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Welding Ductile Cast Iron by the welding process with Coated electrode

Gemini 680

qaaY WiluAIHIVL AnAdnA avudnsnls’ Sma wwndeyayn’ vauuni yansIa’ uay Uses zﬁum‘z
AU TIYTIAINTIUGNAINNIT AMYIFINTIUANENT NwuTnTin
Zanirinanandugs angimnssumans antumaluladuyatu
E-mail: surdechmaensiriphrhm@gmail.com *
Suradet Maensiriphrom * Kittisak Sa-nguansakthawron® Teerapon Keakpanya ' Charnont Moonwan'
and Prayoon Surin?
'Department of Industrial Engineering, Faculty of Engineering, Kasem Bundit University
“Department of Advence Manufacturing Technology,Pathumwan Institute of Technology

E-mail: surdechmaensiriphrhm@gmail.com *

UNANELD

mAfedifunsinnmadeuninvaemiie insa FCD 50 madenl#iBideulniihdemaidonsfundng
GEMINI 680 nszualdion 230 weuuds anusnsdng 24 Taas arudlunisiuwundon 300 dadwns/unf
Furuflouin 200 faBiunTX200 Tadumsx25.40 Sadiuns vihsusessie 30° Manaaouvdudenldaedoly
Hureulenutouiigumgfl 350 ssriwaidea i 1 92lus uazlileu wamsvaaeulnssaineqganiavowts
asadouly wuiliuandefy vsnaielansiiu(Base Metal) Ussnausiewaves wodlsd 1isalad uas
aslsinan usnadildunansenuainanudou(HAZ) Usznousiewla weslsd Wsalad uway nyldnax
Vnanileidas(weld Metal) Ussneusewla soamulud funulasy  audBiBanadiunnuudsldunandneiu
nanie Anuuduadsusnaniolanziiu(Base Metal) 370.8 HV UsnaiiildsunansznuannAuseu(HAZ)
35136 HV Ushauileiien(Weld Metal) 226.42 HV nseukazlisuvdudenliifinadelassairsganiauas
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Adndy : madeuemadeuiundnd weflsd 1isalad sommulud
ABSTRACT

This research is about the welding ductile cast iron grad FCD 50 by using Welding with Coated
Electrode GEMINI 680, power 230 Ampere, electric potential difference 24 Volt, welding speed 300
mm/min. The specimen size is 200mm x 200mm x 25.40 mm with the angle 30 degree. There are 2

measurement condition which as post weld heat treatment(350°C 1 hr.) and without post weld heat
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treatment. The result show that the fundamental structure of both conditions are quite the same.

The base metal consists of the phase of ferrite, pearlite, and spheroidal graphite. The heat affected

zone (HAZ) consists of phase ferrite, pearlite, and spheroidal graphite. The weld metal consists of

phase ostenite and dendrite. The mechanical property and hardness are quite the same. To illustrate,

the average hardness of the base metal is 370.8 HV, The HAZ is 351.35, and the weld metal is 226.42

HV. Therefore, it can be conclude that post weld heat treatment(350°C 1 hr.) and without post weld

heat treatment are not effect to the fundamental structure and the mechanical property of welding.

Keywords : Welding with Coated Electrode Ferrite Pearlite Austenite
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