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Abstract

Code of project : A-6/2561

Project name : Study on CMT welding technology of a steel in automotive
manufacturing: weld bead geometry mechanical property
and welding metallurgy

Researcher name : Asst. Prof. Niwat Mookam, Dr.Uraiwan Pongsa

and Mr.Phoometh Sangrayub

In this research, the objective was to investigate and measure the weld bead
geometry, mechanical property, and welding metallurgy when JIS G3113 steel are
welded using CMT. The study examines a number of welding variables, including
weld current (10, 12, 14, 16, and 18 V), and weld travel speed (25, 50, 75, 100, and
125 mm/min). The experiment was run using a CMT welding machine under an argon
atmosphere. The quality of welded specimens was determined by their weld bead
height, bead width, penetration, strength and microstructure.

The optimal welding conditions were found to be 12 V of weld current and
25 mm/min of weld travel speed. The optimal welding conditions provided weld
bead geometry and strength of quality which were able to pass the specifications of
the making and inspecting welds on automotive steel. However, the welding travel
speed no influence on the bead geometry, while the weld bead height, bead width
and penetration exhibited a non-uniform pattern. After welding, only an Feg¢Sios
intermetallic compound was observed in the microstructures. In addition, the larger
degree of preferred orientation was detected at the {100} plane with a increase

residual strain in the microstructure.

Keywords: CMT welding/Weld bead geometry/Mechanical property/

Welding metallurgy/Chemical composition
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A ] Ao v v P ) Ao & v A A a
n1seudunszuiunisndaldinedesiliasanianninluseddlunisieudusuim
ADUTIUDY Warliud1inI1azaaeinn1sitaunielulssuvinty @1utlenesuadni1sioudl

% ) | v & A v o & v v A Acaya 2 = aa
pa1eUsEN15aenU WU ondunstisumsauaduardesltiudaunililie Fevnadouni
FRLERRERGRIEARRHER msﬁamLﬂuﬂizmumiﬁé’umwmwmﬂi’fwé’wmgq AYNFINS
WoULAATULANTUNITIINTVLLENTUNULUIDNIINAUDN LAZHINABNITATIVADUNIAIY
ynAnsaInadIulusesay [10]

111 Usznnusenssuiunsidon
A | Y v o oA 44' .

N13WWeuaINNTaRUIeenta 2 nauseiu Aa (1) N1siaunasy (Fusion
welding) Fadunszulrunseniitiaiusewihlvduanulanefilauinn1svasswaiayil
nsinlangidn (Filler metal) aslulusesideusie wag (2) nswenluaniizvesds (Solid-

5 I A [y DY a [y I a

state welding) Wunszuiunswendssauianbidususeiulasliifnnisvasumaives
FJuau wazlagUninarayhildlansidulunis@enluaniizassudsusyiandneg laglu
A iineasdlagldnszuiunmsiunguusn

1.2 M3iouesn

A15L3e1015n (Arc welding) Liunsideunasusinnisinsidenfuvedansiiniy
doswnnnanudeuiitinannisensnmali (Electric arc) s2wi198i8nInsn (Electrode)
LaETUIY B9nsersnmsliiih fe msUanUdes (Discharge) vasnszualniiidudosing
Ane Tuasaslalit wdsolaiiannisendnanunsovilidusuiigumgiaeis 5500 °C wie
qaﬂdﬂﬁu Fafgsnedmiunisvasuazaielaneynvia Tavzimaiiiatusswintemsidenay
Aaannalaveduausarlaveidy @idnslio) msdulaveivadlulusesdeuilises
Foutuiivsinnsuaremuudusaiiiatu amd 1 wansnsidewandn



Ve Electrode holder

Electrode (consumable

~ Electrode cable
or nonconsumable)

— Filler metal

Direction of travel =t (sometimes) /~ Welding machine

Arc

Solidified AC ordc

. power
Work weld metal cource

*
Molten weld metal Clamp / — Work cable

AN 1 MSTBND15A [11]

Asenosnausadlalasldau (Manual) wazldia3esdng Feazdwnanadngi
nawdn (Productivity) 18en1sianansnduegrsnn lnefisnsinisuandnveanisidonsns
nazYalasdulsfiienin a1e13n (Arc time) Fafudnsdiuszninanaivesnisensn
Wauasaainisinutanun Tnsunfuddndunisieudieny natesnaviiausyanm
20% wazdndumsideuseindesdng natensnasiinnUssana 50%

1.2.1 asFusznauvesnIsifionensn

aefUsENeVTeINM S Tene1sniiddy Toaun wadmdanu Blnlvse wasnns
Untlaanisensn dmsuunaandsny (Power source) naarulihAounamdsonufideonld
fusnnfigalunisideneisn Seanunsaldlavisliihnszuanss (00 uarlwilinszuaadu (AQ)
wiamdsnuiidulniinszuanssaglinsersniinniwamdsnuiduliinseuaadu i
Tldsondouiiiquaindindt uenanddsanunsaldidenlanslinnvin Tusneiiunas
wdsuildliihnszuaaduldidenlsanslavglunguman (Ferrous metals) usagilsnmn
ssdnsfigninamdsnuildlunsidonanunsasuallded

var = UmAWV = fleHr (1)
ile H, = IE Tned | Ao nszualwih uay E Ao Aausedndlii

818nTn3m (Electrodes) in1sldaudidninsalunisidensiiney 2 viln
fhofu Ao BidnlnsndudesayBidninsnluduides
Sidninsnauies (Consumable electrodes) vinefis Sidntnsaiis
nsldudamunluseninedifingesn sfefimadoufndunagsvesdidnininfazgnuasy
azanssmeglusesidon MulunsdididnTnsndvimiiidulansdude lnealuud
Sudnlnsnvintiazeglusunosuvis (Rods vi3e Sticks) ieain (Wire) uin1sldBidnTnanuuy
wisazlisnsmandnsiiniinislididnlnsauuuanidosandondonalunsidsuuns

a @ (B 1 d‘
Sidnlnsalulvoys 8WinenIsivon



SdnInsaliadulUdas (Non-consumable electrodes) Tagialundd

¥
a o v

dannsnvdalvitunainitsanu (Tungsten) wisluu19ATIDIANUIYINIINATITUDU

[%
o a

(Carbon) &47aniaesvlinananIaNuAaNITYaoNmMaRL8INN1515N AR wilun1aU U
¥

didnnsavdedifnisdnnsoulunuoignisldnuegietng sewitanszuiunadon danns
Annsouredidnlnsasintaziinanmssamenaeifule lunslddidnnsasdnianse
Fulaveiduasiulusesidoulfivufendu Faunfadlflansialusuvesmadmiunsdld

nsUnUeen15013n (Arc shielding) Lﬁaamﬂmiﬁamm%ﬂLﬁm%uﬁqmmﬁqa
filavefifdudenszfauffsemaniiiu sondiou lulasauuarlelasiay Tuenneld
fen URzemaedivanivhlinaausinnavessesidesansas Jadnludesntos
mseinllldudatuomelasunaguuaievesdidniniadiuiindsefnuas seeldonivian
pefingursrinnsenang (Flux) M’%aﬁgmaﬂasmﬁwﬁi%’ﬂﬂﬂqu (Shielding gases) fifeuld
fuldun o13neu (An) Bidin (He) waz msuaulaoonled ( CO,) dumdndiuiiutandivi
wiihfidostulalliAneanles (Oxides) wioansuuitiou (Contaminants) fusesiiion wierh
wihiiddnanamaieanluansesideslusswimadeumdndasiinnisaeuazateuasun
rusosileuonfuazilegamplianasmdndsznaraduvesuianizeguuiiivinuesses
Fou Tnsunfudmdndeziintdingng i (1) Undesnisiden (2) wilkensniatiostu uas
(3) anmsnszifiuradlavgivan lunadenerininsldvdnduaneiBee i 1wy (1) waswy
fufnfideanisidon (2) wenlfuudidninin uay (3) ¥ululddidningn Yandldvhwidnd
1ud weveailolsl vie fhe uavsfuansaiidug Wy aswilsimnasusiun (Carbonate)
%39 Faune (Silicate)

1.3 M3tewensnlaneingngy (Gas metal arc welding: GMAW)
= 13 a o va & & - 4 MYy v =

n1seweisn vlatlididnnsaduldeswuuainiuies llaviudisaisiall n1s
Undessewanayldieinlaviianils anwenazgnleustwaiioudilulusesioulny
17090 usRLUITRILARIAINING 2 YUIAVBIRIALTRENALTUDY FUANUNUIVDITUIIUNA
Wouwazdnstbuniswen Menldaziuedivyiavedaneiimauden wu dndunsiten
lanenanveseafivilen (Aluminum alloys) visewdnnalsaiiy awldfinudes wu e15neu
(A) wedidau (He) dndunis@enmanndiasusuniviseasueuyunaiy (Low carbon
steels #30 Medium carbon steels) fagldfingrsuaulaeenlus (CO,) Nswonviiniianaay
Sinfulugedudiy wWu msweuin (Metal inert gas (MIG) welding) Bwanedis nsieuly
Y a o DA = - - 13 I3
fuegiiflsuuazldensneulunisundessesidon vienseunsueulasenlanngu (CO,

. = = A ] 1% v ey s I A
welding) avanedis MswWenmannanlagldiaasueulaeanlenlunisundessesiiay
wenanifienauszniniessnandrsduiauisaldiunisdennanndile Tneailuudy
n1sienaisnlanegingnquazldiuniseulansvislunasusnnquindn ldiunisieu
a4 o v g Yo a o = - - 1 Y o ¢

\3eednslen Widnsmandngs uazliseseuiiaveniilosanliinisldndnd



Feed from spool
\ TShieIding gas
Electrode wire ———— Direction of travel

-
Nozzle —-

Shielding gas \“‘ﬁ

‘/ Solidified weld metal
/

LBase metal Molten weld metal

A9 2 Msigenensnlaveinengu [11]

1.4 msegloulane (Metal Transfer)

nseeleulany (Metal Transfer) mnefis msilanzainidouvasuiuvenuazvian
ponaInUmeanidoushuniseriadiguevasuazasutlanstunu denisaelouliliven
yadlavgagiinanussiinszvidenealavyiuasatadionlngUfizeuazauinvesaindon
(Plasma Are) A23L57 (Velocity) wssliugas (Gravity) wseusimanlain (Electro Magnetic
Force) Wagnasauaail (Kinetic Energy) szfusundnvagnseelouinlavefunnsng
fuesanluiiinguuuunsaeleulanednvaeingg et

nsaneleulanzuuuallsd (Spray Transfer) nszuiunisuuuaieloulavzLuvalusy
winnnnisuaenvesUaemaideundunenlansaunin medelouasditudeasain
\Fougnnasuavarsudinemiduvealansvuindnnimiewifudusiuguinaisesain
dow nelanzazi3ondnamssdiuiivesy seminslasmadonnasvealavedazgnuenda
vsognTulivanoonain (Pinched-Off) Yaneamiiieusmeusauimanli nealanzgnaie
Tousgsmmdinunanatnonsrasguenasumalogwasiiuazseiilemasniiaiiinszua
WWeudlvaruainidonsy Uinameslangfianslousnamninvieganindunansesvenly
nawildunit aszuumsieleunvuasddeddmmiduvesnssuaiengs eainidonay
naoudunsnmuininninduriugudnansvesanideussnsniiy nendidvunadnias
Lifinarewatissnmuainisersa nslwarwemeslangduludunsmnaudnaislaivain
\ouguonasuazans viliimuadiemansaieleuldmuieanis Usinmaudeuiidiigau
qqLLﬁamL%am%ﬁﬁumm‘lmyjﬁmmamaauLﬁwmﬁummLﬁﬂlﬁﬁﬂﬁlﬁ@mwaauﬁmaqLLm
Weunnnlasnmsangloulavzuansianing 3
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anh 3 nsanglaulanzuuunie [12]

nseleulanzuuunen (Globular Transfer) 295ouvaansansloudzGuiilovans
andeugnuasumailifunealave anduinnisiesuivauinlugduninduniu
Audnansvesanndonysvanm 1.5 83 2 win eusgngnnUansvesanideuudeleusiny
nsensnguevanuavatefsusiuduasisaiain Sasilisamnmaiudelansuinuay
fianufougeniimsangloulanguuudnieas nmsaeleulavzuuuvenguevasumalayly
wsdltfudannnussiiinainnisenda fadu nszuaunisiieleunvuiTamngiunuilsl
Fesnsuidengunngs fveuwaldiudiiam sz Usinunnuieudianus awnsesi
mMadeulfAfuuieglununusazuusyiu Msedunssuadonnazusstugeniinismng
Touuuudmaas dwsumsmelewlavguvuveauandluniwd 4

_udlen
avadlen _voaTaws asadon

. wunfen
- -

ad 4 nsanelaulavewuuven [12]

nsteleunuudnaeas (Short Circuit Transfer) wsaumseelouasiAntudiouany
adeuuarlavgiunugnilfifnnisenselu wasilgungiameiivsvasutarsmaidy
veslavzruiaidn vziierfuaindouszgnieuitguenasumaimesnsiiigeinliven
Tavzuuuaainidenduiafulenassivaineuszuensonainuasaiaidien ilmannsg
&nsaslalih (Short Circuit) lnsfinisensaazsduludrvmelumneidansnsedd nszuans
dingsduaufesgdunis Jarsarndouiivasudunsnazgnivineenudidislouguo
vasuwawnsLsliuduazusAdh dmenlaveivarsmndenazfufuiousoseniig
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Fasinuarsanaidontuiovasuivan WevealangveausnvgaainUaisainidouudaiiay
Gusunsendalmisnadmils annredsiasiietudedestulusgemaiiunn Ao fanud
YBIN1TANIITINT 20 19 200 times/sec m‘zLLaL%amLLazLméfua}zﬁqaéluﬁmﬁﬁaﬁﬂ%mm
anufouingautios amnsaldandenvuiadnld mudendasites sesvasumzauaz
Uszmelavgnszidulaiinn ngnisaneleunuudnsasuansfanmil 5

_tindoy

andny

Py wa

e d o el

AN 5 N15a18L0ULUUIA9RT [12]

nseneleuwuuiad (Pulse Spray Transfer) iunszuaun1sinmuIuIwnuIsaIy
Teulanzuuvawsdmszidodnanisldau uifnssnumnsaeleuiiiudnvazuuuausd
o¢] naWaduasnsvuaTonainsedugeand 60 Cycle/ Sec Famgmanadusiazassagyinls
Uansarnideudunenlangld 1 voa uazaznisansleurueninguonasuivaifionimd
asiaueseiflaaty sedunssuasanaestlurnansdielounuvazeasnmanislounsalans
wiAntuilonssuaiadieszdugean udsmnnisdisleunsalavzudanszuadonazanas
shanauiinaly nszuadonsiastasliniseniainegnaonian dsdomsiinmaieloulans
wlifintu nsWaduasnspuadeugaudarasnzinadenmsniusiinaauoudngay
Wou Tnganuseundsaysniimsmieleutuvazess Jaumnzdunmsid ennuluynsdumis
fidon udadidos aunsaldaadenvualvgld waznisarelounealaveriunisense
fanadunenvunndned Isuszndanimslimadensuinidn Tasnsaeleunvuiiaduans
Faomil 6
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el | Bl |

2N 6 NMsaeleulanswuunad [12]

1.5 nszuaidion

nszuadey (Welding Current) Ao Mdslnihiedenteundnoenut Faanunsosnuy
Iglnenseanuentfivesveaedeudonlunssuiunmsideufinudin nssuadouazduius
TnensafunuEwesmstiauan (Wire Feeder) dndlauainiiatunssuaidoniinanoenund
JzanTudie widhdouandnainsyuaieufanacuiu nwdl 7 uansauduiugly
nsTUILMSTeudingn anunsaulssinveanseuadenusanivgls 2 Ussian

b
a

16

Wire Dismeter (mm)

0 100 200 300 400

Current (A)

i v v ¢ ! =~ [ <
ANA 7 ANuFuRUSTEMIensEaERaNnuAuislunsteuan [13]

1.5.1 ﬂﬁzLLaL%amwummgm

ﬂi%LLﬁL%@NLLUUﬂJ’]GﬁE’m (Standard Arc Current) Wudnwauzvesnszuaion
Tnely Sanszudluvazidonlnowdsnasnnisideuasiimasfidniunssuiunsidouusin
ﬂiuLLaL%@umﬂLﬂ%'mL%mumdqlﬂﬁviaﬁwm@mdu‘ﬁhL"?J'awhulﬂé'fqamﬁam%mm R
ﬂ’]iﬂ’]‘vmﬂﬂ’lﬂiuLLﬁiuﬂ’]iL“UE]lI SLUW’NUQUGH]UUEJEJGNWm%LLﬁL“U@iJI@EJWﬁ]’]im’H]”IﬂSUU’lﬂLﬂu
muﬂuaﬂmwaqamﬂwaammmwawumuLsuauLﬂwaﬂ
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1.5.2 nszuadouwuunad

AszuaLdeuwuUNad (Pulsed Arc Current) WWunszuailiinainnisdaie
2995 (Switching) seinenszuasaniunszuagean dafu luedoadoudnfeaTadifuids
woneoniuassdiu Aedmuitlnszuanngn (Background Current) wazduiliinszuagagn
(Peak Current) wilolilénseuawadfivunzay nsdarnseualunsidouasdesianinseua
aeanlviganinseAunszuataaUdsy (Threshold Level) vasmsnelounuuazosiuazaves
ﬂﬁuLLaGﬁﬁm’T@a&y’ﬂuﬁtﬁNmm'wsﬂammwam‘luﬁumumim%ﬂm\msuLLﬁmawuLﬁumimsﬂau
uﬂawlwwqmauwaama“ma Iawaml,iwusmLLEJﬂmaaﬂmﬂﬂmammmaumumiﬂaua
waeuwaIThiseuNaduay Lﬂmumf]ﬂuamqmmuaa TugasUseanns 30-300 times/sec ag
Uonasuazaly @utenszuaainazidunisineinmsensaliasiivasseiiios dnvazaos
gULLUUﬂSzLLamé’amwﬁ 8

Peak cunent

7 iy Theeshaid kel

=] | 7 3) -

e — R
Jeapaon

AT 8 JULUUTBINTEUALT DUV [13]

1.6 NMsifen CMT

ey CMT Wundsadoulinszuanssenduia (DCRP) #finusaadouasi
(Constant Voltage) dmsunsruanseretanse (DCSP) envazinisldlaundnidosanniu
nszudliilinnsdudnsinis DCRP wdeadouuanisaning 9

AR 9 1ATRaTeN CMT [13]
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1.6.1 ey CMT

wudon CMT wanssfuaniudesseandeuumdnd Liesainiidon
CMT Fosirefwunaguuinumsensa uazdunsiuvenssudlnihivainideugusim
p1iavdenarlsznavinegfuameidorteasideuiuandumeihuniaunaquainiden
waznszualniinlaennsluvesaeidenfiadintuagsidemdnayieiidiuvaduvieuas
meuenaiulienanafindnunrvesidonivedadnsuazilduanianind 10

(@ (b)

AR 10 e [13]

1.7 shfivideu

Fafivkden (Contact Tip) ¥11191NNOLAINS 0N ILAINAY Futi 7Ty
mManuesaIndenlugwhidn (Nozzle) uenannidaiudhfilusanansdtonssualwliy
mndensmenuatEnsdusniliihnivdeutansianiwd 11

AR 11 sfivdeu [13]

1.8 anido

madenildlunszuiunisden feadenltligniesuazienzan anideud
fidunanmaailindifeatiuiagivinsiden Jseglvuundeniiauam uazdunaumanadl
venienlunsveaeuiildinnsgiu mndesililunssuaunserinlavefianguiesiai
U3t andenagnasurumenialussenasumaninluwuaden Ssmndeniiriu
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Wanonsaluazrujisendufitgunaqu Fsvilidiunauvesaindsulduazasiiiunass

(%
a

AnuanTAnIaiIunIsAINLaENIInaTesTesiion dnfuatnazidunuuduiudes
(Consumable Electrode) dnwazvasatndosdudulansmilouduaalidanswensiu
Funi1 adndes (Solid Wire) aantdenazgniusenuniaingunsalniunulusnsiam
wanzauegwiaiios grudmduduenualiluduiivuaduihugudnansitenldfue 0.8
12 mm amdesuanafanind 12 [14]

mwﬁ 12 aam%au [15]

nmadenldmnideudosinnsanvinlanzenufion dunaumanaiivazanautiinig
nadusiusznoundnnsidenadnideugndesvanzanldnudoniiauysaiuvy dlisude
Tongaudonfliiinmaaoudemiar daimiin nisgausingn naaeudeaziaUsznne
Iinsuansinuazmaed definsanlunisdonldaindoudised

audAmanavedavgiuay madeuiidenldfedauduusaiaidisuldiulans
uau

drunaumaadveslanegiusu daunaumaadveslansiusufeanuizausy
dunaumaniivedangainidounandnfulifudunauedansunulasianyognebuny
fiFpansanudumusionisinnsou nmshanufeurieliin Yannuideuilildindnndly
aflu uazwdnndnIenauduamsidondiunaunaadifidn il

AumunLargUseddansdueny nudeuiiianuvuiuargunsuendstuile
thin@eusieyszneuiiimefudesnseumieigsgaiiiedosiunudeuminsesinlany
nuifeumsiauautBsmuaunifnnmeuasilautisiunsdaveuid Weliuuidon
JANUANYTAAUAMAN

anmnslinulazdefmuasoaziden anmnslinudon orauandafiu 1wy 1
gaunglin-gs viosunsnszunn dfumndeudosidumanidruldiulavenudon dos

9 Y
=

onltandouifanautArunimiouayiumusienisnssunn
amaleunszuumsdevenirlaveufangy Wuduginduihuviedeldnuden

I¢ogasioiies fhummazdiwiinuszana 0.9 83 27 kg mndeuiivuindusiugudnans

Anuilawiisutuaaidouilinszuiunndeuuuudu neflvuiadous 0.8 83 1.6 mm (0.030
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f4 1/16 inch) Fadurueifenldfuunsvats uazdsilanidonsuin 1.2 mm Jsdold
nszuaBeuge Wielidnsinisvasuivatalnionsglutas 40 fis 255 mm/s (100 fis 600
in/s) Aadufnanadeudesarenn lafuady Liififuazons ihifunieansuadiu Samefain
aaden sznduaivnuesmaingaunnioshuielansifion wu Aramsuuazsesin
uazdaiasioyimnalansildsuannsmasuiudadiuiigsgavinla dmunausiavedadn
FOUUAUTHLANANLINATIIU AWS LAAITINITISA 1

A151991 1 NHUIHAVDIAIAWRULAUTLANAULINTFIU AWS [15]

AWS SPECIFICATION Tane
A5.9 wiannanliady
A 5.14 Inndlounaglnmdeude
A5.16 WiannanAsuau
A 5.19 wunflLge
A 5.24 woslasifluunazwesiasilloniie
A 5.28 WBNNEIASUDUN

msuvssinanideuenialanefuunaquarerfeiuguiudunaunaaivouise
Tavzi@eudunin wimadeumdnnddedidofinnsanaesusenisrediunaumaaiives
mm%amLLazamauﬁ’ﬁmmmauﬁaiamL%am dvfuaiadoumanndfuagiivua
FEALBYANINTTIU AWS 5.18 uaz AWS 5.28 ‘?J!Qﬂ’ﬁ@@ﬂiﬁmﬁuﬁﬂﬁﬁﬁﬂwiuazﬁ’sLﬁGUﬂUUfj
AulUuanadsmseit 2.6 [15]

nsutssinaandesensalavefaunaqunianed 2 swardefiugusudiunaumna
wilveniodoulavefundnuiainidouimdnnddesitefansandesznng Ao drunaumis
wnilvesanideunaraudinanaveielavzifon dviuandeundnnddiuasiivug
F19aLBUANINLINTFIU AWS 5.18 Uag AWS 5.28 Femseensaluviamdnys wazilu
WUURAY mwﬂiﬁué’qﬁ

[y

a L Y A & o 1
A13199 2 N1590NTUFUUINIDNYT WaENLUULUUF LAY AIuUANU

SWia ANURUNY
E (Electrode) el anduonsarseandeulnihildnisdeuensalans
R (Welding rod) | muneds andoufuldwuientuainildlunisidoniin
XX wneis fhaufiuendennudiuniunssiweaielansidey
S (Solid wire) wneds ansiudnsnys T vunedeanldnand
X Wneds drunaumaiivesaadon
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aandeu AWS annsadiuunnislfoudsd [15]

ER 705-3 umadenildifuadaunivansfiandmiunadensiialavgun
AauAnuUsuabs 2 Tu 3 vosmnLieutavn amﬁamﬁﬂﬁmmmaamﬂuﬁa Ao sandla
wosefluden Tfaunmaudouneld Lﬁ'aﬁﬁ”wﬂqumiﬂaumauaaﬂmau 39 9713nau
wenl ensuslaoenled nudennunwiiledousendiauiuazainideuiioondlawefuay
Tdufiapguarsneunausandiay vise 1snaunauAsuslasenlyd

ER 705-4 Luanadeuiiildunauessigiodanounazuusniianinn iy
aaifion ER 705-3 mndeudlieuiuussisguasnsnduidondouldasuaulaeenles
Hufeagu riselimslisidnoondiausnnnibivangiunmudenisunssnszunn

ER 705-G WuaniBeuilidmunsisazidenvesdnnaunaniilag e
dosmsligBetudndnnnasiufunsanzidesnsdiunanmaaiorlstauazainy

v = 1 < v
AUNULTIR WIS LUy

1.9 wlinveanvngu

iinvesinwngy (Type of Shielding Gas) Memunagulaevinluvesnsyuiunis
Jouuuueda (Arc Welding) sivansnsyuiunsidouidodldfimeauluvuedon dwmiufe
pauiidldludledlnedunnuenaseinduogfunnumngadlumsiloldou 16denld e
AgudmTUNIMAaes 3 vl Faanil 13

|
T

%

Argon Argon = Halium Hednem COa
Argon = Ox ,_:-nn Argon = C0s

A 13 JUTevessesenINMsIdfieagutuansiaiu [12]

fnwo1snau (Argon) HAUNUILUY 1.665 ke/m> mémlé’mﬂmmﬂﬁagﬂumimmﬁ
Uszanas 0.9 % Maeineufudosuluddia Siminunnniennrennsandnlalnenisuen
anAma dnvagiwasiilugluuuvesufamaiuazineds nmsfiufiwensneunaiasiiv
Wiigaungiishnin 184 °C ntios anunsaldidufenquldiiluaninuianiuassausufieg



17

d' d' v wa 2 o [ ¥ d' 3 1 3 [

auq welilsautfnudesnsmnzdmsuldwenlansmdnuazlaveusnnguiman dnwae

vosUaonsafiinluasiseuiuasadudnsoililduuadounuauwddn Tigusianis
e a ~ Y] ! H & v & ¢

PADUANNL DULN UM BLAAITUAINT 2.6 dnwaznisanelautlansazlulanawuuase

wazhuuad sausatrslinisieuldiidinlanenseifunazaziidofiartalduniwanaly

ANS197 3

A15199 3 T9fLazTaLduvaInvaisnauLlawisuiuNeEEgN [16]

Y 124 =

Yo Joide
1. nMsasedsadeutazasaue lavrunglunisunluly
2. 3udue1sANszinlade 3 lonization Potential 15.7 eV ANMSUUTBUNT AN

3. [dusundeueninmuazsyavenindy Iinantunsidelany | munng
U

a. TiFATewhauazenldfdunungnaviluidoulany
Uszinmegiliflouuasuuniligey

5. [¥8nnisinafnedndemnfentinnitenne 1.4 wi

6. SIAgNLaEILAdY

7. ipnusuniusiani s 1uesenna

8. wingdmiunisidenlangsnaviin

9. muaNvenasuazanslfiedladeuiniiofsuzuasying

10. anmsiinlelsudadunafivieannuinday

fgarsuaulaeanles (Carbon Dioxide) finnumutwiy 1.849 Ke/m? lufinadily
mufeuldgunnlutinaveuseuuenvealaienia iWeduiatuunuhvesnszuaidonas
Preliiandaiidudugatu dnavilifnnismasudnldgs uazazfinmsunndausioagnield
Wanedauaziausiinfaansueulaeenladazifuneniinfeiliufaesndiauudsosidend
Idflenuanysaiusaangngutagdvilagunifeenfueulneenledazdoultlunaiden
wuukiing (MAG-C) ni3eldwaufufitmides wu fweninou Bendmadouuvundnidy
(MAG-M) titethlulddmsumadenmanndransusunansi Wesnnifufediviie siagn
Aunmsesdeufnarnheine uissAvBnmuasnmaiuielavgvosfeanuoulasenled
wimszRanisgydsluidudalony fedwadafunusmauiuadiedeude i
asuaulneanled dmiuaudidesnisaudinudousinszunngsnisldfwersnounay
msveulagenlenaziminzaunnldigaisveulneenledvinifeuazaziiveniazdolde
LanafanIadl 4 [16]
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AN5199 4 Taflazvaldsvasingmsuaulneanlen [16]

Uof Uaide
1 insnaoudnveauaidien | 1 1fin Oxidation ¥iasamantAveauundeuuaslyl
A wangdmiuidenianiuenvileannndnndn
2 Jousheanunigals 2 Woudeuisgnnindeifieuiufieesneu

a & o o g v ~ o
3 Wnialanensenuunvinliaulansaintou
4 finasanisnaleley FeazidulaiuroanInLInasy

Faarfusulneenlas 1Tufefidauauddlifalnldduiviiinduuazbifid
uenanifimaiveulaleddminnioniaUssanm 15 wh insavesfneaiveulaeenles
Feanunsoutseanldvarsinsanudnuuzdiuusenounaganuuians ldun insae1mis
NIANTISWINE UazinsAgnamnssy Msrefigasusulasenleneenldiuluudazdsliagg
Tisnsnsivasenaindaiu 25 CFH(12 Lite/min) d1mnilanudesnisifiunitiidmun
AI5lsEUY Manifold #seld Flow Meter Timnudauldinsizdimindnsinisivavesiing
arsusulasenleduiniiuly ibiAnnsulsifieansueulnesnledensu wiefaen g
msuelneenlenateanunaIndaussyeie

wnausenineesnauiuasusulneenlen Msldfinsnauseninuiaosnouiuuiia
asveulneenlesd fgnUszasddviunisileonmdnndiafusuuazinananiueunau s
dielinsorsafimnudougeiiliiuuinuniigy mavesudmnnluwazaunsndisannis
Aadalangldfniinisldfreasveulasenledifissedaiien venandnisuaniie
arsveulneanledduawdntesdilulufingesneu ilildauaudfvesnisaslounuy
awssiAntumiiousunisnaudieufasendiauatlufiigersnousiuiudnesly
3TV TToULUY GMAW TildRaasusulneenladnaudrlulufiwein Wenszualn
deugetudntiosianisdelounuuasdiaduaue mseniais dilitidalavensaifuuas
wihafuiiintulunasdeutioslunsnaufnenn suelaeenlediiundt 25% taeusvanm
Idnseheuuuaséliainanouareraindunsdelouwuudnasienvuvenunuy

gns1Mslnavesingray 8nsNsinavesnisrauasdewInnedmsuagunsesa
wazUanasuvaibilalaelilviusseiniaseuuenidluvinugizenduuenaeuunlinislien s
mslnavesufaguiulumnzaziianstuluvesielutevasumails samnsivaush
LLUi‘UﬁmwmaqLaaﬂﬂauﬂg‘ummiwammmuaﬂﬂwumﬁuaam%amm guIUNTaelou
Tave Yaqouiden vwnaaiden dmuvisiundeuuarsrosliavesatnidon

Snmuusnilsidnadenisidenlidninavesfinwnqu Ao svezlndadn trszeylng
1N (Fudeuvinsaniine) andsyansnmnnisrauvesuia widhszesluavosiiuluidelans
Fouvaeumaraznssdusnniiliengnisldeiuiidedu Areaquazasevieanainte
vasuwadadusulsimsihinfinsandensidenlidnsnsivavesimeguse mnfne
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Lineazdwmananunmaziduldonnaziinsossild n1sensaaziidesduinnnungunas
Usenelaveann [16] dmiuiiegran1sussyndldinaunaquiuianuuusie waninemis
A

N5

M13199 5 N1sUssendldiaunaquiuianuuusineg [12]

YauAd NOANTTUNI9LAY s luly
Ar Inert Tdiulanegynalinentiumannad
He Inert Tafiuniswen Al, Mg uag Cu-alloys

TinnuSewdignues (heat input)
LaTAANISANANLNTY

Ar+He 20-30% &3 | Inert T#lunsideu AlMe way Cu-alloys
60-80% liAuseudngugs waganni1siin

AUNTU FNYULVBINITBISALANT
n3ld He 100%

N, Unreactive THanudeugaugs mngdmiuiden
VDA

Ar+1-2% O, Slightly Oxidizing MWluns@eumdnndnl¥aiy wdnnd
139

Ar+3-5% 02 Oxidizing THideumdnndrasuesunazininna
Feruralszuay

Ar+20-50% CO, Oxidizing THlunisienndindnlavarsuszian
daunld
N15018loULUUAANRT

Ar+10%CO,+5% O, | Oxidizing THlunsideuwanndldieuyn

CO,+20% O, Oxidizing Ussnnileuldluglsy

90% He+7.5% Ar+ | Slightly THlunsiienmdnnailiadufidesnis

2.5%CO, AnunuILsenIsianseuiia Tneldiu
N15018lOULUUEANAT

msdenfieagudmiulanzauiden dvannarsvlanisdenlifiesdusznoud
Aedes Ao lansauden sanfanguuazannmaden [16)

dmsumadeumannanasueulildiiuszdvsnngeanmsidenisnmsdenuuunis
deloulanzuuudnisasiaziuuazens dmiunsieloulavguuuazens fMunquiesidon
wLdufanan Ao endneufuesndiau awngideslimenaufiieilmAnnsieloulans
Luvazesareondlau Sselinisensaiimnuiaies fsesiudninansfudeniosansisn
T¥8ns15undouinudongs uinindeumdnnddrusnnldfenanseninenfneuty
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asusulaoanles wemsveulneonlenediaiied rizauiidesnsidenfusnsnginig
\BeugauazArwasuoulaeenled Lildfunszuiunisdesloulanzuuuazosnisiien
wisnnaAsusuLazndnnademiildnisTeuwuudasasieuldnsidenuuusontainds
AN UNSE PUMENWHLU SRR LS 0.8-3.2 mm

1.10 s08saUALTOBLTOY

Tunsienuuusinag sesse (Joints) v@an1silien mu1ef 9TIVBIVBUNIORAT
meusnvestunuiignifosdszanudisetulenssuiunsidesuuulanuunils eUssion
vossesrefiugiud 5 wuu dud sessenu (Butt joint) sousiosu (Corner joint) so8saLNY
(Lap joint) s08faYUIUIN (T-butt joint) Wazseerevey (Edge joint) Fawandlunmd 14
LardnuuzesIenIaNLUUANeY SnaneguuuuuieIty leun sesidenny (Fillet weld)
seifeuses (Groove weld) 3@&%@3@@ (Plug weld) mm%uf\m (Spot weld) 5o81d0
azidu (Seam weld) seeidountiulay (Flange weld) LazseuLdaunen (Surfacing weld)
Jusiu

N 14 se8si8 (a) 08saYY (b) T0UMBYY (C) T08MBINY (d) TPUMDYUFUAIN Wag ()
seumaveu [11]

1.11 Tangivenvessosidon (Metallurgy of welding)

dmduievnluduiieznaniuanizsesdeniiinannisideuindy Tuusnm
se8m0veITUMUEINIsaTaruUseanld 3 @y fe 1) USamasumal (Fusion zone) 2)
UInaINsENUFaY (Heat affected zone: HAZ) wae 3) Uitailavziiugu (Base metal zone)
Faanslunwil 15 (a)

Columnar grains
[ nfusion zone
Fusion zone /

f

__ Coarse grains in HAZ
near weld interface

Heat-affected
zone(HAZ)
Unaffected
base metal
zone

Weld

. Finer grains in HAZ awa
interface — g y

from weld interface

Original cold-worked grains

AN 15 SNWULYDITDUADTINIUNITHYDULUUNISOUADN [11]
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