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Effects of factors in flux-cored arc welding process on the structure and hardness of

900A grade railway track
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Abstract

This study aimed to investigate the effects of repair welding process parameters on the structure and hardness of 900A
grade railway track using the Flux-Cored Arc Welding (FCAW) process. Four types of filler wires with different carbon equivalent
(CE) values 0.684, 2.233, 4.600 and 0.743% were used. Prior to welding, the rails were preheated at 150, 250, and 350°C, followed
by welding with 1, 2 and 3 passes. Heat distribution was then examined using a thermal imaging camera, which revealed that
heat propagated radially outward from the weld center. The structures of the repaired rail sections welded with all four filler wires
consisted primarily of pearlite and ferrite. Preheating at 150 and 350°C resulted in insufficient fusion between the weld metal and
the rail base metal, whereas preheating at 250°C produced better metallurgical bonding with no visible boundary separation. The
hardness results indicated that lower preheat temperatures led to higher hardness values compared to higher preheat
temperatures. Additionally, Regarding the effect of the number of weld layers, the hardness decreases with increasing layers,
and the overall structure becomes coarser. Statistical analysis further indicated that the type of filler wire, number of weld passes,
and preheat temperature had significant effects on both the structure and hardness of the welded rail steel.
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Figure 1 Equipment used for welding.
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aadaN N I NI EeNTaNs1990 W luanudda A AN A AT NA1UIL 4 TR NRFIBNANNIWAH
WANANAY 9N AN AN FURTAE LN (carbon equivalent: CE) WANANAUAIELT AL d9NARBANNEINITD
N2 T NLaTNITLANFIIANEUAINITTEN Tnsa N1 A WIS FIdNNIT (1) WazadATaNNdUNANNLAR

A4 (Table 1)

CE=C+ Mn/6 + (Cr+ Mo + V)/5 + (Ni + Cu)/15 (1)
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Table 1 Chemical composition.
type C Si Mn Cr Mo Ni %CE
welding wire a 0.210 0.680 1.530 0.290 0.500 1.710 0.684
welding wire b 0.380 0.540 1.650 2.220 0.450 0.900 2.233
welding wire ¢ 0.190 0.650 3.720 15.60 0.930 7.970 4.600
welding wire d 0.150 0.600 2.000 1.300 - - 0.743

A7 (Table 1) wansdounann1staiaoadanldlunisidesdansisnuivduanmannguid
d

PFnuafueugeuaznguiidiniusnnanauge sedsnaliAiarfueuiiauinaesadniden a, b, c was

WinrL 0.684, 2.233, 4.600 kaz 0.743 Llafidus muasy

o

71990 A ldluuddaiiAesesn awin 100 deud muuinsgau UIC54 Grade 900A Tadldaunas

N19LAR A9 (Table 2) HA911819 500 HARLNAT QNLATENABEILTOMAUIMUNDANA8IN19ANUIaAENNITA

Iiduseslnaldipsesin (miling machine) JUNSNBLUALNAMNEIITUIA 100 HARINAT ALINAN 10 HAALNAT

UAZHTAANTIINNITONATNUUIANENITBITNE A9 (Figure 2a) WAZANHULIRINI DTN LLNNNMARadaanty

A3daN 1, 2 WAy 3 Fu Aa (Figure 2b)

Table 2 Chemical composition (wt.%).

C Si Mn P S Cr Mo Ni Al Cu \
0.712 0.300 0.752 0.011 0.008 0.035 0.007 0.011 - 0.007 0.001
1 4»0
welding 4p°
‘ .
wire He
l 1
base
(a) welding direction (b) layer

Figure 2 Specimens.

nszusuNIsd@andans el Buainnisinaauazanasaeutlsan aantuliaoufauinagusa

Aoagungi 150, 250 Az 350 aeATAITE wWaziIN1a@eN 1, 2 ua 3 Tu tnaldsvavansn 1-2 Hadiuns

nazud TN 220-230 wanulF wazAN3lUNTTRNAN 3 NARNATADAUNT A4 (Tables 3-4)
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Table 3 Welding process.

no. process picture
1 clean the workpiece by scrubbing it clean with a wire brush.
2 the workpiece was preheated at 150, 250, and 350°C, specifically at
the rail head located in the center of the test piece along its length.
3 welding was performed using an ABB IRB 1520ID robotic welding

arm in conjunction with a Lincoln Power Wave R450 welding

machine.

Table 4 Welding process parameters.

layer preheat (°C) arc length mm) current (A) travel speed (mm/s)
1 150 1-2 220-230 3
2 250 1-2 220-230 3
3 350 1-2 220-230 3

o

o = o &
AENITNARDUTUINU NANU

1.

2
3
4.
5

nMIMIRdaLNITNIZANEANSaL I TaNARENABItNaN TWAINT R AINNIMTFU ISO 18434-1

. NNINTIANADLANNANYIOIUDILUITAN AU IUNINTN (PT) ANNNIATIIU ISO 3452-2

. msmwmu‘lﬁm\m%m@mm ATHNINTIIU ASTM E3

NNINARALAINLTS AINNIATTNU ASTM E384

. M3AAEYmegdns ee 1 llsunsn Minitab 2017

o 2 a0 X 3 o 2 [ < o . < o =
NITAATUINUNARBL sl,umufmaumfaﬂ’lmmimmumummmm”l,amw (wire cut) Wwatlasiunansznun

Anannanuienluanzinnanadinansenulnanssalansainauazantiinianazessemnll Fwanulaonumn

10 {HAALAT AYNNEND 70 NARLNAT WATAIINEGS 25 NadLNAT Ad (Figure 3)
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(a) cutting

(c) cross-section (d) hardness testing position

Figure 3 Cutting of the test specimen.

HANTINARBINITTNT1990 W TUIA 100 Uaud muN1msgI1u UICS4 Grade 900A Aa8n13idas
e s . L X
wUUNANTADT LamInall
1. wanNIAIIRdaLNIINIzantANiaulurusdan TnaldnaadannanInAINTaY infrared camera

T FLIR E8 WanagaunIsnIzaeANFaulu@en fa (Figure 4)

E ©1115

1301
. 06/04/2023 18

1421
25/03/2023 15

(c) welding wire ¢ (d) welding wire d

Figure 4 Results of heat distribution inspection.
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qanAuazantiEnenasteliitd1Any (Zaw & Muangjunburee, 2023)

2. NANITATIAABLAINANY TOIUBIUUNTANAIUANTUNINTN (PT) LNGFATIAADUAUNWIDILLHY
YaguidaNLariudunszusunsdadulynudunaunaznannisden TUABUN1IATIAFALEFNAINAT
NANAZANATUINU ANNTUN A TUNINTUAILLLTLMU TN I LA LN TN UANTNTIL AR TUNINTH

‘ﬂl 1 E% =S £ o a v 1 dl s dl
wassliansunsninluadlldeusinudaunndasresuundon Nan19RIAaLAINANYINIIBILLILTEN

FedTunInTN (PT) A4 (Figure 5)

Figure 5 Weld inspection using penetrant testing (PT).

a1n (Figure 5) LAAINIIATIAADLLUITANALAITUNTATN (PT) NUINANBULAITUNTNTNNNUAILU
d' = ' = PP o ' A = P o o
wuadaniiudusssau lidqnladdusaduuansduundaniinoinanysal Usaainsasunniin saasa gwgu
dl ] e A £ 1 dl [~ $% U
nsuaansand ldanysniisadeunnsasineslimiusoaniilan
3. nan1Ingageineaingqania
N72U91N1TNTA80 L IATIA519ENAINN1TTARQENTEAN NI LB 200, 400, 600, 800, 1,000 WA
1,200 ANNANFU ANTUTARQEE A NUAIALAZR Alumina 2108 0.05-1.0 AU LAz pAdEdNTazaNs Usznausnas
n2aluman 2 lefidusd wazianiuaa 98 lafidus Inalsuing anntuinduwanldnsagaulaseainesoe

ﬂﬁ"ﬂ\‘i@g@m‘?ﬂﬁ(optical microscope) WAYHANNTAIIRADLTATIATG Aa (Figure 6)



RMUTSB Acad. J. (2026), 14(1): 269969 8 of 17

ferrite

pearlite

(a) welding wire a (b) welding wire b

ferrite ferrite

pearlite

pearlite - -

(c) welding wire ¢ (d) welding wire d

Figure 6 Microstructure.

a1n (Figure 6) nannsnmadavlnssainemesiuiu nudn sesnlwiidnunndestdesillasaiomn
Usznaudas wsaladazidun Teilgnantfduanuuduazarunsaduniunisdnuseldnuazasles
1F0U1aUN3% 1 W95 lH ANwTien (Poolsir et al., 2021)

NN3GUINAEIGUNAN 150, 250 WAz 350 B9ALTALTA raunsiendaalianeuslnsaiieeesnln

AENRINNTTRNWANFANGTY A4 (Figure 7)

fusion zone

(c) 350°c

Figure 7 Microstructure at the weld - rail interface.
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31N (Figure 7) wAASIATAFNLTMLWITaNTaNT 990 I N uN19guAEg MR 150 aAnEaLTe

oo L &4 4 X e 4 Y o . - X
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4 b4 M v 4 4 L
AUY09771970 IE9AANTe9aN N I IASURAN LN UAINNTLLIUNNTTEAN N1TAZANEUDIAIALTANLAZI I AN LAND
o [~3 o K ] d’i’ = o Y o 1 -=i ] 1 v a
nandanisdudaasliannmiduiamaniu aseduiunudnssn I ARIun19guA g H 250 @961
AL d AnHniEnIgfasEuIauTaNuazilesesn iAo anysnfatinedniay iadanivassail aaunsn
waansaNiulMmiued9h anusnsasa liiiunsguanegungd 350 avA@aliaa Ansuen1ssenessonsa s
X oo . v X 4 X e e 4 Yo .

Whntiapendulaanulsanniunaaaiuo@anwaziiiesan uan aananniuasinedalaudanana iimiunaaaw

4 X oa e .z o na . N - .
awnsanauiuiaimaiuresianisaasiinle ananuuanswaestasiasesesnlnifnamaenazany (fusion
zone) NMEnaINITaNardinalatnsaAaaNtRN1anaa8931990 Il

4. HANNTVAGDLAINNLT

HANINARALAINUTIMINNIATTIW ASTM E384 TnemuuastumidslunismageuniniiudiAnysie

v
a

nsldauAeLFaMnaeNazaie (fusion zone) UTnninsznuieu (HAZ) uaztidionlan g u (base) 10971311

o

AaBE19914 3 T NaNNIAgaLANLIN A9 (Figure 8)

300 - 300 -
150 1= 250 M 350 150 1 250 P50
250 250 [
I
— = T i I - z
- = = 200 4=
g 200 - g -
g 150 2 150
© 5
(;v 100 4 E 100 4
50 4 50 |
a b € d a b c d
welding wire welding wire
(a) single-pass weld (b) two-pass weld
300 -
250 150 [ 250 M 350

hardness (HV)

I
200 {F F : = I
150 - il
100
50
0 —— —T— ——
a b c d

welding wire

(c) three-pass weld

Figure 8 Hardness test results.
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Q7N (Figure 8a) NANTINARELIAMNLIUUAITEN 1 T3 TuuRtN U nTaNsea A TeNTia a Wausau

fauNN9IaN 150, 250 way 350 A9ANTALTE ANUTIRRY 211 .86, 208.14 way 204.71 HV ANNANAL AT

©

UINUANIBNNITTONFILAIPLTONTRA b AINLINRAL 222.14, 216.29 KAy 212.00 HV AMNAIAY 195LTNU

=)

fiiunsdeudasatnidenadin c Anuudaede 191.43, 185.71 Waz 183.86 HV AuaNAL FTU Y
nadendasadaidentiia d mwuﬁqmﬁﬁqﬁqm 236.43, 220.71 uay 220.00 HV ANNA1AL

a1n (Figure 8b) FaNNENAgaLANLEIL B aN 2 Fu TN d endaean @ enTla a WAnuden
Aawde 150, 250 LAT 350 B4ATAIE A ANNLTARAt 205.43, 214.29 UaY 207.00 HV AMLANFL FmsEY
fEunaTeusrsatAEeNTiin b AcuLTaeds 222,57, 213.43 uay 206.71 HV ANLEN LA VILT U B
MaEeNgaLaInEeNTHn ¢ ANLT AR 189,71, 184.71 UaY 178,57 HV AIudIsL RN LT TRISTTARERPYC AoY
freannidenTiin d Anuuialedn 234.29, 243.57 uay 228.57 HV AnuadLl

a1n (Figure 8¢) NANNINARALANNLTLLLN dau 3 Fu TunFiunnsdeudiandentiin a Wanudeu
Aauldan 150, 250 WAL 350 B4ATALTE AINNLIIRA 21457, 21157 ua 207.86 AAMFUTUIN UL
nsdandasatnidenTiia b AdnuuTaadn 197.57, 203.29 AT 200.86 HV AMNAIAL d1uFuTusnuitiy
nsdandasatndenTiia c AduLTalaRe 173.86, 167.86 WAL 164.86 HV AMNEIAL d195Tws Uity
nnsidendeaIndenTiia d AuLTedY 232,14, 215.00 WAL 227.14 HV ANNANAL

nanTnAgauANLiTasuadane 3 Tunansliifiuin uuaden 19 1% 3 guaund Aouuds

a

HAgeamialiauiunIaden 2 wa 3 44 1HedanNnIsaranANFauAIuAN AN ENAIN T TaNGINN
‘ﬂl v v 1 dl = a < Aﬂl :J/ dl ?/
adndean d lpanufeuneunisden 150 asangaiisa dAANudegeanlunisimen 1 44 uazuudimen 1 9u
9 3 gruund vinliiAnlasaiaifalasaziaen d9vin il aonudan nauuazAIANTEIAAAILHEIATN
HnnsavanANFautieandana@en 2 uay 3 Fu uualmien 2 91 3 3 g Anuwdeduuelinanasainnis
4 Y y 4 v S S A yooa e o4 -
@eN 1 4% AnFeuaINnInmeaNdun 2 dwuansenusaninmendud 1 lnsaitFunAinaiinaNianss
Wnau denaliponuivanasiiiosainnisazanannufauainnia@anduil 2 wualdon 3 4u i 3 gy
ANudsuua Iduanasetedniauiasainnisazanaufeuin linisidudadandiniaden 1 uay 2 4u
¥ o asa ¥ acn o e A « o
nsazanANiawinliiinlassafraindalasdueuuaznumaslesd anisiaeniden d Annudainauluunge
o -
\HaaIndaunaNnIA
5. NANTTIATILYNNETA

'
aaa

NNIAATITHNNATABNANNNIAIIRABLANINTBITRLAAEN1TTATIZAINN KL 759U (ANOVA)
Sedayafildlunsfinnsidudunss Saonududass naganssauunga lanananmannld uazinisnszans
R normal probability uandlivdayadnisuanuasuuying ae (Figure 9a)

AN (Figure 9b) NANNTILATIZWENENALRITTARuUAN (main effects) ﬁm@mmﬁmi@;u%umu (preheat)
Srusutuuiaiien uaztiinannideniideuasiepuudeasnli 000A ierinuniadenten

ﬁ@ﬁﬁrﬁ’huqmmﬁms@u%mm dviunnsldannidenia 4 9ia lunndendensasall wodnileld
goannd 150, 250 UAY 350 B9AEALTEA wuduunlurneasaudeadulilunsey uaaddepnaudens
m”l;vmmmLﬁ'@Lﬂ?ﬂlﬂu@qmmmumiﬁuéumuﬁ@uﬂﬂsl,%@m'@u RNt LI L RPN Lol NN ol G

WamaufuANNuIIsIaLmN
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probability plot of hardness main effects plot for hardness
- normal - 95%
Mean  207.2 el " "
StDev  19.30 welding wire pre-heat layer
95 N 36
%0 AD  0.409 220
80 P-Value 0.329 ?
70 2
50
S i 2
= 30 © 200
20 g
f=
o 190
5
1 180
275
h A B C D 150 250 350 1 2 )
ardness
(a) Analysis of variance (ANOVA) (b) Effects of welding process parameters

Figure 9 Analysis statistical.

1998 AUANUIUTURUIT AN N1FANA LR TUNN T T aNdaNs 90 AN 1 Fudu 2 Fu denaldaeas
. o 4 . 4, Y Y . - .
AN WIIIANTY waziellasuudasanuanlunisd@endensiesa Wain 2 Gl 3 1 wusndenadaause
1 dl [~3 4! a 7 [~3
AeALANNLT9s1990 I Feadunelsdn Aauuderemnanas
s uriinvesatnidan nsldanamen d lunisdendensesnlnanuuiaenngegn 228.65 HV
FRIAINIARAIALTON b HAINLILAAY 210.54 HV $9989N1ARA2ALTAN a NANNLIILaAE 209.49 HV
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Figure 10 Interaction effects of welding wire type, workpiece preheating temperature, and number of weld passes.
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