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! {(Discussion of Results, cont'!'d) =

2 per cent carbon, apecial precautions should be taken to prevent
the formation of brittle zones such as were found in the shalt.
Preheating temperatures of 300 to 500° ¥, have been found effec-
tive in eliminating or reducling the formation of hard and brittls
arees. By heating to 1100° F. to 1200° F,, it is possible to
reoatore the fesired properties in the areas affected by the
welding heat. The use of a low-carbon welding rod for this
repair 1le considered good practice in so far as bulld-up 1s
concerned., However, for the heavy abrasive conditlions likely
to be encountered it would not wear well, and 1t 1s recommended
that the layer of low-carbon weld metal be covered with a hard
facing metal. If only a small amcunt of metal is remcved LY

we ar hard facing matal could be used along dbut if muclh: bulld-up

is required the two-rod technique is best; as the weldwmsnt
would be less brifttle and chesper to install. The moet highly
stresged part cof the sheft wounld be at the fillet betwoszn the :
jJournal and the drum. Any dlacoantinuities of sectlion; such as
the cracks observed in this area; would further induce stress
concentraticn. I% 1s most preobatle thaﬁ the crack which caused
this fatigue falliure found 1%s nucleus at this point.

In future repair work of this kind it 18 recommondead
that the part be sreheated and held at 300 to 500° F. during
the welding operation. Care should also be taken to prevent
the shaft from cowvling too rapidly. The shaft should be tems
pered after welding. I{ no furnacs 1s avallable thia can be
done with an oxy-ccetylene torch,using™Temp ii"sticks %o

indicate temperature.
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