s¥a=t (Fabrication)

s 1.3.50 & fom et e

awe¥ (Welder) - a=faferes & zeama (OAW, SMAW)

e w1 swiweor (Classification of steels)

IR : I A F AT A A AT w1 w7 S
o WA F T TAHTT

o T F FEF F AT F THE N ST

o faf =R & Fw e F sa=i w e |

e &7 it (Classification of steel) : &ier &7 aafisReor
g7 w7 & a6 suterfa fafis awt @ tematis fsor v
AT BT @ | SF & H 1% & F7 FrET & ary aony,
EERH, it quT AT & Iuterfa |

T T & FT G T g,
1) @+ et (Carbon steel)
2) wara & (Alloy steel)

W § Fe F¥ A= #9649 (Effects of carbon content
in steel) : & FT FTaT T9T AT H Fereng F = § afwiva
farer St e & o Fraa uw dgE fafa & etar 8 | e &
Fifed faviaa s F3 % fou FET d@ U agd aeaqr
o BT 2|

FE9 (Carbon): F1ad, & FT agd "edqU HeH ST & |
fafers s/goTd & #1aA e & AVS F ATHALT FT AT B
STAT &, TAT Sy SN § A% F3T q9q1 Agd AR
START aATAT | WA & Fa ad | o fAferar & & &
srforerest § WY SidT IoT &1 ST & | AT F AT 0%
3% fafws s fFe o &1 (|t 1)

HTEE FTET q9T A HT agd FAA 38 faeor gt & Frew
FTe T 0.006% AT | I8 TH ggd 7 quT a9 ueF
giar 21 (Fig 3) Telize # %xTge 9T HHT=IEE #1 THAT T=Xd
gl 2| T8 hfide TaEY Talze F AfF werga andr 2|
S-S FET dA qgaT 8, qAifed dvaar # off gfa et
AT TG A G qA7 FSAT | ghg et 2|

e 1
= qE FEA A T & IETETI
e AT T AT 0.05% w0 forftrer aufaen, &7 g#t, @vamTs are &9 & fog =9
3T WIS & qTaT HET LI 0.1% 0.15 AT HIT TSt 990 S7 ATH a1 & forg 3fie,
qqdT AT, B a9 HUd Iq
Arges &t HTaT T e 0.15% 0.3 AT AT A THAT B, AIAL L, TS
T FAT &l HTET FAT = 0.3%0.5 FHRAFE BIoT, g
0.5 0.8 i f&m, sraa sfar!
3= HAT A ATaT FTET & 0.8& 1.0 Feolt fBnT, w1 w7 wga St |
1.081.2 T, fer, ao auar s=arn|
127 1.4 H’éﬁ?ﬁ'ﬂ@r@lﬂ(ﬁﬂﬁ)

Fig 1

FERRITE % PEARLITE i ECEMENTITE

900 —

750 A~ - 300

600 —

ULTIMATE TENSILE
STRENGTH N/mm 2

- 200

BRINELL HARDNESS

- 100

100 + —10
F FERRITE ~ CEMENTITE

PEARLITE

0 F T T T T T
0 0.2 0.4 0.6 0.8 1.0 1.2

PEARLITE %

WLN135011

198

agfa & F@r o g%ar & f& 0.83% & Wt #Faq A &
dAeTEe 899 «9 & forre T8t ehn afes fwea dare &
A-I FETE ) T w0 F Fewe S qq T amed qur
TARIAT T TSTAT & AThT F1aT & 0.83% & 3 oft F3ear &
gfg s = |

g F-T S g&ar & & a6t & 0.83% #da a¥ stferswan
qrrE TET-d 99 & FT GHeF Ord: qeige ot |
sfiferT ferfa & #a=T aroee 9% |reT #d & & §i9 ger
geF i g |

— %xrge (Ferrite)

— #WwrEe (Cementite)

— varse (Pearlite)



w¥a=t (Fabrication)

s 1.3.51 & fou st R

awe¥ (Welder) - a=faferes & zeama (OAW, SMAW)

= e ®w aan 7ew e ®w @ deen e (Welding method of low carbon steel

and medium carbon steel)

IR : 3F S & o § oA At w6 w1 A g

o o T WS TUT TAR FEAA LA Fe ATA9T AT FE qaT Tohat

o o FEE Ao 3w # e i s ® gw wogan g

o o A & F deea W Rl ®@ | a= .
o WA FHTAA WA & A2 % (7T qHAT FT T@qT Tt |

T ATET FTa 9€ & forad Hrd &1 et fosor giar & | & d
HTAT H ATAT, TAH FS AT, ATHE TAT qFAT &t FFf=a wedr
g | e foraer stferss g, &er &Y a=ar & &9 gnft

FTAT AT F1 ITH F1IT A7 TfAwd & FFAR g fHar
ST @ | I fAw, weaw qur I #red & el ST 2|

e w1 & (Low carbon steels): 5 et Fea I
(T¥T®) 0.05 & 0.30 ufeora & i it & 3= e #rda &
a7 gg el w7 ST & | 37 a9’ & i, a a9 awadr
& #ofieeT o =i & 9T aes g 57 Awd 2

Jeea aww (Welding technique): 6 mm a= ammad dais
STgAT Bl &1 6 mm & FIT geaS dddlsw B agar o
ST 2

fAFTeT qAraT < S % e 2.01/ G -1, # 95 & % oy
garar @ &1 (i & 7€ Fig 1 &t 39)

ST T FHT : g STt H Iranr = s
TR FT JINT: FAHT F ATIRIRAT TEL &tdl |

qEFITETe : ATAHr fheT FHITI THT & T Tratehar Tat
FoTTa €| o1 @TE Ft Sie fFAT Post heating #t strawasar
& & 2l

AeH FeA @ (Medium carbon steel): 37 &t &
Fraq ¥ 0.30 & 0.6 wfowrd dF sfar €1 F wsga q°qT F3
gl & AT I=AAL FIE dcd & BT IAAT qLAdT & dee Tl
fFar o aa @, R avear & f s &l gad
AU TEAr gt @ 5 d &9 F smgum a1 fiw 7 A9
qihe 7 a9 1T, FAIfF T8 T, 3o F FAAL Fd 2 |

3eew uikan (Welding procedure): sifarisr wemm s
AT HT deed qHAATIa® AT T e faeft wfeg & e
ST AT & ST gg Wit F AT o1g F F 160°C & 320°C
% qd T (et AT FHT aF) e S =R | dwT g1
BN & T9ETd, 97q % forg T LT Ao & srgey e
FT ATTTIHAT BT & TAT I LT & AT 1T &

3T B & TUAT, AcS H TR (HAT FTAT & AT TS J A4
TATEAHE % forg STi= A St 2|

we &7 fFAmT s (Plat edge preparation): Fig 1 # d<<
6 9 atet warf A Aters W AR X U @e #
AT FF AT TAT 2|
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I= FHaT 3T H 0.6% A1.2% Ha SiaT | 57 THT H
e doed AT A& AT €, FT F e arg A dw &
T I LT HidT aiar 2|

3 wikar (Welding procedure)

e 350 T aret =y & fafse wremat % o T a =

FT THT, AT A5, [IF ST AT3A, et & (o=, qreviy 1 &

&t ¥ €|

e & a1 R & o AW FX a7 I o § a2 )

SATEAT & X I & Y T Hieed 98 & 18 1.5 mm & fiax

T T =T IIET H AT & 80-90° & Hr 9 9= | (Fig 2)
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it 1

WLN135112

3 AF &, [F B A &a i a1 § e amode 97
fraerdt 8, ot yarfed &F @@t € au7 99 I8 WA Sl ©
ar, ag & @Et & 9| Fig 3 mm A grg & forg e
TU AT a9 % WS & guran 2|

UICAES LERIE q= Tiw # = mm | wow " RF T
1 mm IR CT IR ar ag 20 1 1.2 mm
1.2 mm | faT ar a9 20 2 1.2 mm
1.5mm E fT ar ag 25 2 1.6 mm
60°
3mm % ///// K/;\?& V . ar T 45 5 3mm
Fig 3 o0°
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SATAT % AT FI0 % I6 [TF DS & 1@ g4 39 A | = &
39 82T gU 30 AT § YT d¥E 8™ AF Ak o AT g/ 9=
# e gait & forg daw w9 2|

TH A FT AT T AW & 1WF 3T F BRI aga At
FOAT AT AT aqTf q¥ear | g aT T Y TanE |/
=T A |

AT N TH TN A U FL qGT AR do@d & = alieh e
HTol I FHAT F TATT il =<@=T ST T |
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