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A Study on Impact Properties and Cracking Properties of
a Railroad Weldment depending on Welding Conditions
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Fig.l Dimensions and shape of test specimen
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Table 1 Welding conditions

Identification Current(A) T
Bottom(1) 110-140 Surface hardening
Web(2) 110-125 by DF2A-3008
Top(3) 150-180
Surface hardening 130-150

Fig.2 Welding sequence
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Table 2 Chemical compositions of base/weld metal
Identification C Si Mn P S
Spec. |063~0.75|0.15~0.30 | 0.70~1.10 | 0.045max. | 0.050max.
Base metal
Experi. 0.71 0.25 0.82 0.017 0.009
Weld metal| Experi. 0.14 0.46 1.01 0.021 0.009
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Fig.3 The position of tensile and impact specimens
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