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DAFTAR LAMPIRAN

Lampiran 1 ASTM E8

4l eerEam - 13a

P i

S

: i+
L]
B Dimcrs ors B
Erardard Spodmons Eubsize Epeciman
Plala=Typa, 40 mm SheaiType, 12.5 mm Bmm
[1.500 in] Wida [C.5E4 In.] Wida |0.250 in] Wida
mm [in] rmm [in.] mm [in.]
G—Gauge langh [Pl 1 a=d Nolo 3 2000+ 0.2 500 O 250 1 O
|8.00 2 B.04] [2.000 = 0005 11.000 2 0.003]
ek [Hole 3 end Moo 4) 400120 125z 02 G0z 0
11.500 + 0.125, .0.050] |0.500 £ 0LE40] |0.250 + 0.005]
T=Trikness (Mol i Micanoss of malanal
F—Aadus of i, mn (e 6 251 125 [0.500] 6 [0.25]
t—Dvaral kengh, min ot 2, kota 7, sl Hole By 450 [16] 204 |B| 100 4]
A—Lerglh of redced seclon, min 235 |9| 57 [2.05] 32 [1.25]
E=Lergih of grip seclian, min (koo 3) 753 50 [2) 3o [1.25]
C—Widih ol grip sechon. appecoimato (Nome 4 wd Motz 31 50 2] 20 [0 TE| 10 [2.375]

Ko |—Far the 440 mm | LS00 in.] wids speciman, punch marks for measuring elongation after fraciure shall be mads oo the flad ar oo the edge of
the specimen and within the reduced section, Cither o set af nine oc moe punch marks 25 mam [1in.] opar, ar ane ar moce peirs af punch marks 2
mem [§ in] opart may be used.

Nom 2—When clangabion measwremenis af 40 mm [ 1500 in.] wide specimens are not required, 2 minimum bengih of reduced section (4] of 75 mm
[2.15 in.] may be used wilh all atker dimensians similar 1o taze of the platstype specimen.

Ko 3—Par the three sizes of specimens, the ends of the redoced sectian shall net differ in widih by mese chan 0.1, 0.05 o (002 mm |00, ©.002
or 000 in.], respectively. Alsa, there may be o grodual decreass in widih fram the ends Lo the cenler, bl the width at eack end skall nat ke moee than
L % Larper than ihe widih at the center.

Nom 4—Far each af the three sizes of specimens, rarrower widths {W and ©) may be wsed when necessary. In such cases the width of the reduced
sectian should be os larpe as ke widih of the malerial being lested permits; kawever, unless stated specifically, the requiraments for elangalion ina preduct
specification shall mat opply when these parmwer specimens ane used.

Ko 5—The dimensian T is the thickness of the tzx1 specimen as provided foc in the applicabls malerial specificatioes. Minimum thickness of 40 mm
[1.500 in.] wids specimans shall be 5 mm [{L 5% in.]. Maximom hickness of 12.5 2nd & mm [{L500 and 0.250 in.] wide specimens shall he 19 and &
o [{h. 750 2nd (1250 in]. respectively.

Ko fi—Toe the 40 mam [ L300 in.) wide specimen, a 13 mm [0.500 in.] minimum radius at the ends of the redoced section is permilbed far sizel
specimens under 60 MPa | 100000 psi] in lensile stmength when o predile ooiter is osed 1o maching the reduced section,

Kom 7—The dimension shawn is supgesied as 2 minimum. In determinicg the minimum langib, the grips mast net extend in 1o the irensition sectian
hetwesn Dimensians A and I, see Mobe &

Nom 5—Ta 2 in oiviaining axial foree applicotian during testing of f-mm [0.230.3n.] wide specimens, the overall length shield he as Lasge s the
matenial will permit, up to 200 mm [R.00 0]

Mo It is desirzble, if possible, o make the length of the grip section large encugh ta allow the specimen ta extend ime the grips a distance equal
I twn thinds ar mose of the bength of the grips. IF the thickness of 12.5 mm [0S0k in.] wide spacimens is over L0 mm [0.375 in.]. kanger prips and
carrespoedingly longer grip sectians of the specimen may be necessary ba prevent failure in the grip sectian,

Nomu 10—Far the three sizes of specimens, the emds of the specimen shall ke symmetrical in widsh with the center line of the redoced section wilkin
15, .25 and 012 enm [0, 10, .05 and {.005 in. ], respectively. However, for referes testing 2nd when requised hy product specifications, the ends of the
LX5 men [0.500 in.] wids specimen shall be symmetrical witkin 0.2 mm 001 s

Kom 1] —Tor each specimen type, the mdid of all filletz shall be egual 1o each ccher within a talerance of 1.25 mm [0.05 in.], and the centers of
curvaiuse of the twe fillels 5 a paricular end shall be lecaled across fovm each ocher (an a line perpendicolar 1o the centeslineg) within a tolecance of 2.5
yem [ L0) in. ).

Komu |2—Specimens with sides parallel througheat theic length ore permitled, except for referse testing, provided: fa) the shove telerances are used;
{B) an adequate namber of marks are pravided for determination of elongatian; and fc} when vield sirength i< determined, a suitable exsensometer is osed.
IF the Fracare acoars ab a dislance of less than 2 W fram the edee of the gripping device, the tensile properties determined may not be represemative of
the material. In accemiance lesting, if the propenies meet the micimam reguirements specified, no further testing is required, bat iF they are less than the
minimum reguiremenss, discard the test and retest.

FIG. 1 Reciangular Tension Test Specimens

Cappgs ASTU | muvasonai |
P docibry 55 aries cmma ik A5 TH Sakd w W P s P and v g, 51784
Fea P ducion o rarwark ng e mtkau ke oniHs Franfar Frosda riiadin 1 04 63 44 0T



Lampiran 2 Mill Certificate

TEL : +82-(0)63-460-8572, 8318(QA)

@iEm,. SeAH Besteel Corp. MILL
BESTEEL! 1-5, SORYONG-DONG. KUNSAN, (:ER +482-(0)63-450-8114(Repres. )
MW oK. KOREA(STITI) TIFICATE FAX : +82-(0)63-d460-8423  Page(0/0)
Date © 2018-04-20 Steel Grade : AISI 1040/ST 40 Size (mm) : 1-100
Cert. No.: 201804-207465 Shape of Product :FPlate Bar Length (ma)  : 6,000
Customer : Delivery Condition : Plate Rolled Woight (kg)
Heat No. : 269972 Quant ity(pcs) : 1,000
) i Chemical Composition (wt. %)
1 1ems . c sl MN P 5
x 100 x 100 x 100 x 100 % 1000
Min. 18 15 3
Max. 35 25 6 3 35
rmc Resul t 30 25 4 MAX MAX
Inspection I Product Hardness (HB)
ftems | SURFACE | 180 HB
Mechanical Properties AISI 1040/ST 40
Mechanical Properties Symbol Steel
Young's modulus (GPa) E 150 - 210
Poisson’s ratio v 0,26
Density (Kg/m’) P 7.860
Yield strength (MPa) Sy 205-245
Tensile strength (MPa) St 400 - 510
Elongation (%a) 27-30
Hardness (Hb) Hh 160
<Pemaiks>>
B/DS : 4
End of report
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Lampiran 3 Hasil Uji Tarik

Nama Mahasiswa : Priyo Budi Jatmiko
Jenis Pengujian
NPM : 71230911023

: Uji Tarlk

LABORATORIUM TEKNIK MESIN

POLITEKNIK NEGERI MEDAN

Tanggal uji : 19 - Agustus -2024

ﬁ\

Edy Pranata Tarigan, A.Md

Kode Panjang | Panjang | Perubahan
No Spesianen Lebar (W) | Tebal (T) [Luas (A) Awal (Lo} | Akhir (Ui | Panjang (al) Fy Fu Ty Tu e Ket
mm mm mm’ mm mm mm N N N/mm’ | N/mm’ %
1 A S0 13,06 8,00 104,48 57,00 59,09 2,09 29900 31000 286,18 | 296,71 3,67 |Putus Dilasan
2 A 90 12,69 8,00 101,52 57,00 59,04 2,04 29700 16800 292,55 | 165,48 3,58 |Putus Dilasan
3 A S0 12,70 8,00 101,6 57,00 58,41 1,41 31200 | 25500 307,09 | 250,98 2,47  |Putus Dilasan
Rata-Rata 295,27 | 237,73 3,24
4 A 100 14,36 8,00 114,88 57,00 62,67 5,67 21200 45900 184,54 | 399,55 9,95 |Putus Dilasan
5 A 100 14,25 8,00 114 57,00 67,61 10,61 40500 | 51000 | 355,26 | 447,37 18,61 |Putus Dilasan
6 A 100 14,46 8,00 115,68 57,00 71,63 14,63 32600 52200 281,81 | 451,24 25,67 [Putus Diluar Lasan
Rata-Rata 273,87 | 432,72 18,08
7 A110 14,57 8,00 116,56 | 57,00 90,63 33,63 32000 | 52800 | 274,54 | 452,99 | 59,00 |[Putus Diluar Lasan
8 A110 12,97 8,00 103,76 | 57,00 68,38 11,38 32200 | 46000 | 310,33 | 443,33 19,96 |Putus Diluar Lasan
9 A110 13,03 8,00 104,24 | 57,00 68,91 11,91 33400 | 46600 | 320,41 | 447,05 20,89 |Putus Diluar Lasan
Rata-Rata 301,76 | 447,79 | 33,29
Acterengan : Gravitas, g = 981 mie’, ¥, « parebaluh,  Fu paya meks Penguji,
o, Maluk o, fepangy & = regongen.
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Lampiran 4 Jenis Kampuh Las

Lasan dengan alur
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Lampiran 5 Setifikat Welder
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