledeudisumisdt 3 way 7 Fuiuste 3 Juilalndifes
futafidania uasfidrusindanlutag 72-83 HY TuuSiam HAZ fivangiufisuniedl 4 way
6 fenauudandulndiAnstuaglurag 75-84 HY daudl HAZ Tudiures T) Adumisd 2
LA 8 Fu1U NR Haauudslugag 63-66 HV Fuau Rl SAnanauddugag 75-83 HY waz
Fuau R3 Hrrauudslugas 80-84 HV uafldnauudsidumded 2 qm’jf}ﬁ%mmﬁuagﬁ

U521 95 HV @3UALUUST 5 99987UIIN TUIUNG 3 Budanluglg 73-83 HY Tuduwes

(<

o)

ANTINNAINILS 1 5 9 Uped kay 5 199N Fuaune 3 danlnaifeaiuluyig 60-80 HY
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;f)g Steel F usion Line

280
260 ENR BRI BR3

240
220
200
180
160
140
120
100
80
60
40
0 I|| I|| I||

Positions

Hardness (HV)

AN 4-29 AranLudfianesaves Transition joint

~ ' < a 2 v s ~

INAINA 4-29 LAAIHANISNAFDUAIAINULTIYDY TJ Tngluusnannannaiansuay 7

AWVUNT 1 2 WAy 3 JUUNT 3 Jullalnamesiulaedanlugig 151-173 HV A61wnusn 4

& a 2 1 1 @ ¥ ¢ a a Ao < 1

5 uwag 6 AUlhaudusegsesEnImANNaIASUBULarargiiitluy TA1AuuTsluYae 220-

250 HV 8niuBua R1 AFuni 6 fien 206 HY druusnnes ailieunisnumys 7 8 uaz 9
Fuaum 3 Juilalndiasetulaedelugag 26-38 HV

4.2.3 NaNTIATIZAIATIETIUNAA Wa¥Yan1A Marco and Microstructure Analysis)

4.2.3.1 wansvaeulAsEssunn1a (Macrostructure)
NanIRTIvEeUlATIAsIsIMAIA (Macrostructure) $usu NR R1 uas R3 wuindnu
wianndimsuauiinisvasuazateUszaudiuiaggulmdusegrsiiuazaiuisadanaiiu
USUATENUAINANLSOU (HAZ) ladaiau uaagiiutesinsesne (Joint Gap) waylidl

taunnsesneluiiovesuuiidon mMenuezaiideniuinimasuavanglafwuiu Juau

R1 annsaiudesineseesieiiuiu wagnudaunnseadugngu (Porosity) neluuiauile

v 1
A I

Y09508F0u Fifluanslunnil 4-30 §n51n15439919 (Dilution) IognAnalaensianui
Frelusunsy Image) Tnsuuadonmanndrasuouvesdunuidon NR agj 19m51N15139919
Uszanas Sovaz 40 Juanuidey R1 agjﬁﬂizmm ¥puay 68 LATTUNUTeN R3 agﬁﬂizuﬂm
¥ovay 89 F93liiuin Srualumsidendeunienislinnuieustuinaviliuunlduwes

Y 44 = a X a & A 9 = =
PR3N30 UL NN UIABLRNIZUSAUNUNYEY TJ Auansluning 4-31 Tuuen



79

~ a a =y & g 4:4' & o & Y o o a o
U DUDLAULUYUVDITUINUNN 3 %u‘lﬁﬂﬂﬂqimamﬂi\u@EJ?uuaJﬂqsLﬂaLﬂﬂﬂﬂu%ﬂi%ﬂqm 99Y

Y

ax 47-57 dauanslunni 4-32

()

(%)
AN 4-31 5RIINI5RINVDIMNITDULMENNAIAIS UDUVDITUITUNAAD
(M) NR (v) R1 wag (A) R3
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(n)
a o = = a a =y
AINN 4-32 E]Wi']ﬂ'ﬁL"\]@"i]’NGUENLLU')lejallagquLUHNSUQQ%UQWUWG]@EN

() NR (9) R1 way (A) R3

4.2.3.2 nansaaaeulasasnegania (Micro structure)
nsnsiaaeulasiasiganialadnsldmalianisiiassiniendesganssadytinuas
(Optical Microscope, OM) n33nszilaglindasganssaudiannsauluudoinsin (SEM)
ey mﬁLm’]zﬁmﬁﬂizﬂaumaﬁaaLWﬂﬁﬂ Energy Dispersive Spectroscopy (EDS) Falg
nadwsnsATITaeuRil
NAN1TIATIEAPENEBIgansIAiuiiauas (Optical Microscope, OM) Al 4-33 ()
uansnmlnssadrsmaniavesiiuiifangiu (Base Metal) Ailildsunansznuainaauion

)4

Y9913 aNTBIUNANNAIAISUDY EH36 wanslassasranesinueaaslss (Polygonal

1% '
a A a

Ferrite, PF) uazlassasraiisalas (Pearlite, P) lngfinufin1snszangdiuszunu 20% vo4
Nuillngsau amit 4-33(2) Ieuansianguvesezgiidoy 5083 uandlassaiisdnuaziidn
811 (Elongated Grains, EG) 13842l ULULABIAY LaEN15NTTAEAvWaa1sUTENOU
(Compound Phase, CP) fflanuaziBon Tuvasiinmd 4-33(a) wananiw TJ WUFNIUY

Usnaseuse (Interface Zone) wazusnadlnalAes
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(n)

MWl 4-33 a1weng OM waeTangIuued (n) winnain1susu EH36 uax

a

(¥) pradilay 5083

Y

nan1sniusnudelouresndnndiansueu EH36 uanaisnind 4-34 Tag
F 19U NR waz R3 wulpsease Spheroidite Ferrite (SF) aduiulaseasisuuy
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Spheroidite dualiuuadoufinmnuaunaseninannuudusazanamnier egslsini
n13n3¥218fAes Widmanstatten Ferrite anavtiliiAnanuszduiuluwuidon dwiu
Fua R1 nulpseadnefivsznaudie weslsdvaluuas Spheroidite Ferrite TuuSuna
TnéiAsstu Fsonadsmalvidanuinierganiidunu NR uaz R3 ogslsfinunuindgngy

[

(Porosity, Po) ns¥a1esaganntuiaguiu R uag R3 dso1ainanienignaniulusening

Y

AszUIUNMTPRNLasllauTasrueenldviunauNlans A us LAz D If

(n) ()
AR 434 anene OM neluile@enwdnndiasueu EH36 vaaduau (N) NR
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(R)
AR 4-34 (di0)

NAN1TIASIZNUSIIRY Heat-Affected Zone (HAZ) AAT UK UMANNA1ANS UDY
FH36 A99WanalunIng 4-35 WU Fuu NR Usenaunlglaseasiaulug (Bainite, B) way
Wisalad (Pearlite, P) Inenuludidulassasreainnainnistdusrludasiviunais vinlmin
n33msessvesdiuulng (Cementite) ludnwaziludus unsneglulassadraneslsd
(Ferrite) %w'wLﬁumwmﬁﬁummamﬁai’a@ wefapstinumtiaIneaums luvnzninsaladn
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NUTIUNUTNARBNSANANULTUBLASIFS198MSU Fuu R1 wulassasraanduisalas
wazlaslsaludnsidruuseunal 60:40 FIUITINNENAINATUANNSBUINNANSON TN
WARNISNsEANRIveRuUlndAuInT Ul awisuiu NR Tassas1aisalafdiinututinan v
Wua HAZ wesuau RL ldsunansgnuainanuseuniaslu dawaliinaesanlud
(Austenite) Ainduszninanszurunshinuieugnildewduisaladluluaiuindu

1% < % 1 al YY) Qy aa a d%’ a a6 6 b,
PRINLEUAY WUREITUAUTUIIU R3 ATNSNTUIIUSIafisalas (Pearlite) waznns
U51n5983 Widmanstatten Ferrite (WF) &sp1ai1iiinaindnsinisiudafigendifuauiy
WHYE18DNNIINUTNUVIULNTUY TuTUAIUITIwe HAZ Tu R3 T9SUNaNTEnUaINAL

'
v

SouguarilidnsnsumiiisaTunds NR wag R1 wena1nil Ysunauiisaladlu R3 SA1getu
1 a o o = a (%] ‘: a [ 1 = 1< A
pgiidpdAg g Ui UTUIUBU(BRTIEIUUTENIA 80:20) 9919 TUNALIAINNITLY O
P9 3 59U Vi bnlAsIaslasuAuSaud anease daaliiianisiasualuilusam

TudannduazdusnanduisalasluuSununuindu
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(m)
mwﬁ 4-35 aneng OM nelu HAZ ﬁLLviumﬁﬂﬂéHﬂﬁwu EH36 maq%umu
(1) NR (0) R1 way () R3

a a £ Aa X 4 ! a < t%4 s
NUTIUNANIENUNNANUTOU (HAZ) MAGUUN TJ @IUUIHIULNRANARIATITUDY NANT

1Y 1
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FATIEANTUIIUNE 3 NUIHLASIEs 1L Rsalas (Pearlite) anunulaseas1saasoasn tas
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AW 4-36 nwighe OM ey HAZ 71 T) veaduauln) NR (3) R1
hag (A) R3
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A 4-36 (si0)

A a Y Aa X 4 | a < Y s
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o & =~ 1 o v 1 a v a d' 1 @ v s
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o

[ < o a =Y 4 =1 3
8951 9duiluusin HAZ 989 R1 a9n8UNUBN wanINUE@ITany Jnuvunian
(Porosity) tolunnauau Insaniglu R3 dafinanslunmi 4-36

AMNANA 4-37 LLamiﬁLﬁu‘Imqa%ﬂmaiuLﬁaL%ausuadazgﬁLﬁam 5083 @93l Lyl
a15Us2nau (Compound Phase, CP) n5A18f10gUszan 2.6% veiiuil uagnudnd snsu
wurnLan (Porosity, Po) ﬂizmaﬁaa%}lﬂuﬁi’ﬂmumn Fadudnwazinluanulunszuiunis
Wewezgilitley mmwé’ﬂmaqﬂmﬁcﬂmqa%’wﬁmmﬂmzmuﬂWiLLG‘ﬁ«%’aﬁuaﬂawwaaumm
MANNTHENAIVeISINEN (Segregation) Wagn1sazaNsIvataNTUTENaUSENIN A WU Al-

=) s A a dg” ! [ Y = dy A a
Mg 1138 Al-Fe-Si Mlinduseninan1sifuiivedsesidon uandni SNLUANUIainIn A3
YY) | P = [~ P 7 a a
andulalasuluseninmawen daduldymnnulavesluevaiifiey

L93LA18ALASIAS 1 I UANBNSENUNIAINUS U (HAZ) ANUATNS 4-38 WU Nbku
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snnnanuluillowon Tuve Muda T) (Transition Joint) Wu Compound Phase tiie
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HAZ vesunuegiltiey 5083 fUSunaunaansUsenauuInnIuTn TJ 219N gl
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galusgninmsWeudwaliianisanuanvesarsusgnavludnvaeiunnsaiy lagly
Uhauduergiliflen e1alin1snsganedivesasusenauiinnndniniuinndt Wesinlasu

ANUSoUlnensIkarilamainn1sasukUasvasnauInnIi

AW 4-37 amiene OM anelullleweergiiiiey 5083

HeLe CP= Compound Phase Po=Pores

(n) ()
AWl 4-38 Amdne OM nelu HAZ w93 (n) aaiiiiluy 5083 (1) TJ

vUeLs CP= Compound Phase Po=Pores

4.2.3.3 wansEnuYesT LN ndeudousolasiaiisganinuazamudses
e
nmInsaaeulassaiiaganadie OM lu 3 Munimdnuesdunuiden NR R1 wa
R3 fle 1) Lilolanggu (Base Metal, EH36) 2) ufildsunanssnuainaruiou (HAZ) fnu
EH36 way 3) Hundnvestosoluiiia (T) - Steel Side)
Tnenuin EH36 vemniunudinsdlasaiandnidu lnsaduasdeauuuimeslsi-

v

° = < = v o 1< [ o
NuzaaNe lag NR SinsuUnaulan Seedlauiaue Lﬂuaﬂwmsmlﬂsum

pd)}

Wisalas 7
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WENNAT R1 wa R3 finnsnisveneinvesnsudniies wansinusnadlilsunansemuain
M3douMsenIsYeNLntTn uanansann HAZ e EH36 nunsiasuudasimaudiosiuiu
msteutiniy Tng NR Buiinsuveneilnduuivasuazans Tuvaedt R1 insulpdudaiou
vedusinlassadsliadaue waz R3 fnsiasuntasegredaey wansdenisiin
Over-Tempering WazURYANY Voids YUIALaN yonaniusnadessluwia (T)) - Handn
wilerduraouarzans (Steel/Aluminium) wuiniinsideuanmifiuaiuauseunisden TneNR
flassadreasidonuuumlodlsd wuSesan dau Rl Tassadadatuuasisudnosndntios
AnainnisSesilminnnisTiaudou Tuvaed R3 nulassaidliadinane dsesunnidng
LarhuIveUINTULaTYoUINTUT LA ane FetsuendenisSuduvesnnudviongingsy

Lﬂi’w%\‘iﬁ’]ﬁ]?iﬂwaﬁﬁ]ﬂ’ﬂllLL‘?NLLNIUS%EJSEJ’]’J

Base EH36 HAZ-EH36 side TJ (steel side) above fusion line

\ 1 3 ¢ s ol
Pl | ot 5

T

A 4-39 1A59a5199801AVDIUTRAANNY dmSunistendetusukanaeiuliiingg
fFouuay (NR) NSUaulsdnianss (R1) warn159ouauaIunss (R3)
HANITNAADUAIAINNLIIAINUT U180 INTATIASINDUNEN NUINTUY NR Ten

ALTaUTN Base Metal (EH36) aglurag 158-177 HV Fsdieinegluinasiuni Tneuiiim

HAZ anumdndainuudiasduluuagn lnsnieafl 224.8 HV Ysueniianisiia Work
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Hardening t@ntaslnduuaden wazuina T (Steel Side) fidauudsanasnoglurag
147-167 HV @gvioufiinsaydonnuulsundiuntaveiniuiou

Fuu R1 base metal Fansmuuddlndiass NR udanasdndoy (147-162 HV) Aranauds
waslu HAZ dumdnanadsain NR uadawefiunsgaudandn (~214.7 HY) uanafsnisdl
Nan3zNuUaIN Thermal Cycle UndILaINAIsTaY @) farmuudsreudiend (~146-
157 HV) laiwugaigoundoudsiiaund

Fusu R3 Anuudsanasegstnauluynuinn Inseniy Base waz HAZ wanstananssnu
avaNYeIANdeUIINNSYeNTY HAZ memmmLﬁﬁqqamﬂmumwm WU 225.5 Lay
245.9 HV §eo1aiinannisanudning (Recrystallization) lalauysal nIensazay
AU ERINNsTeNrateseu e TJ Suunlduaiuudianas waznszaresaliaiaue
19 nRINANNRYSUTINVRlAssElaneiadlusoese

Tngsaumuinnisden 1 ade (R1) dewalilassadrsdansinnuudsilunasioensuls wiile
douds 3 Afe (R3) azifinmsidenaninvedlassadnmiananazauuds Insanigly HAZ
waz TJ fionvazauanuesonuazassnnulladiauelulassasns dananoaussauslngsin

999508081
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R3
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¥
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4.2.3.4 MIUATILNNUHITOILANLAZNITNTZANYEH (Fracture Surface and

ee

EDS Mapping)

W oA nwdedndangAnssuvessiauazdnuuznisuaninluui nusesideuves
Bimetallic T 3slgvinisiiasievisng SEM wag EDS Mapping fauanslunmil 4-42 fs 4-47

AT 4-42 uAnINIMUIINNTEERe (Interface Zone) vaslanvaniviin (Al uag Fe)
rounsdenden Tnenuiweuwnnsnauvedansisaesdiaay uasmnsyatesives
579 Al ua Fe Sauonfiueg egrdlsinm Tunmil 4-43 uaz d-44 uansnnAntuasusEneu
studlaney (Intermetallic) Tnenuinflwualdundinduannsldfumadouannisidoudon
fluntusaus R1 uag R3 audduegredae ?ﬁlmwLﬁmmﬂm@ﬁd“m@“Lﬁ’ﬁ*ummﬁ*@u@ﬂLﬁu
400°C Vilviansusgnavussvinlansunsidngiuiivesergfifoudsngluansysenoulansd
N13N38918A3703579) Al Uz 40-50% 'ﬁwﬁqﬁgui'wuaaﬂ']ssuaflaﬁ’ﬂugﬂLLUU@é"}&J?Tu
v3e Tongue-Like Faanunsaszyldinduma FeAl, uenani lunmil 4-45 Fusu R3 &
wunsnemaesarsusznaulanssaunisils Fe Saiinmudululsiiaziaduma FeAl 1a

L% s

WUNY UBNAINUAITNUNITNTLINYAIVDIAITUBUDNAAUNUS AUNITNALNTINI DL NAUBIANS

(%
a

lus eaonnaeeiun1siinnudsnonuuUsz¥esiuau R3 sullosainnisilegves

A15UseNaUsENINg 2 lany
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Alside

TM4000 15KV 10.0mm X500 Mix M 02/07/2025

AT 4-45 AINAITIAITIEI EDS Wanansiininla FeAl; UStasy Fusion Line 984 TJ

PFUU R3

Al 4-43 Bun1sTiesesisesunnueatusiu NR Aldiiunisideudon wudiuin
ANBAUEVENU UARIRNYENITUANLUUWTEYT (Ductile Fracture) fi588 Dimple TAU N3
N38218984516 Al, Fe uag C Tuuuins 53%, 23.4% wag 20.6% AUAIRNU WAAIIINTT
uaniniinuinusesroozgiiemdudiilvg feinisunsnfuressigisanstg uidsll

FUUTS

A =

AN 4-44 LﬁUﬁJEJLLG]ﬂGU’eN%UQ’m R3 MINIUNNSLOULRU 3 ATY NURITOULANLERS

a =

anuaziUTe (Brittle Fracture) Miiadutusgusnnninaveinsrasuvedlany 2 vila
atetniau Aefidnuusiniduunu 1 dimple W3agnsuuuy ductile N15nTEAERIVDI59
Wanadiesng C (34.5%) uag Fe (27.0%) Munsndandnlululaseasia Al (34.9%) unnninduny
NR 98 aUDNINANTENUVBIANUSOUALAUTNB19NBMNA Intermetallic ¥SaansUsenau

a A v a ¢ o & ¢ & X &4 & o )
Werdu 9 visediwwlduinnsnesudndumslundeninasveugadudadudidinaly

AinALUTIE KAZARANENNTA UM IAUNITUANSIIVDITER
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1mm

45 APA

AT 4-47 AINANTIATIER EDS nsUaninluuiusizves TJ 3ue1u R3

4.2.3.5 WNaN1SNAEOUNISTULTINA (Compressive Loading) uaga21uuds
(Hardness) Aiusyiey TJ

NINAABULIINATINIEINFauLIWanluUSItd Bimetallic Transition Joint (TJ) v®3

Fusuinliiiunisgen (NR) gau 1 A3 (R1) wazdau 3 A3 (R3) nunghnssunisidenieuss

Sanfiuandnsiuogsdniau tnglunimil 4-45 Fusm NR uas R1 Ssasannsniuusanalaly
seduiidenaliiAnnsiadanensin dadunginssuvesnisidemenuumies (Ductile
Failure) Tnefuauazdnialuuinaiilasaisesiutiosignfouinaumiio Fusion Line
susrgiifion dwmiu R3 Miunsdeuvateseu Rnmmudemenuue (Brittle Failure)

TAELANTIUAN Fusion Line F9ag11aURIAINNLUIIEUNNVIUS B UILT DUNEINIUAIUS DU

drdauvianyIny
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AT 4-48 LEPIANBUENSIASUVDITUITUNGIN1TNAADULITINA (M) FUU NR Lag R1

1 ¥ ¥ A 0 Ay v Y L%
LANBYNYT 6 AIYNITYARILAY (V) U R3 HNNUNAIBANYULLUY

awd a-a6 uanseamuudeiignwuidervinisvaaoudsuiiisufuseninsdusn
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v & 1 o Aa < A a &£ a . .
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v
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5.1 a3UNan15naaadlasiu (Preliminary Experiments) : n1swauniinaulagynaey
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saa 1

LilgvilviAanadnsnanineg nildesgdfy donuninvesuuidenlaesidlunisweudose
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rBelgiam ¥

has been approved as a manufacturer in accordance with the requirements of

Lloyd's Register for :-

»Steel Plates -

This approval is subject to compliance with the Rules for the Manufacture, Testing
and Certification of Materials, The full details of the processes and grades to
which this approval applies are given in the Appendix of this certificate.

Lloyd's Register is to be notified of any change that may affect the validity of this

Certificate.

This Certificate is issued to the above manufacturer and is valid until the date

given below,

Valid Until : 22 June 2021
Date of Issue : 05 September 2018

Lioyd's Rogister and vardents of It are treding names of Lioyd's Reglster Group Limiled, It eubsidiorios

and aftlistes. Loyd's Roglster EMEA (Reg. no. 28592 R) Is n reglstered soclely under ho Co-operativa

and Community Benold Soclolies Act 2014 In England and Woles. Reglsiered offico: 71 Fonchurch
: B

istor Grovp
i  Individually
and cofiecively, refored fo In (Ns clouse as ‘Uoyd's Rogister. Lioyd's Reglster assumes no
tosponsiblity and shall not ba atla to any porson for any losa, damago or expanse coused by rellanco
on the informalion or advica In this document or howsoover provided, unless 1ol pareon has signed a
conltact with the relovent Lioyd's Reglater entity for tha provision of this Information ot advice and in thist
cas sny rosponsibiily or isbiity Is exclusively on the larms and condiions sel out I st contract,

Al n-1 Tususesrmdiunaunieall wazAuaudiviang nuim 1

Clive Arnold

Senior Metallurgical Specialist to Lloyd's Register EMEA
A member of the Lioyd's Register group

R

Lloyd's
Register
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Plates I Normal Strenfth’ | Gradoe¥ hlokrioss MaX[iiuny’

As Rolled Fine Grain Al A B 50,0

As Rolled Killed A 250

Normalized Fine Graln Al “A) B, D, B A0}

Normalized Killed A 50.0

Normalizing Rolled Fine Crain Al A.B, D 90.0

Thermo Mechanical Fine Grain Al A B, DB 35.0

Plates Higher Strength Grades mmu Maximum

As Rolled Fine Grain Al AH275, AH32, DH27S, DH32 125

Normalized Fine Grain Al+Nb AH27S, AH32, AH36, DH27S, DH32, DH36, EH27S, EH32; 120.0
EH36

Normalized Fine Grain Al AH27S, AH32, AH36, DH27S, DH32, DH36, EH27S,. EH32, 50.0
BH36

Normalizing Rolled Fine Grain AHNb+V AH27S, AH32, AH36, DH27S, DH32, DH36 25.0

TM+Acc Fine Grain Al+Nb AH275, AH32, AH36, DH27S, DH32, DH36, EH27S, EH32, 250
EH36

TM+Acc Fine Grain Al AH27S, AH32, AH36, DH27S, DH32, DH36, EH27S,'EH32, 250
BH36 \

Thermo Mechanical Fine Grain Al+Nb AH27S, AH32, AH36, DH27S, DH32, DH36, EH275, EH32, 25.0
EH36 :

Plates " Boller & Pressure Vessel Grades

As Rolled Killed 360AR, 410AR

Normalized Fine Grain Al+Nb 3601

Normalized Fine Crain Al 460!

Normalized 6

Fine Grain Al * 3601

Valid Until : 22 June 2021
Date of Issue : 05 September 2018 .

Lloyd's Rogistor and vadants of i are Yading names of Lioyd's Reglster Group Limited, its subsidiares
and affliatos, Lioyd's Repister EMEA (Rog, no, 20502 R) Is a reglstared saclely under the Co-oporative
and Conwmunily Benofit Sociefies Act 2014 in England and Wales. Roglstarod offico: 71 Feachurch
Stroot, London, ECIM 4BS, UK. A mombor of the Lioyd's Rogistor group, Lioyd's Rogister Grovp
Umited, its otilatos ond subsiflarios ond thelr respocive officers, omployoos or sgents ore, Individually
oand collactvely, reletrod fo In his clause s ‘Uoyd's Rogister. Uoyd's Reglsler atsumes no
rosponsibility and shall not be lable lo any person for any lass, dinmage or expente caused by rellance
on tha Information or advica In this documant or hawsoever providod, unfess el pergon has signod a
contract with tho rolavent Lioyd's Rogister entity for the provision of this information or advice and in that
caso any responsibility of labiity Is exclusively on the torms und conditions set oul In that contract

il _
it

Clive Arnold
Senior Metallurgical Specialist to Lioyd's Register EMEA
A member of the Lioyd's Register group

g Lloyd's
| Register
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5083 Aluminum Alloy ~ AI5083 H116 H111 H321

5083 aluminum is essentially a non-heat treatable alloy containing 4-4.9% Mg and 0.4-1.0% Mi
strength, excellent cold forming, welding and spot welding properties, and good corrosion resis!
superplasicity, this attrartie camhinatinn nf praperties has led tn the inrreasing nse nfits sip
applications that do not involve substantial forming strains. Commonly used temper conditions

ith moderate
ocessed to moderate

in nan-strictiral
1,H111, H112, etc.

5083 Aluminum Properties

The following tables 5083 all prop Including chemical compasition, physical and mechanical properties, etc.

Chemical Composition
The chemical composition of 5083 aluminum alloy is given in the data

5083 Aluminum Alloy Physical Propetties

Aluminum 5083 physical properties are listed in the data sheet below, Including the aluminum density, m)
Young's modulus, thermal conductivity, specific heat, electrical conductivity, and electrical resistivity, etc.

Note:

105K = 10°8/K = 1 pm/m-°C
1Qmm'/ms=1uQ2m

1g/cm3 = 1 kg/dm3 = 1000 kg/m3
1GPa = 1kN/mm2

1MPa =1 N/mm2

MS/m = 0,58 %IACS

WelSQEE © HRINAIREL give you the best experience on cur website to personalize content and adverts and 1o analyze our traffic using Google Analytics.

Accept  Read Morer-wrs

hitps:iwww.\heworldmaterial,com/5083-aluminum/ 113
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5083 Aluminum Propertles, Alloy 5083 H116 H111 H321

5083-0 Aluminum Physical Properties
‘l‘)on’s‘itv,’g/cm} {Ib/in.3)

{Melting point, *C{*F)

xS;;ecilIr. heat capacity, J/kgX (Btu/Ib +°F)

1266 (0.096)
1580-640 (1095-1180)
{899(0.215)

Coefficient of thermal expansion, 10°/K (uin./in. - *F) ;23,8 (13.2) at 20-100 °C (68-212 °F)
. {

| Thermal conductivity at 25 *C (77 *F),
W/m-*C (BTUIn/hft**F)

Electrical conductivity at 20 *C(68 *F). MS/m
Equal volume (Equal weight)

{Electrical conductivity at 20 *C (68 °F), %IACS

Equal volume (Equal welght)

Electrical resistivity at 20 *C (68 °F).
Q-mm2/m (Q- clrc mil/ft)

5083 Aluminum Mechanical Propertles

Aluminum 5083 mechanical properties are listed in the table below, including tensile strength, yield strength, elongation, hardness, etc.

ASTM B209/820SM

' 117(810)
|

17157)
’29 (98) |

0.059 (36)

5083 aluminum sheet and plate mechanlcal properties according to ASTM 8209/8209M

5083
Standard
Temper
N
5083-0
ASTM
B8209/8209M
5083-H32
!15003-1H11
5083 F
ASTM B221

Standard Specification for Aluminum and Aluminium-Alloy Extruded Bars, Rods, Wire, Profil

Aluminium 5083 Mechanical Properties ~ Extruded Bars, Rods, Wire, Profiles, and Tubes

| Aluminum Alloy

{Standard |
| and Temper

5083-0
5083-H111

5083-H112
ASTM

8221
15083-0

5083-H111

5083-H112

ASTM B241/B241M

P

Aluminum Alloy and

2

LN
L AnAASAN EN

~N

= Plate and Sheet

{ Specified Thickness (over- ‘Tensll: Strength, ksi | Yield Strength (0.2 % offset),

{ through), In. (mm) |(MPa) “ksl (MPa)

0.0;-;.‘5 (1.2-40) 40-51 (276-352) 18-29 (124-200) s sdaniens
11.5-3.0 (40-80) 139-50 (270-345) 17-29(117-100) 16
13.0-4.0 (80-100) 40-80(276-550) 216(110) 16
IA.OASDHDO-HO) 238(262) 1216(110) 14
5.0-7.0(120-180) 237 (255) 215(103) 14
‘7‘6-8.6 k186~200) 3236 (248) 214(97) 112
:0.125-0.187 (3.2-‘5.0) 44-56(303-386) 231(214) 10
01881500 (5-40) |a4-s6(303-386)  [231(214) i12
1530 (40-80) 41:56(283-386) 1
.o.is-i.éé (635-38) 240 (276)

1.5-3.0(30-80) 239 (269)

{0.25-8 (6.35-203) |-

e (S r i
1<5(130) .ﬁg;,‘m
<5 (130) ::Z;[N
§<3(7o) ' »‘;SJUO

Tube <3(70) iz;ﬂﬂ

239 (270)

}Tensi!e Stre

!’ksl(MPa) {offset),

39-51(270-350) : 16 (110}

16(110)

ASTM B241/8241M: Aluminium and Aluminum-Alloy Seamless Pipe and Seamless Extruded Tube

Aluminium 5083 Mechanical Properties - Seamless Extruded Tube
We use cookles to ensure that we give you the best experience on our website to personalize content and adverts and to analyze our tralfic using Google Analytics

hitps:/iwwaw.theworldmaterial.com/5083-aluminum/
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| Elongation In 2 In. (Smm) or
4xDiameter, 2, %

Read More
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# M3 S| whnly| mhuson TwazBuanuds YO
28 TUIM 100 3. x 100 33, A3 10 1. U 6 W3 13 | u Jesues. 13y 12unal 3640 TnumBmeniiuaemng (Chemical
29 |ifinnennn w1 130 st x 130 3. ATAMUT § 1. 87 6 AT 5 Wy |osues. 5y and Mechanical Properties) lulumunnnigtu LR GRADE
11 A 2.3 1 oM 6 W 8 | u |ovwses8uu A wi¥o CCS GRADE A
31 Bty YU 2 10 x 2 T A9 2.3 3w, o7 6 wins 2 W o 2.y
~ - s— S el
1ihx 18 um 6 ums 12 | i |esuses 124y WM 61-42 S il
TN C-Chanel 119 180 3. x 75 4. ATIMUY 7 31 172 6 il 2 | vieu [osmes. 2view 1. Atuminum Sinemalimsiaiiunsiring (Chemical and
~ - > Mechanical Properties) {iulummnims H 4000
fngUnsa H-Beam 1n 17 3 > 90 . ATWNA 8 431, 872 6 W 2 | viou |esmes.2vieu fechanical Properties) uluwaarmsgm Jis H 4000
- > Alloy No.5
fingUna3cd FBeam YU 150 3. x 75 M. AT 9.5 1, 1M 6 s 1| viou [omeos. 1 view N
< - = > x Steel fqaumaRmaniiuaemang (Chemical and
fingunssndinynz gy BULB FLATS 1130 A 517 80 3. x 6 1, 7 6,000 3. 12 031105, 12y y P
= - - = Mechanical Properties) {ulumanrnsgiu LR GRADE
Angunindnynslngl BULS FLATS (018 A un 100 1. x 8 11, b1 6,000 3, 20 993.03. 20 Wiy 2 _
- : - DH36 wdo CCS GRADE DH36
38 [ingunsnidinuaisngu BULE FLATS in3m A wunh 120 i, x 8 1. 47 6,000 11 12 pa03. 12 iy
39 |rfingunsdinynisUngy BULS FLATS 1n3m A vum 180 s, x 10 341, oM 6,000 13 16 o9vs.0%. 16 Wiy
BULB FLATS in37 A 11 80 1, x 6 340, & 6,000 a1 12 o303, 12 1y
inum to steel transition jeint YLAAYNNTA 18 1, ATMUA 34 33, UM 3.0 WnT 8 09V3.03. 8 Wy
42 |Aluminum to steel transition jcint YL M mNT™e 38 L. AIUMUY 44 3. B7) 3.0 WMy [3 7303, 4 Wy
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AWS A5.20 E71T-1C Dia.1.2 mm (FCAW)



FCAW
FAMILIAR DW-100
Flux cored wire
Features: « Soft and stable arc, less fume and spattering, Welding Positions:
smooth bead appearance, and good slag removal ()
Classification: AWS A520 E71T-1C OEG 46 &0
Shielding gas: CO, - 3G downhill
Polarity: DCEP & e 36 uphill ¢
I Packaging data
@ mm Spool Drum
12 12.5kg 15kg 20kg 250kg -
14 - 15kg 20kg 250kg 350kf
16 - 15kg 20kg - 350kg
Volume mm 300w, 110H, 300L 530¢, 820H 6809, 770H
I Composition (all-weld metal mass %)
Typical Guaranty?
Cc 0.05 0.12
Si 0.45 0.90
Mn 135 1.75
P 0.01 0.03
S 0.01 0.03
Ni 0.01 0.50
Cr 0.02 0.20
Mo 0.01 0.30
\' 0.01 0.80
Cu 0.02 0.35
Note: @Single values are maximium.
I Welding parameters (A)
o mm 1F, 1G, 2F 2G 3G uphill, 4G 3G downhill
12 120-300 120-280 200-300
14 160-350 160-320 220-300
16 200-400 200-350 250-300
I All-weld mechanical properties I Approvals / Click here for certificates
Typical Guaranty ABS 2YSA, 2Y400SA, H10
0.2%YS (MPa) 510 400min LR 2YS, 2YM H10
TS (MPa) 570 490-655 DNV IYMS IY40MS,H10
El on 4d (%) 30 22min BV SA2M, SA2YM, SA2Y40M H10
IV -18°C (J) 85 27min. NK KSW52Y40G (C) H10
CR 2YS-HH
KR 2YSG (C)
CcCs 2SH10, 2YSH10

A o1 Tususesrdiunaumaall wazAauiAnIInaveaInTey

AWS A5.20 E71T-1C Dia.1.2 mm (FCAW)
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AWS A5.10 ER5356 Dia.1.2 mm (MIG)



a>aiBouagiilisu MIG 5356

Q
UIOSTIWI SV AWS : A5.10 ER5356
unaacafau

ma shwin (nn)
0.8 3. 05.7nn.
1.0 3. 05.7nn.
12w 0S.7nn.

o fasvinaafidindiiwmdnunnmiaadantavceladu $o
il wilindashunnh
o madandaiifimnna 5356 mumunrfanfausazusa
srwiau INunuBanaadidioniy
o faaudousegeniy SoliarmanumolunnSoussléd 1ao
P .« .
nnlflumndansa Innaieiooud Tuhwsiaoud

~ - widsimnaviduaaiivfion sweaida wasewamamu
e - Dusu
swazxdeodui 38l
araGouaaliisu MIG 5356
Other Al
Singie Total
s0.05 s0.15 Rem
dHuwauvmotadiudoala:i8au(%)
Si Fe Cu Mn Mg Cr Zn T Be
S025 S04 s01 0.050.2 4555 0.050.20 s01 0.06-0.20 S0.0003
Typical Characteristics
Meiting Conductivity Density Corrosion Coefficient of thermal Heat conductivity (20
range resistance 'C)
1065 - 29%IACS 2.66g/mm’ A(Gen) A(SCC) 23.7x10°¢ /K 110-150 W/mK
N70°F (0)27%IACS
(H18)

Al 3-1 Tususesmdiunaumanil uazAauiAnIInNareaInTey
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. . Current Welding Are Travel Heat Input Shielding Gas Flow
Material / Joint Name Type Current (A) Voltage Speed (KJ/mm) Gas rate
P V) (mm/min) (L/min)
St-J1-L DCEP 175 27.1 240 1.186 99% COz 18
Carbon
Steel/Fillet StI1-R DCEP 175 27.1 240 1.186 99% CO; 18
Al-J1-L DCEP 170 2352 290 0.816 99% Ar 20
Aluminum/Fillet
Al-J1-R DCEP 170 232 290 0.816 99% Ar 20
St-J2-L DCEP 175 27.1 240 1.186 99% CO2 18
Carbon
Stecl/Bevel StI2R DCEP 175 27.1 240 1.186 99% CO; 18
Al-J2-L DCEP 170 232 290 0.816 99% Ar 20
Aluminum/Fillet
Al-J2-R DCEP 170 232 290 0.816 99% Ar 20
a ) d' :s' = |
A19199 2-2 AILUINISUDULNDATIVEBUNANTENUVDINTU DYDY
» Wire Gas
Welding Arc Travel Heat 4. m .
Specimen Material Side Round Curregy Current Voltage Feed Speed Input Shielding Elow Tu'_ne
Type Speed K Gas rate (min)
(A) V) (m/min) (mm/min) (KJ/mm) (L/min)
S A 1 DCEP 165 9.7 9.8 667 0.292 99% Ar 20 0.45
s B 1 DCEP 165 19.7 9.8 600 0.325 99% Ar 20 0.5
Tond A 1 DCEP 180 26.2 6.2 346 0.818 99% CO2 20 0.867
t
B 1 DCEP 180 26.2 6.2 300 0.943 99% CO2 20 1
AS083 A 1 DCEP 165 19.7 9.8 721 0.27 99% Ar 20 0.416
NR2 B 1 DCEP 165 11CH/ 9.8 621 0.314 99% Ar 20 0.483
A 1 DCEP 180 26.2 6.2 283 1 99% CO2 20 1.06
St EH36
B 1 DCEP 180 262 6.2 310 0.913 99% CO2 20 0.967
AT A 1 DCEP 165 19.7 9.8 563 0.346 99% Ar 20 0.533
B 1 DCEP 165 19.7 9.8 642 0.304 99% Ar 20 0.467
) 'y 1 DCEP 180 26.2 622 265 1.068 99% CO2 20 1.133
1 T 2 DCEP 180 26.2 6.2 2 1.022 99% CO2 20 1.083
t
. 1 DCEP 180 26.2 6.2 277 1.022 99% CO 20 1.083
2 DCEP 180 26.2 6.2 286 0.989 99% CO2 20 1.05
NS A 1 DCEP 165 19.7 9.8 563 0.346 99% Ar 20 0.533
B 1L DCEP 165 19.7 9.8 667 0.292 99% Ar 20 0.45
A P 1 DCEP 180 26.2 6.2 225 1.258 99% CO2 20 1.333
2 DCEP 180 26.2 6.2 247 1.146 99% CO> 20 1.216
St EH36
B 1 DCEP 180 26.2 6.2 429 0.66 99% CO> 20 0.7
2 DCEP 180 26.2 6.2 286 0.989 99% CO2 20 1.05
Miysodh A 1 DCEP 165 19.7 9.8 462 0.422 99% Ar 20 0.65
B 1 DCEP 165 19.7 9.8 529 0.369 99% Ar 20 0.567
1 DCEP 180 26.2 6.2 254 1.114 99% CO2 20 1.18
y 2 DCEP 180 26.2 6.2 257 1.101 99% CO2 20 1.167
R3-1 3 DCEP 180 26.2 6.2 286 0.989 99% CO2 20 1.05
4 DCEP 180 26.2 6.2 333 0.85 99% CO2 20 0.9
St EH36
1 DCEP 180 26.2 6.2 234 1.209 99% CO2 20 1.283
B 2 DCEP 180 26.2 6.2 269 1.052 99% CO2 20 1.116
3 DCEP 180 26.2 6.2 257 1.101 99% CO2 20 1.167
4 DCEP 180 26.2 6.2 286 0.989 99% CO2 20 1.05
ALS0S3 1 DCEP 165 19.7 9.8 563 0.346 99% Ar 20 0.533
B 1 DCEP 165 19.7 9.8 487 0.4 99% Ar 20 0.616
1 DCEP 180 26.2 6.2 265 1.068 99% CO2 20 1.133
A 2 DCEP 180 26.2 6.2 231 1.225 99% CO2 20 1.3
R32 3 DCEP 180 26.2 6.2 265 1.068 99% CO2 20 1.133
SUEH36 4 DCEP 180 26.2 6.2 310 0.913 99% CO2 20 0.967
t
1 DCEP 180 26.2 6.2 286 0.989 99% CO2 20 1.05
B 2 DCEP 180 26.2 6.2 261 1.084 99% CO2 20 1.15
3 DCEP 180 26.2 6.2 261 1.084 99% CO2 20 1.15
4 DCEP 180 26.2 6.2 277 1.022 99% CO2 20 1.083
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UURns ns.

Point Location Fillet (HV) Bevel (HV)
Cover Average SD Root Average SD Cover Average SD Root Average SD
161 167 160.3 1(;3'
1 BaseTI1 | 166.5 1633'33 2843 | 170 162)‘80 1929 | 1462 1553'93 8.444 1577' 15%30 3.305
166. 157,
162.5 ) 161.3 }
195, 172.
198.1 . 178.1 !
2 | HAZIow1 | 1842 | 19026 | gqq6 | 188 | 19306 1 ¢ on | ygas | 18490 1 g6z | 180 | IBLI3 g 50,
7 6 7 0 1 3
188.5 2%0‘ 1922 191
239.8 2266‘ 240.7 2313'
3 Weld1 | 240.6 23(;'76 5.960 2%6‘ 23‘;‘96 7617 | 2483 2423'43 5.220 2316' 2367'36 3.408
241 239.
229.9 : 2383 )
2. 242,
209.9 . 240.9 5
4 | HAZhight | 217.5 | 21740 | a5y | 2200 | 22263 1 eso | 2a06 | 273 | ss7a | 23| 233 oo
0 8 3 3 2 3
24, 246.
2248 ; 2311 )
2458 2‘;9‘ 288.1 2163'
Base Mat 242.60 235, | 245.70 285.80 240, | 23010 | 1442
5 i) 2425 o st | 2 570 | 9208 | 2866 | 2 2787 | %4 0 ;
252, 236.
239.5 4 282.7 )
332, 242,
186.9 ; 196.8 :
188.00 354 | 33623 | 16.94 197.53 263, | 25920 | 1475
6 | BaseMat1 | 1904 | '%% 2081 | > ’ : 198 ! 0643 | %S 0 .
E7T 271
186.7 ; 197.8 A
238. 168.
190.4 ) 194.7 o
7 | BaseMat2 | 2002 | 19333 | 4000 | 230 | B33 | 4010 | 1807 | 19340 | 3306 | 167 | 16870 | sy
3 7 3 7 9 0
231 169.
195.4 X 196 ;
189. 196.
2344 4 28 .
§ | HazZhigha | 3007 | 33030 | 8577 [72007| 19903 | oo [T 276 | g0 [T1000 ] 19213 | ol
0 7 9 3 7 7 3
206. 189.
356.8 A 237 2
169. 154,
237.1 X 235.7 .
9 Weld2 | 247.1 | 24030 | sy | 168 | 16070 1 5 45n | 2308 | 23430 | 3979 | 164 | 13946 | 5460
0 1 0 0 7 7
T62. 159.
237.3 . 237 .
215.5 209.7
0 | HAzows 2157 ] 20843 | 1241 e | 19616 | 1316
3 3 7 7
194.1 195.4
160.9 165.7
1 BaseTJ2 | 158.1 '5%'30 1.442 158.9 162‘03 5.194
158.9 155.5
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M1519% -4 Armuudatuanuezgliflsnainnmmeasslounthaulaegiadenuufinig

na.
Point Location Fillet (HV) Bevel (HV)
Cover Average SD Root Average SD Cover Average SD Root Average SD
88.3 85.4 88.2 84
1 Base TJ 1 86.1 86.767 1.332 | 90.5 | 85.400 | 3.661 87.9 88.767 1.250 | 85.4 | 84.133 1.206
85.9 83.4 90.2 83
79 78.1 82.5 87
2 HAZ low 1 712 77.833 1.012 | 79.5 | 78.100 1.501 85.3 82.400 | 2.951 | 77.5 | 80.367 | 5.762
713 81.1 79.4 76.6
74.8 76.7 72.2 75.6
3 Weld 1 74.2 70.400 | 7.108 | 77.1 76.700 1.400 68.3 71.933 | 3.508 | 76.3 | 76.133 | 0.473
62.2 74.5 75.3 76.5
70.3 78.4 69.5 79
4 HAZ high 1 60.9 69.467 | 8.182 | 77.7 | 78.400 1.795 78.8 75.633 | 5313 | 79.8 | 76.233 | 5.499
77.2 75.0 78.6 69.9
76.4 78.4 72 81.7
5 Base Mat (mid) 71.7 77.533 1.060 | 76.8 | 78.400 | 0.954 74.6 74.033 1.818 | 77.9 | 79.367 | 2.043
78.5 76.7 75.5 78.5
71.7 69.6 80.7 77.4
6 Base Mat 1 79.7 77.733 1.950 | 70.1 69.600 | 0.451 81.8 81.167 | 0.569 | 76.7 | 77.100 | 0.361
75.8 69.2 81 77.2
79 70.5 82.9 72.1
7 Base Mat 2 75.3 76.800 1.947 | 69.8 | 70.500 1.345 80.9 81.767 1.026 73 73.500 1.706
76.1 67.9 81.5 75.4
74.9 76.1 79.5 80
8 HAZ high 2 76.7 76.133 1.069 | 782 | 76.100 1.050 83.6 82.000 | 2.193 | 80.6 | 80.467 | 0.416
76.8 77.2 82.9 80.8
77 80.3 71.9 85.8
9 Weld 2 74.7 75.367 1.422 80 80.300 1.940 70.9 71.767 | 0.808 | 82.7 | 84.133 1.563
74.4 83.5 72.5 83.9
80.2 84.2
10 HAZ low 2 76.3 78.333 1.955 85.6 84.233 1.350
78.5 82.9
87.1 80.7
11 Base TJ 2 87.5 87.467 | 0.351 85.9 84.633 | 3.478
87.8 87.3
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A1519% 2-5 ANAULTITUINUNANNAIANTUBUINNNISDULNONTIVADUNANTENUVDINTS

A 1
plYDd
Steel
Point NR R1 R3
Cover Average SD Cover Average SD Cover Average SD
139.2 148.3 160.9
1 153.7 147.3 7.39797 1344 145.267 9.71202 158 159.733 1.5308
149 153.1 160.3
157.3 191.1 206.8
2 184.5 171.4 13.6275 196.9 197.6 6.87677 216.4 210.767 5.01232
172.4 204.8 209.1
207.6 207.8 222.7
3 212.1 210.5 2.51595 187.3 196.7 10.3552 202.5 2153 11.1301
211.8 195 220.7
194.5 163.3 202.9
4 193.5 189.167 8.3865 168.3 166.467 2.75379 193.1 197.9 4.90306
179.5 167.8 197.7
156.4 1443 159.1
5 157.9 160.033 5.05008 144.5 145.133 1.2741 162.5 162.333 3.15331
165.8 146.6 165.4
204.4 176.9 178.3
6 197.5 204.433 6.95006 168.2 171.2 4.93862 172.5 176.2 3.21403
2114 168.5 177.8
216.3 211.3 216.6
7 219.8 215.867 4.16693 200.7 208.267 6.59571 211.5 213.667 2.63502
211.5 212.8 2129
192.7 215.6 217.5
8 201.7 198.933 5.40956 213.1 210.933 6.04842 226.2 221.533 4.38444
202.4 204.1 220.9
140.8 1444 171.2
9 148.9 150.033 9.84903 1474 145.733 1.52753 167.1 163.4 10.1681
160.4 145.4 151.9
146 150 157.9
10 157.1 148.833 7.27622 154.4 150.833 3.23161 157.5 156.1 2.77849
143.4 148.1 152.9
193.5 193.2 207.2
11 184.9 188.267 4.59384 188.6 187.367 6.53784 205.5 203.267 5.40771
186.4 180.3 197.1
203.9 196.3 194.1
12 211.1 207.5 3.6 195.1 197.6 3.34515 202.3 197.6 4.22966
207.5 201.4 196.4
200.7 169.5 203.5
13 199.6 198.933 2.17792 167.2 167.1 245153 207.3 208.167 5.15493
196.5 164.6 213.7
201 160.6 170.2
14 190.4 191.933 8.40555 156.5 158.233 2.12211 159.3 166.633 6.35164
184.4 157.6 170.4
238.4 186 209.6
15 227.6 230.033 7.45408 179.4 181.567 3.8397 203.6 207.233 3.19427
224.1 179.3 208.5
227.3 198.2 210.7
16 217 219.133 7.33644 215.2 205.4 8.79318 212.7 212.7 2
213.1 202.8 214.7
177.7 206.6 202.5
17 170 177.7 7.7 192 196.067 9.20072 205.2 201.233 4.72899
185.4 189.6 196
150.6 155 158.1
18 155 152.167 2.45832 150.1 154.6 4.31393 158.9 159.767 2.2301
150.9 158.7 162.3
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M15197 R-6  AANKTIT ULz TLTENIINNITT DU DATIVAOUNANTENUVDINITLT BY

LRI
Aluminum
Point NR R1 R3
Cover Average SD Cover | Average SD Cover | Average SD
64 75.3 79.1
1 63.8 63.9333 0.11547 77 76.3333 0.90738 76.7 77.1333 1.78979
64 76.7 75.6
63.6 81.4 97.4
2 70.5 65.7 4.16773 82.6 82.2333 0.72342 94.9 95.7 1.47309
63 82.7 94.8
71.8 76.6 77
3 71.6 72.1333 0.75719 79 71.7 1.21244 80.3 83.2 8.05171
73 77.5 92.3
73.8 83 83
4 77.3 75.0667 1.93993 80.2 81.8 1.44222 80.1 81.5667 1.45029
74.1 82.2 81.6
70.8 83.4 76.9
5 68.5 69.9667 1.2741 84.6 83.2667 1.40475 83.6 80.6333 3.41516
70.6 81.8 81.4
77.2 79.1 83.9
6 76.7 77.5667 1.09697 82 80.9667 1.61967 85.5 84.7333 0.80208
78.8 81.8 84.8
73.5 75.8 76.5
7 72.6 72.8 0.6245 76.1 77.4667 2.63122 77.5 77.3333 0.76376
72.3 80.5 78
70.7 78 82.4
8 60.2 64.1333 5.72393 81.4 79.8 1.7088 80.4 82.2667 1.8037
61.5 80 84
69.1 81.2 71.5
9 66.7 68.2 1.30767 78.3 79.6333 1.46401 76.5 76.9667 0.50332
68.8 79.4 76.9
57.7 75 78.2
10 59.8 58.5333 1.11505 75.7 76.5333 2.07926 76.2 76.8 1.21655
58.1 78.9 76
66.7 79.1 83.8
11 67.9 66.2 1.9975 80.2 79.8 0.60828 78.9 80.8 2.62869
64 80.1 79.7
73.6 77.1 74.1
12 70.6 71.6667 1.6773 75.7 76.6 0.78102 79.5 78.2667 3.7072
70.8 77 81.2
71.7 73.2 81.7
13 78.1 78 0.26458 73.2 75.5 3.98372 82.4 81.4667 1.06927
78.2 80.1 80.3
72.9 78.9 83.6
14 74.1 73.3 0.69282 74.7 76.8333 2.10079 84 83.4 0.72111
72.9 76.9 82.6
75.6 77.8 82.6
15 77.6 76.3667 1.07858 79.7 78 1.60935 81.7 81.3333 1.48436
75.9 76.5 79.7
75.5 77.2 78.1
16 73.4 74.3 1.08167 78.3 78.8667 2.0108 78.9 80.0333 2.68576
74 81.1 83.1
69.9 84.7 81.9
17 60.4 63.1333 5.89604 82.4 83.2667 1.25033 80.7 81.0333 0.75719
59.1 82.7 80.5
64.7 76.3 80.8
18 64.2 63.6 1.49332 76.7 77.2333 1.28582 78.4 80.2667 1.66533
61.9 78.7 81.6




a 1 < ey .
ANTN -7 ANANULNUBDY Transition Joint

118

TJ Line
Area | Point NR R1 R
Cover | Average SD Cover | Average SD Cover | Average SD
157.9 150.2 158
1 160.5 | 159.667 | 1.5308 | 151.1 | 151.867 | 2.15484 | 155.4 | 157.833 | 2.35443
160.6 154.3 160.1
179.2 172.4 162
Steel 2 170.8 173.2 | 523068 | 165.7 | 170.267 | 3.95769 | 168.8 166 3.55528
169.6 172.7 167.2
163.1 155.3 164.4
3 164.3 159.3 | 7.64461 | 152.2 | 153.933 | 1.58219 | 163.5 | 166.667 | 4.72687
150.5 154.3 172.1
242.3 305.6 234.8
4 248.6 238 13.2827 | 185.8 | 241.467 | 60.3471 | 255.6 229.2 29.6
223.1 233 197.2
263.2 266.3 162
Line 5 251.3 250.4 13.2729 | 234.8 | 242.267 | 21.305 | 294.2 | 219.567 | 67.7323
236.7 225.7 202.5
232.7 242.5 219.6
6 266.5 | 236.333 | 28.5241 | 224.9 | 206.467 | 47.9834 | 267.8 | 222.567 | 43.8254
209.8 152 180.3
39.9 25.7 259
7 37.4 38.2 1.47309 | 28.7 27.4 1.53948 27 26.5333 | 0.56862
373 27.8 26.7
36.7 29.7 28.2
Alu 8 37.8 | 37.9667 | 1.35769 | 29.1 | 29.4667 | 0.32146 | 27.1 | 27.8333 | 0.63509
39.4 29.6 28.2
40.6 27.7 27.8
9 39.2 38.8 2.02978 | 27.6 | 27.8333 | 0.32146 | 274 28.3 1.22882
36.6 28.2 29.7
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