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“Welding Parameter #s asdilznauniatfasasg 1 anliuiuud
ahafhnudenTonsfiauysd ausdazaadisznauvidudazthieiuisndwadeannmuas
nudeanluudazduuanaio wu Suansuludugdnaeiaidey fulanagama
yoailadon duguantiiniina maai nemenmmwssidioy MuanuuANIaIDILLY
on Twlfssuanumainsalumadon uasdhudunueesmadeutssnay dudu Taen
finnuiuAinanssnuudluassuildfumaelaladeldanuddailioiiu fuesiy
anvinTuuazanudasnsasmaiuundenlulds:Tomnd faunsdneuzauaiadaaiy
annddnransznusumisdnladufives Wy nudandssanfanmzanuGy (Pressure
vessel) LiuANNERATIIEIUMTBUNNSBIaILU I TaN MudaNszianTassadafivdu
anaiannaliudidny vienudauiamlsnoutudndaiiuanuminsolumadew
wazdunulumanda sgnalsfaumsiimasudesuedadenssammnsoshailadond
auysaimainguazaadliiu Foeiiaisnndenuazaiuauedlsznauvietiisdn 1 A
wansznudamadanlfiihueiefuasgndasusiue dui mazddnluuniiumsmenanad
anas inaifiaea 1 fildnndszaunisd uasnsdidnmannaaniifsesdlznauniailads
4 1 vasmadenTansiils Temidedens hadew uasgiioulilunaTulafinmadealans

5.1 edtlszneunaianeinaravaundng (Shielded Metal Arc Welding : SMAW)
I as = g [ A o v A 4 iy v
Wunssnasmadiendislnihludnsasuuuinmldiaeiin wazldsuanufeuanns
915nsznINaIalinndaawenin (Electrode) NUTUIL (Metal) Tagaswaninuuainiion
Woazaemuinnduinneaenuussenme dausrvesmadssmmindulansfudiodon
aauanalugif 5.1 danunifdefidiAgndeiniugueenisnisnadienisi damn1sgeda

a3 William A. Bowditch et al. (2017) filgina1l3luniiadie Welding Fundamentals Téfu

5.1.1 n3zudidion (Welding current) diniaedu wanuis (A)
o A9 o & s aa A e o v s ad

nszualWihildidunszuadonyaiSnmadianeniarndundnd Snwwuunszuansy
(Direct current : DC) uazn3zudaday (Alternating current : AC) N91ABULRAIANNTDUIINKE
PRIANNAIUMUABNS5IaYRIBLaansauYRInTEwd Wi (310 - 1d +) Nnselandingeeing
32n313Ua1899389AL%8N (Electrode) NuTanzNigni¥ay (Base metals) B3A11NAIUNTY
nazualiannauirilafdeaisannion wazgaumngivesniserininnduermiiu Jand

< v v a o d' v & U |1 4 v 4 £

ameadumdmumumslnaussdidnaseulwihiiigs s fdesinenindaeaiadeuny
= = & o ' ° 9 ¥ a o £ o g4 & P
Funudanuuiiuin fgenriliiinanudauannisesnundu nranmsiiloninssuadon

A o > = °o 9 v P ' 2 £ a
gadananudiumuigny Jadumgrildanudeuluszninnadengau lanziians
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waanazaeldineuazd Tunanduiu srasnszualidondiszdumsananugumuioay
wazA1aNSaudilafianas 0150800 naavara1ed Usnasuazasldn danunsiendae
nsuadoniidiutendiasamnnauasgUivrssuiden TasdunaldigUnsvamenii
Tavsnsianaenazmeinnuuandsanadaiou duannadfeudeunnuundenlugi
5.2 99899148 AWS Welding Handbook (2001)

FUME

COVERED
L ELECTRODE

ARC DROPLETS OF
' MOLTEN METAL
MOLTEN

AN i
o 5% S ]

P § o o . .
UM 5.1 m3@eNeiaIavinndnd (Shielded metal arc welding : SMAW)
77.;1/7 : American Welding Society : SMAW, 2001.

P ~ A A9 o A Vo H
U 5.2 uhsuiiisuwu@ionnldnszuadonaanu (n) NITUEENNZEN (2) NIZUAR Loe

(7)) NITUHEF 77 : Howard B. Cary. Modern welding technology, 6", 2004.

nnszaumsaluesinulienwasdeyans1sdann Larry Jeffus (2012) wWuinszuatlion

v [l

figndesuaziminzay Madenfinsannnmuuzesiudnaaindaasiunand Sulndfinieey
Faruiidundasusaniden Taswsduiusivnnasssmadiaundnie smadauiiiauna
usnugudnanaladu deadeudhenssudlwidosfiganniuay ddeenaluaed 5.1 mn
Tadeuntmnszuadonlivanean Suldun

1. madendenszuadandianivly (Welding current too low) inwuilayyinan tiang
andnlimhiaue tavaenasmeliauysal sanainaas D/W limansa wasifaauanviou i
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flalu dhemguaintenasuszasiinarlivassmmunuanweiieglindndiiua ar
UiisenfuiTansinanlfataanyacd dawarmlildBnauialnaguieasudosduly
waruanNnilfimuglasialumaniuguazerenin Januinszuadoumsezanindasingad
Tomannfimemaidonszgadafuiunuien wasiafinionasuazmeuay 1 uazgaie
wundenildanupnnifianuyugusiin dwansiaisdnsuzansmadiaufinszuddm
Lﬁulﬂiugﬂﬁ 5.3 (n)

2. miL%'aa\lé"JﬂﬂizLLﬁﬁ}auﬁqaLﬁulﬂ (Welding current too high) é\"mm@‘ﬁﬁ%mm
nszudlifidengeinansznulasandeunuaralansfdudninssua nd1ife wnuaind
Fadialunailudnih duiu Sinszualnainannduly fmeesiansdunszuaiglu

o

daamliianafoununuaiadinnniu wwdumglisgrisaaaiinlsznavlunandiy

Q
>

tiensndiiduduas wiendunsgaydely waztAnaTuliontBunamnn (Smoke) usnINTEs
wutlonan mim%ﬂﬁmmguLmﬁmLﬁﬂmiﬂswﬁummﬁﬂammﬂLmzﬁﬂmamm%a (Hard
spatter) NUaviaanaza1enIean %’qﬁﬂlﬁumﬁiaN‘ﬁﬁgﬂmmmdauﬁ”m'viﬁ'l fuLY (Face side)
wazahumunasdaenniuly (Root side) ﬁquﬁméi"sasi’né’ﬂummmmsﬁ}amﬁﬂimﬁgqLﬁu"l,ﬂ
Tugufi 5.3 @)

gnTefl 5.1 Megumsidensnarssmadenfiduiusiuiiweinszudaion

7 : Larry Jeffus, Welding and Metals Fabrication, 2011

‘Hﬁﬂ‘ﬂﬁ]\iﬂ?ﬂlﬁﬂ&l U G ‘Ilﬂx‘lﬁ’JﬂL%lBN e ﬂi&iLLﬁL%’ﬂN (LLBNLL‘]_J%)
N1AI91U (AWS) 2.4 (W) 3.2 (W) 4.0 (VW)
E6010 40-80 70-130 110-165
E6011 50-70 85-125 130-160
E6012 40-90 75-130 120-200
E6013 40-85 70-120 130-160
E6016 75-105 100-150 140-190
E6018 70-110 90-165 125-220

nnfinaandadu waasliiiuinsinadenfuninsualidonfiianaaniala
wanzaw aranssnulasandeamnmeaiundan diuiadenidasfianuasden
wiuguazseupsuaimMaualundaras lumafiadulnamnszuadenindaUfin
mufauuzihnnguiamadounudifny wanuihansuaisinsduiieinszud w

2790 E6016 7119 @ 993090108 2.4 y3 AsUSuminszuaionliegluiaeizring 75-105
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wonulf Maveanszuadouivineiumainsomuaulildnszuadialadmilsivane ey g
dewmunsaimuald Tasnsniuguazszarinszninnmeaiafuivnulusninmaiew
(Arc length) aAnamangie fuinanufausnniiaminnszuagdnalfuszezeninda (Short arc
length) wazdinanuSoutiasiiniinnszuandaat3uszeze15n%19 (Long arc length) 39
imafiannlfuszezaninssdenfadiounivindumalulSnansuadion inned

ANNTNNUSHU

ELECTRODE BECOMES
wSCOLORED DUETO
_EXCESSIVE HEAT

\ EXCESSIVE GAS

VERY LITTLE SHIELDING

GAS COVERAGE_—

(SMOKE)

I

=" WELD BEAD
o SMALL " b\GH wiTH

WELD
POOL LITTLE FUSION

LARGE MOLTEN WELD _
POOL WITH LITTLE BUILDUP:

(n) Madanmenszuanauiuly () MatBiaNenIzuangaiuly

= = a S a & ' 2 > 8 a
31]7] 53 L‘LEEI‘]JLY]EJTJWQG]ﬂiiNﬂLﬂWlluiz?‘i’J”l\‘lﬂ”liL‘HE]Nﬂ’)EJﬂi::LLﬁﬂGl’]LLﬁ&’g\‘]Lﬂulﬂ
7 Larry Jeftus, Welding and Metals Fabrication, 2011

5.1.2 52828130 (Arc length) iviaendu Taan (v)

Hobart (2008)léﬂﬁﬁwLtusﬁﬂ*ﬂu@ﬁaﬂﬁﬁammmmamilﬁ‘iamﬁ seeER15n
WNBTe 19952829 9TER I aneesaInLT e (Electrode) AuRYeTuIY (Base metals) R
nsAgmadaneiaraundndid srmadaurimihidudududalansadlylutianaa
avane ToslurazionsnunuresamadeninmIraenaransuazaunEns 1 o8aeLing 139
Fenmadenludnwariiin aamdenuuuaudss (Consumable) oy adongailouain
Fandhmiiswassazaeaginatiio L‘ﬁamu@mw:m%niﬁaﬁnamLLaxmﬁmaﬂmiL%aN
FuanmenzBeaiindnlugli 5.4 Suinweindfideudedanadeudasrinumtinduin

sty thatugulalidvielinsnesnananssziinadanuilion aafinanesliil

1. nsdin@iauszazensnauiiuly (Arc length too short) WU S282YDITDIINTENIN
Ua8UpIaIA o NN VLBV ADNALAHUUTUN UL LA LA TR TIdINarnIrTzezn1sanaTauun
Tavizantasadrndual visazldanurvigininlansneaaauuduanueiiullydszaiunuiie

neanazaafidawaen Jaldunlionnianyar FUNNYURLAzLADLEIMNTOL 1 LENLAN
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< § 2/ & o v = § a v 2 § & A
auia@antos uanand damuilgmhilemaivaemadiouzgedaiuiuvadesnuiigs
i Tagwzdadeninianienenisiianudunalumsauauindeslimnwe deas

anuLdsmsunaIadonuasiiunudanusgawn alnaasgldegnnisdenniais s
asndwdullugin 5.5 (n)

2. nsdindenszezansnenaiuly (Arc length too long) UuuvIzARNUINNNUITEE
anndu nanie szeztesihuenlmesmadeniuintunudeniianunie madeleuveni
Tanznlasmaanadlutanasnazaefinfazialdi inzanuiseaasanidanda
luundeniisnailnauasuun uasfamafiszesarineaiulufnsdamariviioms
andnfiquundihTansunadiuanuentevasuazane Huazialas (Spatter) nasaneiLEiom
500473 1 URaLUITDN ﬁdLLﬁﬂ\‘lg‘lJ{g]J’JE)Ei’NﬂﬁiL%ﬂNﬁé\gﬁwzm%ﬂguLﬁulﬂiugﬂﬁ' 5.5()

iofnBangAnssuvizenalnveanserinssniatadenduiuny fuandlugli
5.6 Tngazfiuldnilomdeulaemadmdunuauldssesiiaansarmsensnld aweanms
anfnasnazlanuinldmdnihlni @uadew) Tudmumisfieglndinnfige daludwihmaden
Tuszezfidulomaniananinazaniniuiasesunnditdes (Bevel) fgawn wazazliedniudiud
anasluSanuindamslinassrdenasadoaiuluiisnadudwesesss (Root) ilwdi
wanvazanelunwefisuanlufiiessedundwssunuides lumanduiuinsdszes
osneninluaiesnfaziinnsesnuRnd Ny Ne UM UENYBITEELIN LaZNTEAELB
wasweandunhannadhudniliuundouuuuuaznii duuundudnfliauysal &
shatadnsazpNsmudauiideudeseraniniiuandniulugi 5.7

/_mm%au

§ P
LUATON J2e2AN5N

S Lo

TansBuau

717 5.4 p3dtlsznauratzazainlunialion
ﬁ%/? : We Welding. Com, 2018
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MALDY :
J i : HIGH NARROW BEAD WITH

A HEAVY'SLAG COVER

MeSn—>y §\

Taviziaw

Tavizi2iow

(2) madeniiszezandnenaninly (Arc length too long)

< = a S a & ' = = & a
711 5.5 uRsuiisungAnssniifiaiusznins@iennssazainauuazenaiuly

771/ 7: Larry Jetfus, Welding and Metals Fabrication, 2011

AIALTON
° P /_
a1915n

FLYTHNTDYAD
A a A -4 U 4 £ Y
71 5.6 woAnsswienalneanisednsniamaliounugunu

?71/ 7: Larry Jettus, Welding and Metals Fabrication, 2011
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[ [ [ g
WDINEM TUSDTINNUCHY wyearndu

- o : § = A > = Vo
JUN 5.7 dnwazglinavesaudienniiendmessareninfiuanenaniy

77 : Welding guide, 2017

nsUfuRtszazesnimuzanduiendesinnsansinduesdusznaudy q 1
anuduusaetulasindnmsinsaneusazasfsznoy fil
n. aedlsznavYeIANYeITuulansidan (Thickness of base metal) Tagdh
FunuTavefivndonlfuniszezerinegluineindunioninda (Short arc length) daunsdifi
Funulanefionaumnianndaalfumiszezaninagluingea1inenn (Long arc length) wie
ansnvisiulansidaamsiion
¥. padsznavveanszudlidon (Welding current) nstdandienszuaiadana
ez inenIviievne uarlunmendudumadendenssuaiigadinfiszesanindundodadiu
Tanefigasmadon
A. padisznavvesnE lunsidan (Welding speed) matdiaasdsanuimmie
umeindasniszazaninduvideda daumadaudsanuigivieumaidenisezain
envisernaiuTansfigasnmaden
wanninadegy Sifieadlsznauriaiadedy 1 fevlinsznulaense i v
\dandne 1 vfiavandnd Qmmﬁmmmm%}au gaunnlvelonsau uas annLInGaNYad
usanUhfidey Hudu dunaddenimnfinsaniudeluunnuidesionilanmaia
Faunwiaaluuuandenldng vilanudenfidasmananmusuaidoniig

5.1.3 wmm%amLLasmiﬁmmmﬁau (Electrode angle and Electrode weaving)

James Scott (2013) ﬂdnﬁaa’mL%ﬂﬂﬁﬁﬁ%’hﬂﬁuﬁ%ﬂm?ﬁauqum%ﬂamﬁjuwﬁﬂﬁﬁﬁ
Miunumddnateis inneinein Tansify wozufalnagu nanusegnuiuiisaday
iy madauiuliuasdlszneuvdathieftnasanmsmuguauiumadeuuazganmae
wuden uannniimadsrssmaidensasimmadeniitussdusnaufiiandnadeguig



2o6iUs:nauKSaUasalumsiison | 331

winglnsupalionlasns lagezldnanilunegazBeaiiisaduunumassaiadanlu
Wiynen 9 Asealii

1. mem%m (Electrode angle)
yarhmaanhadeudeiniuguyasmasmadenliasiaiiauanasaian
ynuzenin TedadlinusfinnasnnneauaisuaslildGashedmiumadentinia Tasyuaas
madoude yussninmadoniuintunilansdon Tnnaveummadondld 3 uuy
fisnsBatufiansuasnsidion (Direction of travel) 1Gu NNAIALUULDENIN (Trailing angle)
agmmmm’%‘aé?&mn (Right angle) LLﬁ:MNﬂ?GlLLUULﬁE}mﬁQ (Leading angle) ﬁmﬁ@ﬂugﬂﬁ 5.8
TasguuuumaBesesumaiiansnademaden mmezyudsiuasiausaiihlansman

v
v

wae WandiateannnimemadisylUdiisnasyazaguanany sINeazdaaiNyL AN

1AN19984M388% (Direction of travel)

NDIAULLLDEINTI NNDIAUVUAT NNAIAUUULDEINA
(Trailing angle) (Right angle) (Leading angle)
Y
—X ! - ‘—L
O 70N s
/// \ ~ ,/”' "\ ) \\\.

= = = Ay a v oa =
7UN 5.8 gUuuuMseBNMIABNNENBINLNANNNSLTDY

77;\/ 7: Larry Jettus, Welding and Metals Fabrication, 2011

. YNAIAUULLDEININ (Trailing electrode angle) ﬂmﬁmuummﬁawLmuﬁwqﬁﬂﬁu
vanihlansmmiudndinainnmminseslmemadanzgnusmandulisanlylufia
nManssintuianensden (Fussnlydunds) Fawandluzli 5.9 lduundenliidia
Taymessmatnnvenaenduluineriufusudenfiudsilyud fidenduii Cold lap Faudy
fiveasaunnioaiaauanily (Slag inclusions) wenni nmﬁmsgum@Lmnﬁyﬁqﬁﬂﬁlﬁﬂ
wsansuinanallgiussnsianasuazme (Weld pool bottom) ihuwglyiiAamaiiisaan
waeNazaneLFn U YaaaenldnIy dimarilFuundeuianimesnin (Deeper

. ~ P o o £ = A = )
penetration) T@ﬂﬂﬂ\?ﬁqsﬂaflﬂ'ﬁtaENVLIJ?J'NVIU']El\‘]g\nﬂ?lu ﬂ']‘iﬁﬁﬂ?\lﬁﬂﬁﬂ\‘lﬂﬂll']ﬂ?lu AILAANINTT
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uSsuifisuasmynaialionuuudsmtinaniueaslduuadenvasydndreiu Nnnglugl
15.10

=~ q . ,
I \ 30N 5.9 MadanuuLyNaINTY

LBV (Trailing electrode angle)

. 7 : Larry Jeffus, Welding and Metals
NANNNIILIDY Fabrication, 2011

(N) MNAA A-A (¥) MWHa B-B (@) Mwan C-C

- = = = A 9o = = o Vo
j’ﬂ"ﬂ 5.10 L‘]_EEI‘]JL‘Y]El‘]Jﬂ’]i"lmﬁﬂ‘llENLLH’JL"HE]N‘Y]GL‘HQNWN]L‘HE]NLE]EN‘I&H”IEN?IWINﬂu

7 Larry Jeftus, Welding and Metals Fabrication, 2011

Y. YUAINULUULBBIND (Leading electrode angle) L?JuﬂﬂilﬁmagmmL"?}auﬁﬁwqaﬂiiu
Tudnwaziausawdnduilansfundndivasumarnnmsansnuessmemaidenlieanly
Tufemadeniudufianmemadew (Gusenlydunin) é’mam‘lugﬂﬁ 5.11 M3 esanatiey
wuiidasaas Sl Tanzmainszieavdedufiowniuiuuudeniudsimuaugs
fiGenfiud Cold lap Fafuilamneliiadaunniowfinauanilelunuidew (Slag inclusions)
uannnilfdasmuauyumalilfiBamsanaiuly immzesdammdndunhTavsmaiy

NangNvaINIzLAuvisadusan lUnuITuNuTanzN g lurasnuuLs MU RaNIEe N
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a [ [ $ P g v [ v v ' [ o
waztinnaudsiinaeduauan adiea1innuly auandinaeslineeasasudnauided
v § a [ & ' Y = LS Y o N
agluwuidevauiadudounnioudiwanddugli 5.12 nndszaunsaidouuzinnaia

25mstlesnunsiia Cold lap waz Slag inclusions A4H
= [ v 9 = oA 4

o auauynmIaLuuEsmalEtsngauindululd

o dasmuantenasvaranevedlanzlionliauy ol

e FanlimalipuuuuLiunsTNENNeaAANNYUYBILUIFIUDY (Face weld)

e dreadndanlUntuaznai e nas U3 INYRLYRILBNARNAZ A8 (VDUNTNAD

Tanenealiveay wazvaunainplanswulTannuianud)

N esyNmInTanuuUEsaaIluszAUs IR B BIA1INY Tnadeauazgliayes
wu@an dauaaslugln 5.13 wiulddaiiynainloudeamannasgii 5.13 (1) LudlaNLEn
dauyu Mmatuanides wazlunmanaunudynaiaBeanaaipevselides (90°) g 5.13
(@) wpnFvalng yugs Tudnuin druyuaiadesitinzan aagUi 5.13 (o) Nl
ANNNT1 ANNEN wazaNVgsnipuulUmuneineeniy sgnlnmnunsUsuB sy
PDIAIALABNNLNNIZAN D1INTAIINAAINANBULYDINITODNUUUTDEADNIDUAINNANTN
dannwiedanyasaaulgifnu lasalienamsaldganiislunisdadulaiden T

AN} ﬂ”lﬂ’lil,ﬁEJ\‘]‘IIEN?‘J‘NEYJ@]VLﬁW]Nﬂ’J']Nm EVR A FN|

JUN 5.11 MaanuwuLyNaIN

LIPNLB NN (Leading electrode

MATON—
angle)
T  fiam Qﬂ’]ilﬁiﬁm 7131 : Larry Jeffus, Welding and
/ 2 . \ - Metals Fabrication, 2011
S L/ =
Tansiiiay

YANNAVDINITTNEAN
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, K 4
S . JUN 5.12 Mmadauuuuyn

AATDNDLINAS (Leading

awan (Slag) electrode angle)

i _ AEnmansiia

77.%/ 7: Larry Jeftus, Welding and
Metals Fabrication, 2011

. [4
dufiluvesn (No fusion) ,
auanialuwudion

(M) NMNAA A-A (¥) "MWAn B-B (®) MWan C-C

P ~ < = = 9 o A = ) v v
3’1]7] 5.13 LIEEI‘IJLT]EI‘]Jﬂ’]i‘HNﬂﬂ‘HBQLLu‘JL‘HﬂNﬂI‘HMNﬁ’mL"HE]%JLE)EI\‘]‘Viﬁ\‘lENﬂ’W]’Nﬂu
7’7.1/ 7: Larry Jetffus, Welding and Metals Fabrication, 2011

2. Msdeaadon (Electrode weaving)

fafunsdeznouiiadndnihieniainadoimnaudosiuazinloduneed s
Lﬂuﬂ{iﬂmiﬁfjﬁuﬁnmmmmimu@umimfﬁ'auwmm@L“Tiau (Electrode manipulation) Tuwug
fimdsrimanden TaemwieniilfiGendomsiu de “msdeataden” Famsdeaaden
9999191383 Edward R. Bohnart (2017) l@nanirfiunumdrdafideaansaissimuanie
muauinsazvaaTonludhuig 1 16 suldun mnavasanuniie anayu madudn
Tu/ds Fawnwsas Simangngu sesfaunds eewneriu wasduaniddussuuidon naunumi
ﬁwﬁ’mé’aﬂdnﬁu%’ﬂﬁﬁmiwmﬂmﬁﬂﬁumgﬂLLuuﬁﬂuxmidwmm%au (Weave pattern) 71
andaamneaniuaiiavessesdauasrinidonlumumisnng 1 fuaasguuumsdeaialuwuy

a3 1 enldiu Tugun 5.14 Tagghadienaziansanideniduuunsdsaindiesaupaniy
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UseTemiuasanudoinsvasdnsazuuidoniisanuuumuriinuessasse Tesesramiouiy
anudangluuumsdealndniuld NiillvegiuesdUsznauduiihanfinsandin iy
Taddnvasiufiden visanuliazmnlusmumiaingen Ty
nnszaumaaiuesgidsunyin miseaiaiauuiLnenay (Circular pattern) (ugtlui
fldfumnnlumandounurassesdauuy dery dadifl was deyuduusn Mud n1Iais
vnauazgliresinundew Tnsmsaiuaunazesnnanlumsde nanie fraeain
dowTurnamdn a 1 axlduundoniiuay (Narrow bead) uaiimsiudnfinnn Tumandudiu
dearedunaniie lua 1 axlduundenfinia (Wide bead) udnandneziasvsadiu
MIAEAINTONULUUFI T (“C” pattern) WasUUDAMALN (Square pattern) [ANZd M5
magenlusmunisimy (1G) mﬂﬁqﬂ uaAteansafieninluldfunadenlumunianiigg
(3G) i Temhnndmsunsdindetunuiitzesinessninatunuannfiuly (Large gap)
madmemazdumadinislansludesialduegnd visenaldtunsdnitunumu-ua
wanestufianansafiailalansidnmsesdalimnlndideadiuls wazaansarhmadould
netuwdaniuiinuaumnareauadenlieglunariinasg il
dmFustuuumsaemadienuuusa 1 (<17 pattern) mademadonuuuiilalgaluns
daarhnusetng (1F) AUt (3G) v was Tanuueusesy (2G) intesawns(2F) Tng
suuumssesshsmuguanudaulfaanagiudufiianamuannni daaadugli 515
aanauiisnuaunMaduaiidadion (Reinforcement) wanfnaglugUuunasdnmas
snsweudenfidaimauasiianuanaueresnauuLdon
mdeaalangluuuda T (“T” pattern) thansdm¥uasiliouyy (Fillet welds) Tu
munaridenTeg (3F) wae surtsmidearimiladiue (4F) aanansgtuuumsaeaialy
5101 5.16 Reiealiflumadensesdefifianudniidondienszualngs 1 (Hot pass) Madenia
wwuiilesfiunsiindeunnsenesuniwaweuuundenldiuadai
wennngUuuunsdealadaniinaandneduiuy wuiludanafiansUfoad
suuumsdemednnmanmeguun ileaienndaidaviedaimuainegelumems

Wonse AauaatinaNTudagelugln 5.17
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(i)

A

AERUTNNAY IO NIG (NG
AU UUTNWIN AULUULAURII—-0D81IAd

RO

~d

deuuuzlia 8 AeuuugUa T
deuuulad v AeLUUgU v an

deuuuglan g

deuuugen

= ' P ' A 2 a A o
771 5.14 nsdemadenlugluuudn  Mhadesdeudanldnu

M : Cengage Learning, 2012

dusnasuiinlanzunsaviaann
NTNAIANYLIATBIULILTDN

| ' o ~
7UN5.15 Mmsdearagluuuni I i

AszeANNIaulU SR U
77;117 : Cengage Learning, 2012

NINTLANLYDIANNIDU
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sUuuuMsEEaINTEN

P ' A
U1 5.16 madeaadionlugiuuy
@9 ) Nadiandisdanldau
772/7 : Cengage Learning, 2012

MITDNYNTINAY

l
\

3 7 $99999999.
: ,:"’ 2 </

.2 8 CHHIAR

9 $20000 ]

10 FRARAAR]

N el 1 St

= ' P = ~ o o oA '
§1J'n 5.17 gﬂLL‘]J‘]Jﬂ'ﬁﬁ']Elﬁ’JﬂL‘I]ﬂﬁJWﬁﬂ'\ﬂ‘Viﬂ']Elg‘]JLL]JUY]LLU?JU'ISLHWILL‘WHQ‘YT]L")]BSJWN i

7"7;11 7: Welding Beads-An introduction welders universe, 2018

5.14 ANNGIToN (Welding speed or Travel speed)
wnede saneanulunsadouiiveaadendeizorna W fadwas/Aund
(mm/s) LIURNAT/AUNT (cm/min) ) §2/40T (in/min) waz wa5/42Ta9 (m/h) Fudy adow
annsadennieianuaiauasdeavesnufimanzay uasanuaiawediden Tae

AnNTRzgnimualaeiavefaiuanigen visgagunssinmuauanudilunsdideuuuy
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BAlUNG (Automatic welding) Fudunnaununilyin anudilumsidienianudunusiy
peAUsznavdulunsdion $19899910 Miller Welds. (2018) l@un nseudiiay (Welding current)
35820130 (Arc voltage) ez AANN3aUNTIaUETL (Heat input) Asuaadluaunian 5.1

nazuadon(A) x sezin(V) x 60 ~
: v Ao % annn @
manuFounilougivay (J/mm)

anududen (mm/min) =

Taen

anuden Jwiiedu Taduwasani (mm/min)

nszwe oy intaedu uenuils (Ampere)

seezensn Hwiiediu Taanl (Voltage)

' 14 = oy = v = ] [ a a
mmmiauﬂﬂaugjmmmmmmma Iy ga/mamm (J/mm)

Tumaliigadandasmaiinanuilunndenamnsarildlasnssudia
nazuadaufieieadon nande nssuafiiudurihliassnaaseuiifleugiunuiams
vaenazanegadu Tavsidansaeuazmeldieuaziaanaeuazaeinii unideufiang
Tauazananzquiiugld wadhdiadosudinanudilumadenlyithiu fazaansoaiuay
anwangavesavasnazanslFduaziuuadonfivnngan SaudsTonidonsfiasiiia

= = = A x a = .. ..
anuslunmadeniemaisliaanuaansalunsudnseeidon (Weld joint productivity)

aelsian denanunlunsganfigndeuwazmvazaniu gniwuadulagieins

LY

(%

nuiian Nezyliludaimussuasulumsdsnniinnudluunees WPS (Welding Procedure

Specification) NiMIANTATINALBIALSENOVAY 1 Nifendesnumatien ouldun

1. 9HauazsNnvaInTEwd Widawy 2. 919YDINIABIIVDIDLAALNTALTDN
3. MWRUILAEN L TDY 4. DRTNIVIADNBLALYDIDLAAINTALTDN
5. aANNMLazTiavalansidoy 6. PUAYDINITODNULLITO YD

7. mamemlanzdaalnialudduny 8. anmiufovedlansidon

fnadendfrianmsmudduduseufidimualily WPS agnazdeauazgndasezld
wudanfiauyssiuuy ddnsasvssundeniiawanvgasaniniaslaslidadffoumsuans
THlugii 518

nnMmeaasinsiendssananuELanmaiy iednuSeufisudnyazae
wwatiewn TasBeuiisuuudenivinmasssdeuiszduanudanauly (Travel too
slow) ﬂ’s”mlf%’sﬁmmzaw’%agﬂﬁm (Travel suitable/correct) memmt‘%aﬁquﬁulﬂ (Travel

too fast) WU ANMAILNNNEMNYBILUATONLANANAUa ALl Awans Tugin 5.19
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nanie lunsdifiudendanliszdusananudidesiidniuly venaswazarenawn
anwsauazanludunugs wundeadldfnnalnguasyy didudngann sasdemilans
L%angﬂﬁmwﬁau 7 NUARDALYI FIUVDIVBLLYALTLINYRIHANTENUSaU (HAZ) AnTann
Faluduifalsrafunssesdondalans wazlunundusudidondmeszaudananuEuiey

a

nFAull wudhtsveavaransuay dudndntdos wuidiondn sanmaBudiueanlanzge

= o

wn nfhumglfiAnmmaiuussufssanagaanmessuundon iwnzansuaiuuasuia
sanadnliaansanfisaninldiunmiunadus Suindanstiegluuwaden Huauiu
wgiiansuaninrsssnaeuiien fuaassesuaninlugi 5.20 dnlunsdiidan
anuEudenfivnsaugndauuidonfauysol

dwan (Slag)

P o = ~
5U 5.18 SNBUZYDILUITINN

U

] ]
=l o ~

WaNAeNBIRYIENAVYRINT

WaNNAZENLAL)NABY
01 : 316y 92695 ananalrzneuns
aow Syunaluladnmndos, 2016

wuatiten (Weld bead)

< A & a
ANy daNEuAulY

7171 5.19 ey

aNwEIUINYBILLD

TR o NI AN, Al A AT A gy b S

BT g 3 A ¥ AT, TR NN TBNIEDATI
NUANANY

71301 : 7976y Y2895 1OAAIT

15enayn1saan 391

ANNGUTDMANZEN ANy aNdAuly inabuladinadon, 2562
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< o o A
31]7] 5.20 aNBHUSADINITLANTIIMN
LAAATINANVDILUITDN

71071 : 7976y Y2895 19naITL5ENOUNTT
aou Jvunalulagmagon, 2562

NnaNns 1 5.1 ldnanmnidunaadimniulddanun ssdiszneuviaihisuins
Fenflanudniusaaiues mnududen nszuaion uazszaraninataden faiu densnm
\Zou vidathadenmananfiazaiuguidersyesdussnaurasmadoufissiladmialy Wps
Rerdamaramsudsuulaawesdlsznaudau 1 muldie isrhmsdelilduudend

WiaANNaNyIal Apegy fieienliunssuadieniiniu dinadaaranniauniloug
TuUgIUMN daarmmaiinanulumadesliduiuuugisvaziiatisnasnilng wuo
2 = & A a & & v & v A % a
Wonuvuny axialanznsznelunmiseaiadununzqiiugld (Wudu Tedisznaunie
thdgraanmadenfinannmniinansznulasnsidednuagUiwsiuuidon AILAAIENHULYT
4 I = = = a o o =~ = Vo =
wdanean L unwaiauasinnuneasudansnniiiamadeniuandanulugin 5.21

R.S. Parmar (1996) lduansnnuaaiuliin esddsznavvesanudilunisidey
UBNNHHAAFLNNINNMEM WA BUBNYDILUNTENUFITITHEAD FU T IwBTiAm 1IN 3LEY
¢ (Direction of solidification) lagiiiafiansananlasadaszauNmINA (Macrostructure) 98
wiulddanunuudaniitiannanuimlumadengs verasnazars yadlanziliondzinss
(Hugineai (Teardrop shape) LHunglitiafiamamstusInIsdimninaneuuadenn
ABUINIAIMNALTAANINITTEN (Welding direction) daudaalugii 5.22 () Tumandunu &
anumlumadenavsvasuazmeaziginsaiiuglasely (Elliptical shape) iemn1ansiii
mazaamnifaeasnauieuiuyw 45 asen Maudmyeguinaneawunilion udadlugl
= =2 a < o A o Ko ' ¥ .

715.22 () Tnalnvasiieamanisdudinaniuiidnadanislaieadagania (Microstructure)
LADIAYAYDINANITNVIINAINTBY (Heat affected zone) lagnzafinefisnsazidanluun
yasaaslangingnauon
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aiadiau IDHNAUNWIY
G ¥ i 55

24
Tonzigou

= = = =

33 [} (< = &

2 = = = 3] = -~ =

33 a a =

2 82 8|==2 - = N N g =2 \,53
mZ23 g 8= € "= g = = s = 2 &
= =2 A= 33 w=2 33 == por)

» WE S =2 15 5 S Q= = g &
[= I
Es S E||BE 2.g R E # - € &
5 - | : * 2 o

K

—_—
P

)

)

W)

)

))

))

()

B et pp——

P o 2 = = 2 A Ao 9
§1J'n 5.21 ANBULYDUUATDNVUNMNENALAZTUNUNAGDUTBNIINHTIBNT
WaNNUANANNY
77;1/7 : Material Handling Blog— How to spot a good weld V'S Bad weld, 2020
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NN T0N (Welding direction)

<

(M) ANILF) Lf‘ﬂamgq (High speed) @) ANWIATouA1 (Low speed)

U0 5.22 ulsuiisuginsisnasnazaauazianamMaBumueILLITaNNA1
ANNGUTIN

771/ 7:WJIM Technologies—Excellence in material joining, 2013

5.2 edlaznaumadauainlansuiinaqu (Gas Metal Arc Welding : GMAW)
[HunsaAnadeuwuueninilfufmnaguuuaden fufunnufudinunssuums

donfiiannnniugurssmadendesmadonlnihiimdnd Taensindululevesmadon
fin/ufin (Metal Inert Gases : MIG / Metal Active Gases : MAG) tfunssadgnisidenfiiewn
ianlfnuiunnmngiaulfaeanuazsa ssnalafiau Sremaiilunsdeudiende
mealuTafimadeuiigaiiuwssiuaionniiu hadesfiefidmadeniniudeineinuems
L%EmLLazﬂ?l”mj’ﬂuﬂ’liﬂ%ngﬂ@ﬂﬁﬂizﬂﬂﬂ‘ﬂﬂdﬂ’]ﬂ%ﬂu (Welding parameters) 198819151 Nt
Tumsdunevieguavaouazas inmamuguaNaLagU eI TN Tudades
Fnamstudn duanuianudnlalumsmnuariedSuniaesdusznausasadonm
LA3BALTeN (Welding machine) Téiuf

1. ﬂizLLﬁVL‘NL%Em (Welding current) 2. WIAUBI5N (Arc voltage)

3. ANNIBUAIN (Wire feed speed) 4. LB \FoW (Gun angle)

5. ﬂ’JmL%’JL%BN (Welding speed) 6. seezluaain (Wire electrode extension)

asAdsznauvieifiismadousinaninduiudnidfwanneeisesdoudouas
AN NIBIHAATIATLE Pudimadiniaanuansalunsadafigaiu e luiaiss
wenenuuiudsmsaianaganudnladasmafudeimuathiefinanssnudemadow
Pnllfsdednauazdioarsszlaliluwdezesdisznovantszaunisainisinnulagns

aama il

5.2.1 nszualwidou ¢ Welding current)
Buawssnszualinlfizenidnsnasdndinesnsnisiloulfuiioadntio
sUnsanazsuIneILu oy SN lRTzesn15TNENYeILUI T NTIE19B 99 1M FRONIUS
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2018) Tnelumallgiidudenmadasnuuzuuusdueinasinsualidauasgnasguene
fulsudanmatleuan Aelesanmistloumadidniu nszualiidoufesinauiai
Wiy wadidenmadeuuuussuufinssuaasiinszuadonasuasfitumihganiuguues
wseudow nazualwidenfifivgelussfindannvasuasmevasmadonuniu duaasly
51/i1 5.23 iunTEanMIvasuaraeazianuusnniianszualWidan Fnaige wazaaudng
nmfissiuTRnansualhidend fufumquaivmerssmadeniludeaninnnreinsua
Rdanudumussenaioulaslinessdoundudnllunethnssue
Binanszudlidouiiiaiu imlddedenmadiedaniiditu iz intonasu
azamefinie dewdwalasandeznauundonilnatiu yuiu waslinsBudnveaununion
finntu MuaasmaFeufisusnavesudent Wnszualiideufiuandefuudsnazes
avadanriiiu ustfl 5.24 venaniinssualwidondsfosdiais anumuiuiuvesnssud
(Current density) Tsazvanafasinauuenuiznsnszuadenaiuiinidarasnindon
dunsf 5.2 L‘ﬂulﬂmuﬁmuwmpliwamﬂ%au%‘au Lincoln Electric-GMAW (2014)
Bnéoens i dadentSuasliUBinaeanssuansdi 200 wanuls udnaans
denlFaradenfinnaiduriugudnms 0.9 wa 1.2 un. mamaBeufieuiu duaaddunng
i 5.2 ssnuhnszualwideniilifumadensua 0.9 . szlaNumNUINYBINTZLANNNNT
vnamadon 1.2 w. wasuenanifuaadifulddanuinunasemadeniifivnadn
(0.9 w3 Fszezupamstndnldnindiamalne (1.2 ww) Aszdulnanssuaionfioiiiu
namde asnanufeuiildnnnszuaiiiiu mavnadnlfanufeuiianasuasmenin

ipennalaniswalna JundedsunaanuisuninnnnfiezinlUldvasvazmedunulany

]
A

Fow FehliAaseematudnldnnt SuaasFeudeuliifiudumstuiniiuandadiuds
Tuguft 5.25 fau sswurihlumaliianmsinadenasdenlfaadanmuunasa 1 Afagi
dadanlifianuminzanduiusiufufnasesnsualhdon dadadasvieannauiiuly
Taemluguanmaidauinazidonusnihnmadannrudliidoniunnasesmadoniivnngay

AIADEN9 TaLUzIN I UANT19N 5.3

, , nunuanwls (A) ~
anumnwiunszud (A/mm’) = 3—4/———— anmi @
wunnthaaaiaey (mm?)
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A o v = J v d‘ 4 v o
A137911 5.2 A19EULEAILLBEUNEUAIANNRUILELN T LENIUIASIALTDNANAY

> A& Fa & =y = a & A & o
N > 1A WINGTT AXDINTTLYBN I~ WJ/W%IEI LOMBBEURAE 2554

0.9 0.636 200 200/0.036 =314.46 3.2
1.2 1.130 200 200/1.13=176.99 2.8
22 10
20 /
— 116" (1.6 mm) / T9 P
= =
g 18 = i
Z / E
~ 16 —
P 052" (1.3mm) // 17 %
'ﬂ% 14 / B
ey / 4 <
S 1 / o
3 / 33
< 045" (1.1mm) // +5 =
E 0 , &
avg / +4 avg
z ° =
Y 035" (.9mm) // 13 &
£ o ‘I'/ £
s 4 _ p 2 &
= L &
3@ —+1 ©
2

0
50 100 150 200 250 300 350 400 450 500

nszuadiaN (waNwld)

A £ v U - YY) a & = v o
JUns.23 ANNANTUSIBIANSzLAEDNAUEaNMaANalans@iandmauia CO,
77 : Richard L. Tittle, Welding and Welding Technology, 1973
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- o ' o P y o § =
A137911 5.3 AIDENUULINIMSERENUIARIATBNNUN ST LA NN RN dY

> A& Fa & =y = a & A & o
37 : MIUEAMT) WINWETT ANBTTLTEIN 1~ WNW%H LOMBBEURAE 2554

0.8 50-140
0.9 65-160
1.0 100-220
1.2 105-375
24 210-550
3.2 375-600

(¥) MWAAVIIULUILTBY (Cross section

A o o ' =~ o o ~ = §
j’ﬂ”ﬂ 5.24 ﬂ’J”INﬁNWHﬁ{‘HENﬂ’]ﬂ‘JzLLﬁL‘IIE]Nﬂ‘UEW]ﬁﬂ’]i‘IINﬂﬂ‘BENLL‘L!’JL%E]N
77&/7 : EWI, Gas Metal Arc Welding Basics : Welding Current & Welding Voltage, 2015

PUR[IN 0 0.9 VY YNNI O 1.2 Wy

ﬂ— 200 uauys ﬂ

FuNULTDN

%

< = = = A = v o V@
j'l]'n 5.25 L'lﬁﬂﬂl,ﬂﬂﬂigﬂgﬂ']isﬂ“ﬁﬂ‘ﬂﬂqLLu’JL(’HﬂN‘nﬂigﬁLLﬁL‘n']ﬂu"llu’]ﬂﬂ')ﬂﬂ'Nﬂu

7"7;11 7. Edward R. Bohnart : Welding Principles and Practices, 2017
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5.2.2 uNAuB137 (Arc voltage)

Lincoln Electric (2019) ﬂiiu'i%'ﬂm%auLmum%ﬂﬁh’i’uﬁﬁﬂﬂﬂquLLmﬁ}amzLﬁﬂ
mIm3naussninatadenilnalugeaninduduany SuresvinrsamseinGeni usduasn
¥ae s2rensn 999 nIzuIUMSEeN SrhadendenlFuuUSuusidunsfiaansalSundlai
?;ﬂmuamﬁﬁﬂmmm"%mﬁiau Tnowaeadenszasszdunssuaninlinfnasanmmuing
15 wazazassnuwszazanimainlSageaan ane naneds S15zezensndu (Short arc length)
WRTUEIENAranmas (Low arc voltage) wazlunanduiudiszara15nend (Long arc length)
LLiaé’um%ﬂﬁﬁwqﬁumN (High arc voltage) A LLaﬂﬂugﬂﬁ 5.26 lumadFiiadufinsuiuda
madenySunissesensniinadesuiauasginundenTasns nanfe nadidoudeses
pinfduuudeaildfinnadnuasyu udilunsdiidendssezaninfienieslduuidend

Aatazwuunusuiaan larenssifueanaNIn AIwanInstFeueulddiueul ey

]
=

Nuanaanulugin 5.27 wazlugin 5.28 uamIAIpENYIENHULYDILUITINTHIUNITNAGDT

§ s

deudausdueiniisssfusesusadufidnadiuy fuaaddfiulddaauiunduniniigd
unndamsraananfinndu waslvnareswundeniinii atnalsionw Ausdunindig
mImuguUavaaNarmeuaznLiantaneniude Tadadldhadeafifineszuasanudinng
madeufideuings Tasanugndatuasminzanlumafuussunindasinsaniuiuiy
nneImaLTon siinveanianagu sumisridian MIenuULTDLRE LAZINARINL

POITUNUL TN

WIIAUBISNA WIIAUBINEN
Lower arc voltage Higher arc voltage

Arc T
Arc Cone_4 ), 7 Length / X Arc Cone

rl

o

Cone Width Cone Width

J L2 L L o
U1 5.26 ANNENNUTYPILTIAUDNIN (Arc voltage) AUTzEZA13N (Arc length)

7137 : Lincoln Electric : Process and theory, 2019
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D D ialane D Wialane
—~ O — S,

¢ & a s s a
3$EJ$ﬂ’liﬂﬁuLﬂuvL‘ﬂ F2YLDIINLNRNZEHY iZEIZE]’IfJﬂEJTJLﬂul‘IJ

A o v N J 4
JUN 5.27 anuduiusuntszeze1in (Arc length) AeUUALAZ3LTNYBILUITDY

7471 - Lincoln Electric : Process and theory, 2019

18 Volts 21 Volts 23 Volts 26 Volts 30 Volts

o A 4 N 4

P 1 - 2 % 9 Vo
jﬂ‘n 5.28 anwarrILUATeNNH UM MAapIdauMeldusiaueSnuanaany
7 Welding Theory and Application, Army Technical Manual, USA, 1993

5.2.3 Anwaunusvaunssudlnidon uzieue1sn uasonrimailouain
(Relationship of welding current, arc voltage, and wire feed speed)

Lincoln Electric (2011) lduanidayal Slundnnguiuazaviunmsvesnssnitnis
L?iauLmum%ﬂﬁiﬁuﬁaﬂﬂﬂquLLML%N (GMAW) findnmstsusaenusasulniihdmsunsens
nuasnszudlidenfigesunndennnsndimadenuuudu 1 35msfe wnmasfiveausaiu
aninfiedaadan uasanszudlidovasgnimualiAemadeuuas Tasiannnsaiuay
seanulumstlouaaiiey (Wire feed speed) NA1IAD i’hé’mwmiﬂammmm‘i’hgi’sﬁymm
Fanniu eiedenvziunszuadoudintulaesaludd lusaeiissduanusuasd lung
ndufuddannistlousssatninas tadesioufivzUSuaanszualidonaseg i dadiud
wianeey falugii 5.29 () Lﬂumia%mﬂmqmadwﬁﬂm”mﬁaﬁaﬁwLé‘anﬁmuﬂLLiﬂé\’um%ﬂ
faseaden TuandifiuegedaaudaBnansuaiaeuisnaismmuaaiussdiuainu
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w3aadinufinf Tasmau/dsuwtasemzanuiuesmstlouatn A8nsilaeudneieluns
AUANLNaNAzMBLAINAYBIL U TN dnguadilifsuimuadasfivesnszualn
deufiietaadon Ainnegiliainafasanuunduinliaild Tasfiualiufiaaaaiis
nazuanafilusziu R Inafigiu fifuaasnnudniuglugi 5.29 1) BAsiRenossinge Ty
Tumsmuaueanuiiessmatleumefivuafimaiemmessiiuuseuidenlniviaan
vaauennILaInAfUTuILdon Humgrilfauguvidemnuasnauuideuenann g
dousinlidaadonldizl

WU (V)
WIAU (V)

I — —— Operating Point
e ——————— —— }

Operating Point
av d

A

av 3

.I i
I i i

'E""'
1

A5EUE (A) NTEUE (A)

(n) MIMAWVVITUTAUAINYDAATDATDN (1) MINIALLLITNIZUAAINYDILATE

3101 5.29 ulisuiiisunanisnisUsuasmuuuunaulniham duwuunszualvidon

ANEMSUNIDSNULLY GMAW
77;\/ 7: LINCON Electric — Process and Theory, 2011

MNNANMIANNENNUSIIFURNEINI NszuaBantinduiiasnnmstliouaini
2 wdinansznulaeaseranisiinanusoul¥nuduaui@en (Heat input ) waztNuau1nn
WO NTNEN (Weld penetration) wanbitanall luaniizenmnisflouaraigeiiudaw
ausnaaransznuaInalddmanImIuaNLRaueIin Rezldnudeunmisuiumsuen
89351N131laUAIATae MY IUTBNEINTARDNNILAIVANNITDNAIEID NMNUADAIING
flaumaviousdusisnagilanldmuanuaia lnslnddnanaialioninideyauuziiiie
! [ v A o '3 ~ v [ [ v = = o a
Heduuumuliidenlfesdlszneungndaurinzay awanuuegaluasnan 5.4 Taseda

NNNILIF0V Larry Jeffus (2011)

[

Tunedfiadadendesdiuneannistlouainaudanimuaisaiiunisiden
(WPS) lunsainlilanmvualy fradiauannsatSunspamuanumanzay INnuesnlsenay

~N o

au 1 Tageaignelsulusmzimduimadensy Taiidednimefivinzanldineuazsnid

LY

vInanlsumeauaelasnnassuonuulanenaasinauauninazldgarsnnnistlauainn
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winzaw nadiansmsdumasinisiion GMAW wuztihimisySussdiszneuiiazsa lians
Ysumsaw 1 funanedlunadeiu Taeddulsau 1 Snnaresisane eiifinadenissy
ssdsznanlumaiden 1dun anwmunassdunuden siiavesseass muniaiiden munis
soada uiiminaqu gamgfitunu wesnuludsinueanuiingeshadey

o v o a a v & J = 3 v w
f199N 5.4 ‘llﬂ};ljﬁLLL!%L!’]L‘I]\‘lLT]ﬂuﬂiuﬂ'ﬁﬂi‘uGN?Nﬂﬂi%ﬂﬂll‘llﬂﬁ‘lm?uﬂ'ﬁt‘ﬂﬂﬁdﬂ’]iﬂi"mtﬂﬁ

UnAgu (Recommended GMAW setup)
77%/ 7. Larry Jeftus, Welding and Metals Fabrication, 2011

M3enemninlanewuy Short circuit arc

0.023 45-70-90 14-15-16 150-300-380
0.030 60-100-140 14-15-16 150-220-350
0.035 90-130-160 15-17-19 180-250-300
0.045 130-160-200 17-18-19 125-150-200
0.052 150-160-200 17-18-20 135-140-190

msmenilansiuy Spray metal arc

0.023 100-110-125 23-23-25 400-450-620
0.030 160-180-200 24-25-26 500-520-650
0.035 180-200-230 25-26-27 400-480-550
0.045 260-300-340 25-27-30 300-350-500
0.052 275-325-400 26-28-33 265-310-390

VNG WBNMIEIZUUNIUAN93IUIN (DCEP) waz aasnslvaveauia 35 th 45 gninadvaseund

nnfinaninsdunssuaiden wsduesn wazdannstlouaiaianuduiusiv i
adendesimuavieiuarlininzay nuihdlifulsGesemnaduiugudnaiie
aailauniaiiinladiu Asvuaanulavesaintiuies Raflanudidadasannistlouain
Taenss Tafjudnaiaidion KOBELCO (2015) Tduansdayaliuasldihangndeiauandlugli
5.30 Hunsenmateinadenainmannd1amsusy (Carbon steel wires) fiuunasa 1 fiu

Wulddaauin iaaadvnaniladudetans annsilaulviiias lunsnaunuidaanisuia
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sannisilaumaiienazidenldnainiudesinisdiuiisnszudadonaiuanu las
anndvnusidunhinlulufiamadendustianiaidgainden Bananudnusiin “Bum

off Characteristic” fiB AaIaNBMzNMINADNAZANY

~— ~
N c N (g
= =
2 3
| S S 1
800 + S = 1 20
= = =
= = 2 & =
700 1 % N = + &
'G(E o (e <t E
Z = & = L 15 &
< 600 o o = 1
e < © = < Z
=z @ Q = = ~
& 500 4 s P = g
= N 8 @
—
2 =
g 400 & S 410 &
@ ) 52
= s 2| &
S0t oL L © T =
2 [y
: ' = =
((E 200‘{ | o T8 &
s : S|
9
@ 100 4 : S 1 ‘@
|
: : : ' ——1-0

o 2 100 150 200 250 300 350 400 450
nszuaidion DCEP (uanul3)
§1J°7i 5.30 ANNFNNUSVRIVUINRIN BRTIMTTEUAIN LLﬁzﬂiZLLﬁL%BN‘BE}\‘l GMAW
7"7.;(/ 7: KOBELCO-Essential factors in gas shielding metal arc welding, 2015

5.2.4 AN UT93 (Welding speed)
wne sannsanuihlumaeieuiivesiideudemienam lusznitms
dau Fuiaihumisrasanuenessnnideudenanimaden Tasanaiafumieiideund
(in/min) NaALNATADUIN (mm/min) 1138 NAALNATABIUIN (mm/sec) ﬁuagjﬁnmmmmzﬁu
yosnufinaien vidsmudafimuazadieinssenuunamuden (WPS) nadinmaidiauuuy
Asaluld anuhlumadengnatuaalaefioveshaidon dunsdimadenuuusaluifes
gneuanlasszuunalninang henuduesnaidentisionuduiusiuusdiuenin was
nrsuadaufidaninanfinnsandssneuiiuiu duanddugii 5.31 181989990 NAVEDTRA
2011) Tagssynazdimansznulagse (n) STeEMITHANYBILUIETDN (Penetration) (¥) ANNGI
vidoyuueauLion (Bead height) uax(m) AMUNTNIBILLILTEN (Bead width) nanda
diafinnsananglil 5.31 henuhlumadeniingiuinaanufaudeleuly

aranedunuldipsat dnalFieraaNasa8LaNad tNTIZAAMINEDNALABLANIZUILIRD
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ypaguusuiumgliszesBndntios wazuundeniinnuyuganin dalgmiudlalasang

Wendmamuanliiansnfiveudmuninyetsnasnazmeane (Puddle) Tunmenauiud

ANNUTBNAAATBTNAT TUNUNIMFUANNTULANINTL RTINS BULANAINRBKLNE

ANNENNLANTY UanaaNIzaza1anIIIULAzAY dinaliuunTanivunalatazissaznm Ity

ANNVNYU MNUNLINANEINTIFUYDIANNT UMD NNTNANTENUAD YU AL L AN WAL

PRIV [FNNITNAADITDNTUNUNTEALDATIANNATDNNAAY WU LAKUIDNN

fenuuananiudulyamunanmannanuegndan dudaainanimasssluglin 5.32

Travel
Speed
in/min

ARC
Volts

Welding
Current
Ampers

Travel
Speed
in/min

ARC
Volts

Welding
Current
Ampers

30
25
20
10

300
250
200
150
100

50

FTTTTTT TTTTTIT

Penetration

N

— Increasing Penetration —9>

(n) SzezdNANVBILUITDN

30
25
20
10

300
250
200
150
100

50

[2.7]
[10.6]
[8.5]
[6.4]
[4.3]
[2.1]
[0]

M2.7

Bead Width
> le

/

[10.6]
[8.5]
[6.4]
[4.3]
[2.1]
[0]

— Increasing Bead Width —9»

(R) ANNNINVBILUITDN

Travel
Speed
in/min

ARC
Volts

Welding
Current
Ampers

10

300
250
200
150
100
50
0

Bead Height

N

/

——Increasing Bead Height—9>

[12.7]
[10.6]
[8.5]
[6.4]
[4.3]
[2.1]
[0]

(1) ANNGINITDYUIDILUILTDY

P v o
3N 531 ANNANTUTYDIANNG)

WM LRAUDISNUALNILUETDNNT

NARDLUILTDN

71 : NAVEDTRA 142504, 2011
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10" min. 15" min. 20" min. 25" min.
(4.3 mm/s) (0.4 mm/s) (0.3 mm/s) (10.0 mm/s)

P o = = A P < o
3'1]7] 5.32 IUIALATANBULYDILUIITDNNLTDNAIYDATIANINLIILANANNU

771 : NAVEDTRA 14250A, 2011

5.2.5 5% 5[1-‘4’/5”7%?7971?7;91/ (Electrode extension)
sezluavimadeniueidlneumadeniidfysgndidmiunsidenwuy
fin-uiin Treunaasie1938n91 Wire extension 30 Actual stickout Tanne@aszevieszning
Uasueanieinszus (Contact tube) fulmsvasadntiion (Eelectrode) Taeniludaeszezily
dmiumsguarndeniiawnisnarinfuivnudes anufeuiiliguaiaiinandianu
Frumunszuadon %&ﬁqmmimmmm%'auvlﬁﬁaﬁ $198999101 NAVEDTRA 14250A, 2011

MmANNIIUNNANNIIUMY = I’xR annin @

We 1 =nszudden
R = @NNAUNUNTEUETDN

vannil faflasdlaznauinduiifsdesiusesludandaniidasnuaulinioy 1
funugawasiiiien 1dua sezisnnmevssreriinszuafediuaiudon (Tip-to-work
distance) e szazmﬁﬂmﬂﬂmﬂmmmm%am 5@%14&11;1,%'% (Average arc length) ﬂ%@ﬁlfiﬁiﬁ]
fufihdessezaninvasmadion duanneasdenasszesin 1 vesidonlugii 5.33

dndwavesszeludvesmaidoniinansznulasaniulinansuadoniiulside
warTresuAnfiAsuuanmesudoumelfasaseinfined daandlugil 5.34 (n) was (o)
mwadiu wuh szesludvesmadanfiismnduezdinalimanudunudenszuadendia

NNTUMY wazRUFuaeesnssuadenasaluaruldiosas daaadlugii 5.34 (n) 3
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Hugumgliundessanaauiilfgumaidonnounaiiniionmmasumalandiauuy
Saluad (Automatic decreased) adnLiaunasnendy luvaiisannistlouaanadnuas
szven3naf fatil wwadewdildfefissesnmamasndndniivios uuidendn uasyugs Tuna
anfuinuiaes Tnavasmadouaamasmanudunmudenszuaidiouanas nssualvarmld
nnduseanufauiilagumnldnnuaziiiy ameavasudistevasuazmenelu uudey
ileRaiszadudniinnuazuundeniivnalng éfqt,l,amiugﬂﬁ' 5.34 (9)
Igfimmansamaanmaduifelansanmanassasmesasmadoniiszes Tuaas
madauuandaiu wui sesludresniadenfiiunniufivunlivreaFnamaduile
TansAdsanigiiududadulasandeiu Taaaadesiuanuduiussesnszuadond

iaduLuuanlulRrzl fuRnmaden awdadlugln 5.35

Gas Nozzle | ' 4
U533 wezludvesmadon
Contact veveio o = &
Tube LLﬁuquluﬂ‘Lll’] MAerulums
AVANTIILTDN
71 - NAVEDTRA 14250A, 2011
A ﬁt | Stickout
Tip-To-Work Distance + ctual Stickou

\ 4 Average Arc Length
11/16 — T T 17.5 11116 — T 175
Effect of Electrode Extension Effect of Electrode Extension
5/8 - on Penetration with Constant —{15.9 5/8 |- on Welding Current with a—{15.9
Arc Length Constant Arc Length
9/16 14.3 9Me 14.3
- 4 = E
£ et H127 ® £ 1n2f 127 T,
3 g 8 g
. c
§ 716 11 $ 5 76 11 3
2 2 2 S
a o S b —95 2
< 38 95 9 5=
. g 3
?g 516 79 2 3 516 79 g
2 2 5 5
2 N - 3 & ar 6.4
= 14 64 3 F 3
1 1 1
1/8 L L ' 3.2 Y8150 170 190 2702
— Increasing Penetration —= Welding Current (Amperes)
(n) (v)

o ' A ' = = =
3‘1J°n 5.34 wansznupsszesliaaIndonms (N) 2HSTNAN WA (Y) NITUHALIDY
771 : NAVEDTRA 14250A, 2011
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DI Deposition Rate (kg/hr) 4 ,
2 2.5 3 3.5 31N 5.35 Nﬂﬂi“’ﬂﬂ‘ﬂﬁ)\ﬁ“’ﬂ""[ﬁ\lﬂ
116 ———F—T— T 175 3 . ¥ vHy
Effect of Electrode Extension ! PPy a0 &
5/8 - on Penetration with Constant —15.9 MATDNABENTINILANLLD
Arc Length = A
= & A

o el Jtas 3 Tavie (Mnszuadion 145 |
g 1”2 12.7 g waNLUS e seezansnaci)
o ’
% 76| 114 & 77 NAVEDTRA 14250A, 2011
a o
° =)
5 38 - —19.5 g"
= 3
o 5/16 79 ©
e —_
& 3
4 64 3

316 - —4.8

1/8 1 L 1 1 3.2

4 5 6 7 8
Deposition Rate (lbs/hr)

nnduuzrasudaaisadanuuueiniliuianaquvie in-ufin szylilu
neumadesmnafiavesmaielauilans wimualinssesTnavssmaidonfigndauas
wnzan fauanslunna 5.5 faszerlhdaaiuusnihdnsinsonaugivnnaseiniaion
Tasanadannnaidndaudanszesludaaiives uaziuszes Tnsmnnniudernassaia
denTatu iy sweaaden 0.8 — 1.2 finduwas sszesTudaiafioninsauagi 3.2 -10
finduns vide hamnewasmadanTniiuiy 2.0 — 2.4 Tedwns Aseludmafivansaygi

25.4-31.8 NadnaT Ty

J N ﬁ' a‘ U \ = 1
AINN 5.5 ixEISTNaﬂ’JG‘IL?IﬂNﬂgﬂ@]ﬂQLLﬁ?,mN”lzﬁN‘llﬂﬂLLG]ﬂza}Juﬂ?lﬂﬂﬂ”liﬂ”lElTﬂuTﬁﬂz
7‘7;1/7 : Andrew D. Althouse and et. al., Modern Welding, 2020

sinvpanmsmeloulane (Metal transfer) szezluaadIndiay (Electrode extension)
41 Short Circuting 6 — 13 HadLuna vae 1/4 — 1/2 12
WU Spay transfer 13 —25 Hadluns vian 1/2 - 1 i

5 P18 328 lNan I TN RN TIALINING I TON

526 %/1/7/7‘1/:/‘4 I (Nozzle angles)
yuidenlunIdsmadenwuueiniliuianaqu Wie in-uiln Hanuvag
LREIMUAUYNYBIAIALTEN (Electrpde angles) A8tnaNaindionaglud1uniinaina e’

Wontane laefynvasi@ioniiiaduluszninammadenssd 2 yuawe Nnanliluwaaw
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{89 Andrew D. Althouse et al. (2020) fissyiinadendasansaiauliegluyuaseni
gndasuasineaunag innsiudulsiiddnlumsshaanuanysdiseswundon a2 yu
Tespandasiurasingluenasyes NAVEDTRA 14250A, 2011 yusananfiae

1. aguﬁaﬁammummn (Transverse nozzle angles) %38 11953138171 mﬁymm
(Work angle) iuanfldusnugudnanuasiadonvide aadoniariaufuiufivesiuny
Fonluwnmmnufismnfuuunueesugow sauandlugUil 5.36 (M) was (@) Wumauang
Tifunmaeyuesmluuiizg sasuuddanyy (Fillet weld) uazuwudiiioniag (Groove
weld) MuEdU daunsdimadentie (Pipe) ummLLu'm'mﬁ]z’iﬂﬁnﬂagNﬁLé’umu@uéﬂmwm
vdeuramadianiahyuiuAmeluwnsuuinessnlinngudnamaias 1 lufne
VinaNAXAENNMALTDN

2. yu¥douAINLUIE7 (Longitudinal nozzle angles) ¥in1niaTaiiandn yun1s

LAROUNILTN (Travel angle) tHuynidurugudnaupsmidisnviseaadioniariyuiu

Do

udadefinemnuununuaassesdedenlununsuusesmaden Muaadugui 5.37 (n) was
@) ifumsuanlifiuguaimsimaadouiivaniidosviiomeidon Tumadeuuuidoug
(Fillet weld) uazuuaidiongad (Groove weld) auadi ﬁm%f*umsﬁiamiauumimﬁ'auﬁmmﬁa
dawsfafududdaseenlinnguinanusmansaamaienluwuisinussunuuun
‘o (Axis of weld) ?ﬁaagmmﬁaL?iammu,mmﬂummxﬁ’nmiﬁiamm’ﬁaLﬁﬂwmﬁaL"f‘iau‘vﬁa
yuasaadanlvieglurdenldnuuuuiiauonevds (Backhand welding) uasiiianidumnii
(Forehand welding)

yuiidaumuuneninadenfiduuuuAsiean (Pulling angle) Tagsyauiil
widenszdeslulufiamafentufufemenaies (Welding direction) 'ﬁaﬁﬂﬂuwﬁaw,l,uuﬁ
71 Backhand welding u,azagm?iau‘ﬁ Wuwuuauviienan (Pushing angle) agué’ﬂumszﬁmﬁiamz
Bealulufaneasduiuiufenemaden duli SaGenyandeauuniii Forehand welding
FauanaFeufisuanuuandazesuidaunsedlugui 5.38 vennnifmuissduyande
vosiuieniinarezezmstnanueauuaidion nande yudenuuufndamnelfszesdudn
mnnfigadasagluiamiBeasning 15 f 20 ssn duuideuuuusuviendndosaglumg 15
430 a9 wenInfnadessesduAnud yudenlunmandeufidifinansznulasnsese
nauasglreauden duandduzlil 5.30 FaFeuliifudianudiniusuesfianims
Beareaaideniusesmstunuasansnesgieuiden feagu madeniiyais

WIDAINAINGAAI ANNYUGIWBILUITINIzAAMIEIUANNNTITzLiNIY (e
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ixum?}’uﬂu (Work plane) izum%"umu (Work plane)
(n) YNTUNULDULTBNYN (Fillet weld) (v) um%’ummmmﬁ'au%ﬁm (Groove weld )

4 . ; ; P
7101 5.36 AN¥LUDNTINAINYIN VBINUTDNYN Uz NULABNTBA
77 : NAVEDTRA 142504, 2011

plan®

1oV

\.
Axis of Weld
(R) yNMITLARBUN (1) YuNSLARBUNKLIL
wUULBNYN (Filler weld) LBNTBI (Groove weld)

o [ - Y A '
UM 5.37 AnBzIDINNTENANUIEIUDNNULTINYN LazNUTINIDY
747 : NAVEDTRA 142504, 2011

fiotaunuuzdmiumadenliyesiudaunnlszaunmsalyeshadio

1. yuadeufivaninidonszning 5 & 15 asen Hudayafimaneaufiunadmumisni
\Ton Tehaidanainsoauguiianasuasmaldie wdaniTemaiadaunwiasias

2. uuﬁu%amﬂ?{auﬁuwé’uﬁaNé’n (Forehand welding) tnanzfiazidanldiunis
Bealanzagiivdien innzanuseuiloudngiunudeudnem udliseznstudng

3. uuﬁmﬁ'amﬂﬁ'auﬁLmuﬁw'%amﬂ (Backhand welding) Lﬂuaguﬁaﬁﬁauﬁﬁﬂmﬁaﬂiﬁ
fumnzanflasdanlifumadendimanmdnnd i 1 WIEE Wissesuanann
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Airnenaliay (Welding direction)

<

25" push—
travel angle

T~ 250 drag
travel angle

NN

NNLTDNUUUAUVTONAN NNADNULVUAIRN NNVBNULULFTDAIN

4 s N = o A
§1J"n 5.38 ﬁﬂﬂmzﬂ’nNLLﬂﬂﬂN‘ﬂﬂﬂuuL?JEIG‘W’JL‘H?JN
77,}(/7 : Andrew D. Althouse, et. al., Modern Welding, 12" , 2020

A £ o
3N 5.39 AnudNNusUD

=

(o

G 53()0 — a =l Ly
R AANINIBBIYDINNT)
§§ - 4 [ =

& WRNNUTEELNISTNANLAE
a 20 -1 - . ;
= ANBUEIUINUDILUITDN
o 737 : NAVEDTRA 142504,
= 100 —

% 2011

900 —

SE 100 —

<

= .

<

aé 200 —

=

3 _

=

= 300 —

i

;ﬂ‘

=2 < A a &
FYSNITTNANNINNY Y ——

NNTBYaN A BEANNE1INITIAULABINUYUAITLATDUNYDINILTDN WaIEEFL
ANBUZLANITAIMTONGANIINYDINITB ey NN ITDNLIURINTDNAULDUAUNEBRAN A

> Al G&’
faaa il
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ﬁ”ﬂymgmmw/mw/ﬁbm?'ﬁm ABOUTULLAIN39877 (Backhand welding) anail

1. gUhssesudoyugaazuay

2. egdndnannuiissnangAnTnevesuasmeagnduaeiiniden

3. wnhamafazrimadenueadiuldenn M HIRAuE (Gas nozzle) M1ala

4. yuidsaasnideunniiuluTamaiialnsemealdnndemaainiianmagasine
Whnlaviaanazaeg

5. hadennsafutiovaanasasldfanufinedemsmuaamnaussUinsiuuidon
1aa

6. spuzTNNIdaNazinUsznelwanesnidanniies

DNHUARNIZYDIY NP NTDMNANDUTTULIIAUNTOHEN (Forehand welding) TA35
1. 95920 TDNTANBULUUUN VAN
2. wezvdnipaiilasnnwgfnssntonasnazaeagimiaianinden
a A o = [~ 78 v a v o v -3
3. wnfiameimnadieuweaiiuldie wgumnzlilaullafieidauisa (Gas nozzle)
4. yudsapwiadevinniululomaiadssmelnann wasnszdumhwihfiamadew (B9
yudanndssmelnezBanniu wasvnadialsznmalinlnaiau)
5. MadawNaivtanaavazmaldennnztatiieiidauia Taendanisniugy

PUIALHEILTNVDIITDY

5.2.6 urigunmpu unT (Shielding gas)

ﬂiszﬁﬁﬂm%auLmum%ﬂﬁiﬁuﬁ”aﬂﬂﬂquLW’JL%@N (GMAW) yinvasuianls
wardanniivalidnaguuundenisianuddguasdosfinsundenliligndouas
wianzay Memgunzuisinaguinanssnulasassds sUNuazsasaILUEeN 28T
an sannmstlewdnmn Banamaiaaiudew Uszmell sananuvesmadew afians
aalounaaiilans wazantifvasuuadondiladadulilufianaderduiudnanves
Andrew D. Althouse (2020) uasnndayatlszaumsaivashadon wui madenTanstssnn
‘ﬁ'Lﬂumnﬂﬁjwmﬁn (Ferrous metals) Hanlduignisveulasanlyd (CO,) uiigasnau + uild
a3uaulasenlad (Ar+CO,) uaz ufidenineu + uiideandiau (Ar + 0, Taeidufinnududi
nadinadendenldufamsueulasenladeenaden (100% CO,) ﬂ?u’mm’m%&ui’ﬂ@u@jﬁumu
dangenn §annsduildesaings (Bum off rate) tinszezdudnunn samanuianig
indoufiveaiidongs uundennianasyy sasdenfadszmelvnszdulFnumn o
fisnfuanngunenamesuinam dunsdidenufaUnaquaiinerineusiadien (100% Ar)
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3o uigosnouNENLAEONTIAU (AT + O,) WUN ﬂ%mmmm%’auﬁi’jaudﬁmmL%amawﬁw
fios Sannsdudaminem ssesdudnliinn wuadeudlitafisnsuesUinuauasuuuny
hifuAnnTurnsdewios uaslsmealwanmaarindaeduiy dmfumadenlufminagy
siiaufdersnaunanivuiaasueulasanlas (Ar+ CO,) ngdnssulaesneslinadeniadey
afIEAUNIe 1 nhauiminagunssessiiafina1nandnady

dmsulanzuannguindn (Non-ferrous metals) LLﬁ"ﬁ‘lJﬂﬂquLLu'JL%'aNﬁ?im%auﬁsm
denliSusfiaufgerineusnauien (100% Ar) wasuiaaninounandidsn (Ar + He) n3ain e
uigersneuatafeimuininsesfudniosuazsnnmsiuieiniam sUsuudenuay
waruuusy SUszmelwanmisinBinades wanairouieiuasnideldie diunsd
denufsaiineninounandiden wlifnaanseuiiflougiunug iviAasesdudnunn
Fammatudiesnags uudenialidnususinhauosyuTds nenufed Goudaudounddod
nslinuias

uannnMsinsandenfiaveufsdmiunaguudrhadoues desniguinnms
Iaweaufia (Flow rate) iuviddauiia (Gas nozzle) lufdlvanszaesanynnaguiisnasy
areagayIn Reanmsivainsandasmnueuminaue uasivulnaduiduns
(Laminar flow) ﬁ’]ﬁmwmﬂﬁaqamﬂLﬁu"l,ﬂﬁ]szLﬁﬁﬂiﬂﬂgmmﬁﬁmuﬂuﬂ’m (Turbulent flow)
Saarvsiinagammannmeusndnunann vliAalnsemauasdannnsadluuud
o uathimuasanmslwavesuiadasiuliesliaunmounaquuundenldnmndau uia
nameuaninlamadanmusiiuevssuaemedaihugnusauundonld o daday
daanzminuazinsaidonasdlsznauiifsaduniaUnaqulvgndenaziminzan Tasd
aadsznavau 1 Tanee aun sinvedlanzidon (Base metals) anuvunvaslansidon (Jug
Falndesifayaddouunianguiaufafimunsiudulanll wia desnduuzims
denlfuinuawuia Sannslvavssuda Aduius furtiavadlansdouuazanumnlans &
waaalumaned 5.6 uazgUhavesuuidenfidenlfufaunnailugli 5.40

ihisddndnlenaidesinsanlidumiusiusanmslnaseialnagu tufde
SHEWNYBITIBALRE (Tip-to-Work Distance) TaiHans=nuasMIAAlNI0INE waz Unno
uiadlulasaudnlussluwuanden Suasvinannfiasanalamalilulasuuasufadils
fatlszaedngnduidnunmudmiuihlansmalnesienasuazaaldnndedu dideians
idendanmislnavesuialnaquiuszesvissniidaufaimingay inneamauasnazuaion

Aenanulumsan 5.7
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A ° o = Y a v L2 o > i = ﬂl
ATINN 5.6 ?ﬂLLuxuﬁmiLﬁﬂﬂsl‘}]‘}]u(ﬂLLﬂﬁ‘lJﬂﬂ’chLLﬁZBﬂﬁﬂﬁlﬁﬁﬁﬁﬂinﬂqu‘ﬂuﬂ‘[ﬁ%:t‘ﬂﬂu
77;1/7 : Andrew D. Althouse and et. al., Modern Welding, 12 " 2020

LAY 1/16 1.6 25 12 100% Ar
wazagiliiiew 1/8 3.2 35 16
Pt 1/4 6.3 35 16

3/8 9.6 40 19

3/4 19 90 42 75% Ar +25% He
MaNNA 1716 1.6 25 12 75% Ar +25% CO,
ASUDU 1/8 32 25 12 (65U Short circuiting
wazLanna 1/4 6.3 30 14 transfer)

Hel 38 9.6 35 16 98% Ar+2% O,

34 19 30 24 (61930 Spay transfer)
wmanndliatin - 1716 16 30 14 90% He +7.5% Ar +
wazlavefisia 178 3.2 30 14 2.5% CO, (1131 Short
WEN 174 6.3 35 16 circuiting transfer)

3/8 9.6 35 16 98% Ar +2% O,

12 12.7 40 19 (693U Spay transfer)
uNnNIL e 1/16 1.6 50 24 100% Ar
wazunntiden 178 32 50 24 Ar %38 75% Ar +25%
[AGEN 1/4 6.3 60 28 He

3/8 9.6 60 28
NDILAY 1/8 32 25 12 Ar 38 75% Ar +25%
wasnNAIuAINay 174 6.3 35 16 He

3/8 9.6 40 19
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= o v A o 1°% [y 1 =] w
199N 5.7 ﬁ’JE]EI’Nﬂ']iLﬂﬂﬂEWli’]ﬂ’lilﬂﬁ?JENLLﬂﬁ‘lJﬂﬂQNﬂUizﬂzﬂN‘IJENWJQﬂLLﬂﬁ‘ﬂLﬂN’l%ﬁN

= s Ia o oy = P &
NN > JIUEAR]) NINGTT ANBTTTDN M~ 2554

12 100 9 200 108915 1583925
200 94 300 1583920 209430
1.6 200 §3 300 158920 2004930
300 £14 450 2094925 2004930

A ' 1y = ==
3UN 540 FU5enUszEENSTNENYBILLD
WenfidenldufiaUnagueansiiniu

P P 737 : NAVEDTRA 142504, 2011
919NN 9I5NDU + DDNTLAU

Faew a5nau + diRe

s s P
m3suaulasanlyd dnau +

msuanlaaanlad

5.3 sedtlaznaumaiauadnriomauufioinaqu (Gas Tungsten Arc Welding : GTAW)
nsAsmadeuuueiniiaauiliufaUnaquuuaden vdemadeudin (TIG) i 1
MaTenuuUanNaratefin1funse1snyasaIntiaaay (Non- consumable) Tagfiufaidas
Mhelnaguianaauszmeraiwiioy imsmuaunuumadisuwsgammaaiuioy
Fasndemadanasdurnanlumadenlrigndauasvansay nndszaumaniaeshaion
TIG waz CK Worldwide (2016) wa%%’ﬂnfcjmmmﬁﬂizﬂauﬁtﬂuﬁaLLﬁsﬁﬂﬁm 7 pandu 3
N datl
1. ﬂtjuéf'mﬂiﬁ @ndudiu veaLdanmmuaneu (Reselected or fixed variables)
2. ntjuéf’;LLﬂiﬁmmiaﬁulﬁfmﬁﬂ (Primary adjustable variables)
3. ﬂtjm'hLLﬂiﬁmmiaﬂ%’uvLﬁi?uﬁﬁm (Secondary adjustable variables)
Tumafiianadendendensiudstudutindey vieiideudendmuatudaunisiden
Wi3euses nniuinyiusulsaduiuusniinssiiiedasuurenaiondanud dius
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wstuiasadumaulusswieiimasinisdes Tasazedunadnlunsasdonvasiiuils
4 1 veaudaznguRasaliil

NGNA7 wilsiidenduduriaidenivuaneu (Reselected or fixed variables) §u1s
nguilsgnimuatianiaufissimaden Selimunsandsuwadldlususrimaiden Tosd
am’ﬂisﬂau“ﬁ'Lﬁ"mil”mﬁ'mjﬁmmmﬂﬁmmuua:gﬂma (Tungsten electrodes and shape) U@
memmmmmﬁ'amﬁu (Filler metals and sizes) ?Iﬁﬂ‘llmﬂizl,l,ﬁl,%‘au (Welding current) Ltz
PinvpuialnAgu (Shielding gases)

ﬂfjuéf’;uﬂiﬁﬁm'ﬁnﬂ%fulﬁ%gumﬂ (Primary adjustable variables) (Huguilsilddmsu
MU nisumsnaldimuadensaulaiudulyGeusesudi e lildindana
wazghaweanuden anunianazanugueuden matudn anuminaueyeinsenin
LLazmmﬁNmfﬁmammL%N fausmend Ieun Psanaenszualwidon (Welding current
range) WRNSFUBI3N (Arc voltage) wa ANNGIUMTTDY (Welding speed)

ngusulsfiaansaysulduiiaes (Secondary adjustable variables) fauilanguiinig
UsvaziAntulurazssniinmadew 16ud yudsaresainfsaauiuiuay (Tungsten
electrodes angle) NNL%EIWENE\WIL%@NL@NLLﬁzmi‘ﬂauﬁ’m (Filler metal angle and filler metal
feed)

5.3.1 aanainu u ﬁ&”%/i/ﬁfu Fowaaariaian (Tungsten electrodes and Torch angle)

amamsaulunsdeniin (TIG) i dudaaTnsafiddudenisersniiie

ahaveneaNaransuuiunulnezden Tasfishaarisauedlivasuasasmae fMaaud
ANABNNAIEaT 3,410 °C mathaaufiienlifuinfidumefisnuiigniuasfany
uan Zeannsautaiiusiiaang 4 dauaaluaisned 5.8 1989910 Moniz B.J. and Miller R.J.
(2004) Fausazrinesiantanmanzaniumaasnlfnuuanaeiu uenaniaiewezdos
fnsanidenaiinuesmeaaaulignéaudiiu didaainmssumesunaiaaalyignis
Fagpadulunuufiemamuuuseaunaiaaay (Lengthwise grinding) MNGULULANYIN

YDIUNITIEAY (Crosswise grinding) Fanaainsaulmerisaauiigndaddugii 5.41
B
"« P

51f15.41 3Bmadu
Umeaansainu
77.1/ 7. Becken
Technology, 2019
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AJ a £ o Ly 4 a
M139N 5.8 IHAYDIRIANNEAUE UL TN (TIG)
?7;117 : Moniz B.J. and Miller R.J. Welding skills, 2004

s

NaaauU3gnd Mdumadannszudln AC Sanwaanaalums
hnszuasniaiiady MHdeuegiidey uuniidew
shemaudamemanudey erinaiiae

MANUHENNDEEY Mfunmaieunszudln DC fianusmananinasua

panlad g 013nldAnd1 EWP fengmisliiugs azaneidslu

0.9-1.2 Tho, EWThl RIGER vawaawldenn wanzfumsideuminnéide
1.8-2.2 Tho, EWTh2 wAg n3zud DCEN laimanziunszualn AC iwmzuss
2.8-3.2 Tho, EWTh3 NIILA Umeaaldlulaauu ensnlddnin EWP uas EWZr
3.8-4.2 Tho, EWTh4 GEY

TAAAURNEN fumadonnszua AC orinGeunazmenald

waslaisneanlad wufanuawnsatumahlUldnuiauifetsning

0.3-0.5 ZrO, EWZr-1 e EWP iU EWTh azaneilslutiovasuldennni
0.7-0.9 ZrO, EWZr-2 217 EWP

MIAAUNFNUAULNY Tfumaiteuuasdadewaain liuksd ergnsld

panlad NuEMUIUNT EWTh

0.9-1.2La0, EWLa-1 M

MaaunaNTiEe lifumadioaldninszualn AC was DC THnuld

panlad teuAesldnu EWTh Tduwedssd egnsldanu

1.0 CeO, EWCe-1  2uW 817U EWP

2.0 CeO, EWCe-2  1m

aounalansdu  EWG - gy lasdudn Hmszasdmiumsldo

WIZBEN

E = Electrode , W = Tungsten

mafuamemaTiaaumauLneseiime ffeddelimsdidenszualwidaly
Tufiemaudsfuagminaus uasnudsuhliaunsamuaienasuszansldie wadlw
andnfinnadn hedemamuaumnawasiameamaien diuihdulasaamuuinanaes
uwrismn madcenszualildones liauaue wasiniamauanvitavgauasiaiisaudhly
talusmaglutionasnazmelaig
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UBNNNINNIANTNANNNITVY M BYDILTRHIATIAAULED AIYNBIAIVBIN I
Aenudiusdestinvasnszualnidion nande nazualwidionniio DC yuplaeaInvzdas
Tuaaunan dunszualidousiin AC v DuyalFamuduanddusiil 5,42 wasyunsmang
Umemarisauidaiosvdadulmewnaeslfuuideniifisesudntosuauuini luma
ndufuBapmemannviiadulmeuufazlfuuideuiisedudninnuduuidounay o

uaamaFeuisuwu@annynlaemenaauuandnanulugii 5.43

| o
AC JUN 5.42 anveuezng
: P9n15aulaneaIn
NEAUNLINAVDY
!

M

NN

N\ N\

7 : TIG Welding Project,

// \ nazualvidowy

O\
"N\

2016

1441

§1J°n 5.43 L‘LEEI‘]JLY]EITJﬁﬂ‘]:}EHZ‘lIENLL‘L!’JL‘HE]%J‘Y]ﬁNWHﬁ{ﬂ‘Uﬂ,‘INENﬂ']ﬂﬁ”IElﬁ’m"mﬁmu
7’7{1/7 : Andrew D. Althouse, et. al., Modern Welding, 12 h, 2020

yudaumaiisau fasnanets yuessideufilsnauiuaiarisaay (Torch)
Tasgnanuaudetaden yuiidesniuau § 2 yuie yueninmaimeuiumsnusesduny
‘o AiGendn ywudiunu (Work angle) Tagaudunuysamailionuiusion (Butt weld) Waidiou
Ayw 90° uadmiuyuiunussmaieudauuuiiauayy Widauasrigm 45° dau yu
sninmaaauiusasfamuLLEIIaINTey (Fand yumaadeudiviaidew (Travel
angle) Taasrihagu 15° hiunadesuuudesuuasunudanyy Mudaifiaenayuienusas
wwulugiil 5.44 sasrhaadenthadenudasausnafifnsznsauguiaden|dusue
wansnaiu Tasmansosenliiananaldidntios inmzyuidewasiideuiinadornauay
anauArasundonatadamu iy Haandondssiimeuliointadmaunudile
franils szfinnisiavenuuandenduasduuaziinnmamasnliszarelianysaliuluu
dow Hudu dmuyumaateusasindantamesmmnuunidendildfissesdudnunndas

wazdzUnuu@syugs lunmandunudhyuessmanaziianansanuinmg
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(n) YWTUNU Wowmery (Butt weld) (1) ¥NAUIIU oNyd (Fillet weld)

711 5.44 iy (Work
angle) LLazuumimﬁauﬁmmﬁa
\Few (Travel angle)

71 - Miller Welding tips, 2018

() YNMILARBUTNYDN (Travel angle)

5.3.2 gilavevaailouduuaslanon (Filler metals and base metals)

madenfinaunsaidenldniuunduaiaidon (Filler metal process) uasuunlaj
ivaadew (Non—filler metal process ) WiafiGendui Autogenous welding process N3
daunuuiAnaadandenamadaulivanzauiulansfiden TasUnfvziBanaradoniii
sfiauazinsaiderfudulanziiden fanafifsudsnaadauind “aradeuios”
vneduduursaalaveilifmamenfaniues fuaadlugii 5.45 drunavesmadond
waevamananidenlimuanumangay dmiuriiavedansdoudoadonlFliduiugiu
fugnsaeslmemariaeu TasnsdidesTavsnguiidurfiaminnduasminndSatue
denlimsmaiamuuuuay dunsdidenTonzegiiisuuazagiiilounauazdoadanld
UmeaarisaauuunTiay fuaadugii 5.46

P ~ P
U1 5.45 ¥larRIaInL TN
flaudnwpanisiaunn

77 : Are~Zone. Com®, 2014
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gﬂ"?'i 5.46 Yaneaa

e NG (N) SNSULTaN
wannALazmannals

#HY (V) SNSULTBN

«— O —>

FLAT SPOT DRANLUBNULASDYNLUBY

GROUND ONTIP =
(n) @) WEN 77 Cengage

learning, 2012

mstleutduarnadutionasnazasveanszuiunmsidonin azialundmniae
meansnidauaaiansenazasuuduuinalafisawewazamnsafiosdnanldaw
Faem3 hndsraunisaivesnadesnuimaiamstloudveni 235 fe

1. tnafiamstloutnalnuuunen (Drop by Drop) Hunafinnisilouaiauuufedin-
peanaNLavaaNazme fauaadlugii 5.47 (n) lagmuauliilasmarasumaiudifivaly
Venaenazas udmamemasennnianasy tieliensnuassazmeaiafidndnlunaew
araneuihfulaaduiisTansluteneswazme nnduiloudnainseuins Tasrian 1 ludnwes
el dudenitlouduninedvauysal uidasss Notdwmenaiuosnnnie
neaNarasIuagINaYRILialnagy innzildlmsmadnduiaiuussenmaLasio
panludaule

2. maiiansflaudnuuudetiias (Continuous) tHunaianstlowdnarauuuditlou
aadudhlufighuntassanasnazarsFunusteaatiies wasrhmsdewadenludnuaus
\umih-neemda mauariadaansliidaTanstlowdniudaTanstionaen manaumuduile
Lﬁmﬁ’uvl,éiﬁﬂnu%l,am%mLLmﬁiaN vﬁ’umﬂﬂugﬂﬁ 5.47 ()

5.3.3 sz ueatlmeunaaaaniiaian (Tungsten electrode extension)

msdeniinerdenisensnuestansursaianiiaeuiuiiuny Taefnsivua
srezvaslaeaaniaauiduasasnanianuia (Nozzle) manzan Talasmlufvuia
ity 1-2 ui s durugudnarasmarivaiay dauanluglil 5.48 Srazesiurnsann
naauaanuniuld asmldlaeresmansanuilomaduiaiuiovasnazaevisean
dnlding éadadufmiednagulufnadinnnind lumanduiuiszesiuseina
Maauiusanudes lonmafilarsaiaiidauazduiaiuienasvazas uazaiatdnian
tiozas Umemalidssanisn walnansnuiuimdauia mnsegiatutionaauanzas

~ £ a o o w =2 o = ' = ' w
Tomaniianlavznszfuandaniaedauianundu aaadnanudsmedesdanuuie
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1§ nennndlhiidadesfivnzrinadentadesneafutionasuasmeldennuin innsgn
Tathshenasiden Sadiasenderinuzuazanuinnalumasuguideuiideuinag

nnUszaunsaiinadennuae nuhsesBureimiaiaauiiuansanaziuegiy
anwazInseedoNse Sneau é’uﬂumiﬁiauﬁ'auum?iawu (Fillet weld) ﬁmﬁmiugﬂﬁ
5.49 (n) seziurasmeaaTidaudaNIn lastaemadauiavasadiudngaunisassa
waransaivevesnaranslddaiay dusesdendeilieriuramatianudosnne:
Funsdenuuudevey (Edge flange) gﬂﬁ 5.49 (9) uaﬂmﬂﬁswz?}ummmﬂﬁaﬁmué’ﬁiyuagi
fuafinueinszuadon AC 3o DC Lazaua @ ¥9aanaaay

711 5.47 madiamatlou
aaLAy (Filler metal)
wuuwied (Drop by Drop)
U wuuseLileg

(Continuous) 484
ﬁﬂ‘ﬂ'\\‘]ﬂ'ﬁt%ﬂﬁ\l (Welding direction ) ﬂi%‘lJ')‘Llﬂ']iL%ﬂNﬁﬂ

772&/7 : Gene Mathers. The

(n) imatianstlautAnaiauuunea (Drop by Drop) o »
Welding of Aluminium and

1ts Alloys, 2002

ﬁﬂmqmiﬁjaw (Welding direction )

() matianstlaudnuuugniiiag (Continuous)

. v f o 4 :
—> < meiulng 71 5.48 szeztvRImeuriaadn
e 3
] ‘ _ nua@au (Tungsten electrode

, maauia _ L
: extension) ¥84NTZUIUNSLTBNTIN

ngZZle) | 77;(/7 : Gene Mathers. The Welding of

Aluminium and its Alloys, 2002



368 | 20GiUs:nouKSaUDvslumsIBou

(n) FzRLBUMIANIAAULLULTD N (2) S2E=AUMATIEAULLUTDNYDY

IJ = Aﬁl L d' o £ L L 4 J
'le'n 5.49 Wisuieuszeziuaslmeaanaa auNauNUSNUANBMZYDILUITDNAD
7 : Andrew D. Althouse, et al., Modern Welding, 2020

5.34 nzzualw ?‘7;7&/ (Welding current)
mavdeudin adenansaidensianssualmidanmudnsasnndendous:
sfinvalanzdon Tnerfinvanszuaifioudonldiul 3 ufia §198901 Priyanka Chougale et
al. (2018) ¢iail
1. stianssud emi? 981 (Direct Current Electrode Negative : DCEN) 2 L?d}ﬂ NNIDAIA
Waauiudaay (o) waziuauduiian ) ieenudeudufitununnnhiiaaraa
wundonildfadsesfununnuasgUiuundesiifnuay mmesfumadennuiifungy
Tavzndn liminsiuTansafinfivaeuazmsnedmanTansagfifisaviounniiden duang
Tfugﬂﬁ 5.50 ()
2. AANTULERTITILIN (Direct Current Electrode Positive : DCEP) nszualvidoaiin
i udewremansauiuinay (+) wasduanusudaun (o) iiaanySeuduiiaiandnu

[

PINNINNTUNY AITUTIANILAUM TN UNFDINTUUATDNA AT ez TNANT e Tenld

a A

dealansnguagfifisnuazagiul sunan TaveunniiBeuuasuunfiounan innsnszualsl
dowriiatlungainasinlfnienhenuasaafiieenladuuintunudenldd aauanalugl
15.50 ()

3. ﬁﬁﬂﬂixLLﬁﬁﬁUﬂ’J’lNﬁ@& (Alternative Current & High Frequency : ACHF) u
nszudlWiBeniinnszuaaduiiazasauwsn (First half cycle) Haaauudauan (+) sanludi
ﬁa%yuammaﬁm%ﬂﬁ]zgﬂm%’ﬂaaﬂlﬂ (Clean) 6IUA3I5OLNAT (Second half cycle) TaaauiTiudn
U (-) Tumnzinanuiou (Heat) Tasfiszuuanuigundienizsdunisesn mansiuns
denTanenguagiifisuuazegiiisunan TansunniBonuasunniiBounan Gadaaaia

panlaaniadousguuindunussnnaunzunuszrasnazmeaLdndlugili 5.50 (a)
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vannnidenafinvesnszualiifonfigndosuasianauudniu mamvuamnaves
nsusiauffinadeuurdenasnann Tnanuauldnngaamuaamiiiesssdenviiausuiilu
fionavdauiunisy diumaidenuuusalusiegnaiuguéalisunsunmaion sunaes
nuadonimualdnnnauasaiinvesataisaiay sianssuadon dumiaidow ns
PENULLTDEAE ANNMLIIBTUNULALT NI LAYRATa DN atNANTzuAGIIL TN TT
AnuazrnavesuuTonasiaumu wadhganniuluffaeeiaunis (Undercut) waz
Fudnanniiulufauadeslimhiaue dunsdanenszuadoummstudnuazsnasauin
danazanaiudiu luaaai 5.9 feduanuduiusussnnaussrianssualiidouiiain

MaauisatdurRuguINaILANANY

(n) DCEN, DC- (1) DCEN, DC+ (f) ACHF

A A A = A
§1J°n 5.50 ?Iuﬂ‘llﬂx‘lﬂizLLﬁvLWL‘HﬂN‘ilﬂx‘lﬂi%]J’J‘L!ﬂ’]ﬁL‘HE]N‘Y]ﬂ
ﬁi/? : Miller Electric Guideline to GTAW, 2020

a A - ~ o ' )
A1719N 5.9 TUALAZIUIAYDINTEULE WL T NNVUIN @ AIANIFLAULANANINU
77;\/7 : Larry Jeftus, Welding and Metal Fabrication, 2012

0.04 1 15-60 Taiuugih 10-50
1/16 2 70-100 10-20 50-90
3/32 2.4 90-200 15-30 80-130
1/8 3 150-350 25-40 100-200

5/32 4 300-450 40-55 160-300
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5.3.5 uzAuB137 (Arc voltage)

Wichan Chuaiphan et al. (2020) Vlﬁ‘ﬁmgaﬁnﬂmmﬁ%’ﬂiuﬂ'ﬁ@'aNTammﬁﬂﬂéh
ISafineaanuiifnderuiunadondin nuh ussduarinlumadestuediviieveriia
uidnagqu waztpringzashaeslmemamaeuiuiiunlanadon Tasdeszererin
Wasuszuaniuaaanuia1waslad (Voltage) inthyamiuguiliaiandoy dedladay
Wiasuulaatiu-a muszasinagasmemaiisauiuiunuiignaiuaulasadey duilu
madenderuudaluifasgnauaudelsunsufineimualy wsduaninfianuduiusiy
wiavpuialnagy iy uislnaguatauiadiden (He) ﬁi'll,ﬂuéiaﬂﬁl,mé’um%ﬂﬁqaLLaefLﬁ
iwxmﬁ%uﬁﬂﬁmﬂﬂj”uuﬁﬁﬂﬂqamiﬁﬂa’l%nau (Ar) §9U5282209N159150 (Arc length)
nansznulagRasEAULTIRUBISN NaMAs szavensnazulsiuasnuseauensn lnethaieszes
adngemntiuly (Too long arc length) wRanadeiuuudeniifndenlisinane ssezns
Fudnies uimnaguaznszaneeenliifunniulifsmefiesnagu fidanaldiauand
ypsfuuadon Tasmmzlunsdonmsnngl3ain) lumeasaiud fszezondnduduly
(Too short arc length) ¥nwutlayniarsusauniaransaiauguaslilutiensanazaiavinli
Umeainanisn faaatszansnmnisensnuessinas edrilitudenldsuanusougs
innfinly wasiAaenudsdumgmsliau imnsansdovaslndiafndutevasuasmenn
ueAuly Tﬂ‘&liugﬂ‘ﬁ' 5.51 (n) waz (¥) wanwdFeueulddiuiszezarsnuuueninuszezans
AuLUdUINAY Mndssaunsaliumadendiefiovesnadey nuihnsdimadenwuudia
82@ (Filler metal) 3zﬂ:m%ﬂﬁmmsﬁuma@giizij 1.5-6.0 fiadwas uadnSunsdinidon
wuulaiiinaIn (Autogenous welding) szpzaninazduasnnzlidaanmaienasnazatsiinira

4N

 § 311 5.51 Syl
faszezansnuLVeINY

3EZASNUUUEY

'l l 71 : ASM Handbook Vol.
5n 06A-Gas Tungsten Arc

/ ll \\' ‘jgﬂga’]
m { ' I 2 Welding, 2017

() TTEZNIALLLIET (1) SzER3NUULEY
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5.3.6 ?/ﬁmlﬁwﬁzfﬁﬁgy uazenTINslna (T vpe and flow rate of shielding gases)

Miller guidelines for GTAW (2018) wusinieafuus aﬂﬂﬂqmmu%awﬁwﬁu
mMsgenfini ﬁﬁuﬂmjﬁmﬁqﬂé (Pure gas 99.99%) wazaianay (Mixtures gas) lnguaaz
siafiaaniailaasuuanseiuly mansadenlfmuenuminzanaassnuasnuiio:don
Tasvedpsinaniiuthismadeudu 1 ée TudaUnaquiiieadanldouiu il

1. wiige13naY (Argon gas) tanzfumaiianTanennuiia Annudgns 99.95% s
andnideumiawe Fudndes sineanladuuinlansldd dannslnaveudalaidasnn uas
Hrelumatuduninléd Addndenagnmisns

2. ufiedden (Helium gas) ﬁqmﬁwﬁ’ﬁﬂuﬁaﬁﬂﬂﬂwﬁﬁ wanesnnhawazldainiy
faugs ianldnai mnzdunndeuwuudaluidlfidenldynaiialans anuuignd
99.99% MAUNINTIBIINBY

3. uftd@an3naunandidey (Ar + He 15-75%) ufananimanziumsiasuwuus aludd
wazfulansnunnaiia TasFidenhemauuazuansasiou duiidenldnadianmaiae
uasanmslnagerilidudeaudann

4. ufiaorinounanlalagiau (Ar+H7%) ufawanilmanzdunisidenlansnga
wdnndwea Wy ngumanndlialin ngumnndnaniinifiageasTuaufitug Sudaadiad
TangnguuazanIadiua NI ol dge

nnguaniRveimnaquudassiiafinandeinanmmadsunmdnsasgig
vasuudanasfunmlddanuiinnuniie sedudauazanuyusiuidon ffadig
mnuaasfFeufsuundsvsesmsliufamnaglunmadenudasaiialugi 5.52

UAEDLAN (He) s .
UAEBITNOY (AD) e

wAFlAlATY (H) ——

J =) o J a' dl 73 o N a L
U 5.52 amulSsuisudnuargsnsauuadeniliuianaguanaiiai
71 Fabricating and Welding, 2019

dwsudannalvavesuialnagudelasslilnasanmnanniiisanalunsiaznszaie

AaauAgNLpnaaNazme lasliupgiuaun @ vesidauid (Nozzle) Anueilunisien uas
A o 2 2 2 = a v P o A £

yilafduanunuveslanslion Feunudmunndideiingnsnisinaseiuianniniiu
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WULRINUIUNVDIMIAALAFN AU ADIUSUD AT TNV ILAFNLANNYY AILEAIRIDE1INT
Ysusanmilnavesudandunusiunusiiauedlansdouuazsunavasindauialugi 5.53

—_
(@]

1/min

o

WAVDILNEDITNDU

oo
L Sammsl

1 2 3 4 5 6 7
ANUVUITUIY PUA @ VDINIAA

5 10 15 20 NN

U 5.53 anwduiuseasdanmilvavesuiaanineuiuaiinlansuazsumaidauid

7‘”7&/7 : Fabricating and Welding, 2019 (i ik %))

5.3.7 A G (Welding speed )
fananuineimadesiiguivanudosmeadenmnsdunmainia
ANNENI0UBINHER ualW ldnaneanuhasadnau ldmudeansmnzdudanld
anuhHlunmadeasiiguavlfifatiygmiuiuwuadenld dasiasannuduthisnmaden
a1 1dun nezuadounazussdiunin Tnsanuduiusmai I HansNUABAMNAIILANY

Sounivziloutdngauauden (Heat input) auu Saduinmuiufvesdnedionnii §1a910137

dougazlduudauiifinnadnusemsiudniion uaranfananniuinndaanuiuiauan
e samamTensiesfinlumdnné 5atinianuSudouuandreiu Fadulgdaeuig
m’mL'%’JL%auﬁwmﬂLLmﬁiamsT@mdwmmL'”%u%amgﬂ #0NARDINUKNANITIVBYBY Wichan
Chuaiphan et al. (2019) ﬁmamwaagﬂusﬂﬁ 5.54 WAEUONANG TATEYBIANNMNTUITLLT DN

L)

~ ' A = A ~ £ o ) A =
AinagaaNnuE lunadian Insduanunianunuiinduazds suanulunsdisynan

! & [ [

AN MILEAILUTEUNELANNHEINNLTUALANNITDNNAANYDINTELIUMITNTINULAE
MaLganwaaN iz 5.55
ZalaenanveamsZianiin (GTAW) nunmsidiauwaian (PAW) Analnusssuiums

WWANNAABAUNIN LNTIZNSTDNNAENLAAINNITHAUIYLIUMSIDNTN TaspFABnaIu
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ANNFauMNNIIINYBILAaiuLiIBlanlnsaiaasnLianaran Nldnaianuisungiuas
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thytuldimsUassgndlivuumadesnigiensiniuiiBeniuii « Hybrid welding” 33astiy
< § v L ' o J o Y =
ANl AFTueE1MNN AuaaInsTINnuYaIns@eNlugln 5.56

=
M
=+
<

Speed2mm -s !

Speed3.5mm 5!

! Speed3mm s

(n) ANuT TN (2) AnuI et unag () ANNTNTING
(2 mm/sec) (2.5 mm/sec) (3 mm/sec)
Py YR A o A
UM 5.54 ANNENNUSYRIRNNGITINALIUAVBILUI TN
7 : Wichan Chuaiphan, Journal of Defence Technology, Vol. 15 Issue 2, 170-178, 2019

Speed: m/min.

A o o
; U7 5.55 anwdnnusuea

1.0 4 | ANWIUTONAVANNH
- TIG & 4
41 3 POITUNUYBINSLTBNTN
054 \ wazMILToNwaENN
Plasma + TIG

ﬁi/? : Lincoln Electric ,TIG &
Plasma Installation, 2018

0.1 Plasma
Thickness
T T T T T T T T T T
1 5 8 10 (mm)
Wadeuwanain

WaTaNnn

AIANIELAY

NaENIDI35n —

NIFAUDISN

welding direction

= P . )
§1J71 5.56 NM3LABNLUY Hybrid 989 TIG h PAW
77;&/7 o Lincoln Electric .TIG & Plasma Installation. 2018
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ynfinansnadursunGeuil Ifesusuazsndagnundielsznaunisesing
fuesdsznevvesaviunmaden luibuesdiszneuesnsieon MMAW nsidon GMAW
war GTAW azfiuldinudazauiunisidouiiesdisznaundniindeiu uafasidiuszney
gaeidudnvarianzasiudazauumadeuiivansusangesiusenly Galasnwsnes

v AN

9AlsENEUMITDNNTNUTIULANANAY uAnYzaNUENRUSTINUas AL LazEIlBNSwanany

yasusazasdlsznaulunannaewiynludifians 1 snane Mmedeyanmnigiieuliamise

¥
=

uausldnnuuiunianden MlvumGsulifdsuldnenemiausfauiunmadendag 10
S Aa = = o Y & = Y
Wudfisuuaziinadanldaudunnniluaaulsznaunssnadn lsanulsznaududi
yualnguazyanafiidugiiadonn 1 1 fedlidnnarssuaumadienigalilanarafaly
unGeuil TaefidauldinliisuedeaunsnuaznanialfudluunGeui 3 wazunGeun 4 ve9
MIBNNAIBNTINITNMITDNNGNLANSIALTDN (Welding processes— Consumable) LaznIsai5
nMaganngunluinisfinainlion (Welding processes— Non Consumable) Taldiaualinn
YUIUM DY
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Q) o (.7 A
agiiAdwiunn 5

Arclength — 528129130

Autogenous welding — n3i3anuuylaidu
879

Backhand welding — n313on00emas
Backhand welding — M3tilana0smids
Bead height — ATNYLYBILWILTDN

Burn off characteristic — oianHMZNNT
naaNazae

Bum off rate — 8n91M3auiLdaaning
Consumable — madonafiadudn
Contact tube — Tipthnszuadon
Continuous filler — M3ilauaIn
wuusaLiiad

Current density — ANAUILUUYDINTEUE
e

Direction travel — firm1an1sian
Drop by drop filler — NM3ilauaauuuvan
Electrode angle — yiaiaLdon

Electrode manipulation — N13AIUANNNT
indeufinndon

Electrode weaving — M3deainiiion
Elliptical shape “denaenfianudden
o (qUlaln)

First half cycle — N3zuaaaUA3ITBLLIN
Forehand welding — N13t3autAumii

Gas Metal Arc Welding — m3tifanan3n
TavzuiaUnagu

Gas nozzle — ¥aund

Gas Tungsten Arc Welding — matdanensn

naauuislnagu

Laminar flow — widlwawuusuGey
Leading angle — umamﬁiamﬁmwé’d
Long arc length — 5:8120150%19
Longitudinal nozzle angles — N3 \Faw
AUUUIET

Metal transfer — n3aneTautinlans
Mixture gases — UNdLUNAQNULLINE
Narrow bead —uwaidawfiwau
Non-Consumable — 6AT9ELAU15N
Penetration — 5282 TNANLUILTON
Primary adjustable variable — 71 Wi
annsauSulduddunn

Pulling angle — yamM3idianuuufvan
Pushing angle — uumiﬁiammuﬁu/mﬁ'ﬂ
Reselected variables — 6w 1/5.donaud/
Wannau

Right angle — yuaaLdanAsy/mmN
Second half cycle — N3z AAGUATITAUNGS
Secondary adjustable variable — Au1)51
ansalSuldvuddueans

Shielded Metal Arc Welding — maidaw
ainaIainand

Short arc length — 5v829150TA

Teardrop shape — Laviaanfiannidaiday
g9 (Unei)

Tip — to — Work distance— 3z#zv19Uaema
ihnsruatdunuien

Trailing angle — yNAIALTDNLBLININ

Transverse nozzle angles — NNﬁ’J LTONAN

UIVIN
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Turbulent flow — ufialwauuuiiuu
Weld pool — Uinviaanazas

Welding current — N3 waLdow

Welding parameter — asdilsznaumsidon

2uGiUs:nouKSaUasalumsiison

Welding speed — A1S 301

Wide bead — wuaidaniinta

Wire electrode extension — 381z lNaaI0
Wire feed speed — A1u3IMsilauadn
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v o M
wuLinAaieunin 5

| a = . o = = a a &
dan1. asadunetianuaneyns « Welding parameter” WIBNUBNINNANIZNUNNABIALNAYY

FDAMANIDILUILTBN (WENENNENAIDENLTENBUNITBTLNE)

123

| a = S a £ Y § Vv 4 '
DN 2. "ﬂ\‘]ﬂﬁﬂ’]ﬂﬂqmﬂﬂig‘ﬂﬂﬂLﬂﬂ‘ﬂuﬁnﬂﬂﬁ]ﬁ]ﬂﬂiguﬁlw L%E]NVHQﬂu?JﬂQﬂ']iL%ﬂN SMAW a8

anwagUswesudey TagldlinariisznaunsaBing

VMPAELY W RO 6 NYE K a0

wiNNNTFNSUATDNANNAY (N) NITWELANIZEN (U) NIZUEA UH (A) NIUHG
7 : Howard B. Cary. Modern welding technology, 6 " 2004.

J v N ﬂi’ a U ¥ > = &'
#i91 3. 91ngUieandl weBineanuduiusueladsreIM B eaNIeIaInlan (Electrode
angle) NADIUNWBILUITBN (Weld bead) 28921IUNTTDN SMAW

(M) NMNAN A-A (@) MWAn B-B (®) Mwan C-C

sufisudisunmstindneesudiennliyuaadioudesathameneny
7 Larry Jeftus, Welding and Metals Fabrication, 2011

~

| ' § . = = 3 Y ad
fiaf 4. savpngUununsEsaIndiaw (Electrode weaving) fifisndenldiu (naudieidniime
sUiBUAAIANIMIEBAIALTDN)

J = ) Ly o A .
#i71 5. R TEUGATANNMIEMFUNIANUINNANNIFIVBINITEN (Welding speed)
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v o a = ~ o v ~ ] o 4 ~
f#iah 6. ngaseSunefenalnfiemenisdudivetenasnazmenuanadiuapInmalioun
Tav8anuslunsda NNy

Aemamadon (Welding direction)

<

() AN L%N@q (High speed) (¥) ANWFIToNEN (Low speed)

sUuRsudisuginaenasvazasuasiananstdusinanuElioNany

77;\/7 :WIM Technologies—Excellence in material joining, 2013

$afl 7. 290 BUN8ANNLANANYBINITIAUDLARLIIRUAT FULABNSzLEATiLLLAE Lo
YBWLIUMILTON GMAW

i'l‘i]ﬁ 8. iszma'mmﬂmammﬁau (Electrode extension) mawmuﬂm%}au MIG/MAG
nansenupenslsiulszansnmwaesmaden

fafl 9. mﬂgﬂﬁi”mmaﬁma%meummﬁ'uﬁuémamuﬁaﬁiau (Nozzle angle) NUBNTINIITHEN
YBWLIUMITDN MIG/MAG

= T T T T 11 1 sanudunusvasiia

G 300 |— —_ = o A
{,g Q NNMIDENYDIYNWILTDN
o> — = o = =2

(e B4 &
i | nuszensTu@nua '
E ¢ ANBULIUINVBIRUITDY
- 77 : NAVEDTRA 142504,
2, 100 |— -

= t’ 2011

| — -

>E 100 |— -

=<

W .

=

& 200 |- —

2

2 L ;’}’ -

2

= 300 - e -

= N A T T R R

FEHLANTTNANTILNNY | e
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fafl 10. pB1nEMsIARIUT T NLULGUWIBREN (Forehand welding) fiunsiadauiidoy
WUUFIYIBAN (Backhand welding) (1aglsznaun1sadune)

#afl 11. suumsiden GMAW sedpalfuiianaqu (Shielding gas) Fahuihienadond
ity uasnadeuuiion wesinefiauAveuiminaguusissaiiafiidodnsazniuun

2 o v 1 X a
wew Taelipinaniisznaunmsading

JU5NUIZEENITNANYBILILTBNN

denldufianaguenaiiniu
741 NAVEDTRA 142504, 2011

I o
B13NDU 915N + 2ONTLAU

P ¢ »
asuaulaeanlyn Snau +

msuanlnaan ldg

P | 193 ' = a = v v 4 % [ a
fiafl 12. 1nglinsaniinseSinefennuduiusuessayussmmstmeaanidauiusiaue
nszualwiihnidiay
AC JUaNBALIUINTBINTAL
: Uangaransgiaunuaiia
panszudlidon

N J
///{ \\\\ 131 : TIG Welding Project
,2016

P § a § v & -
fiafl 13. auuna@eniin (GTAW) awnsatlianlénia DCEN v3a DCEP waz ACHF 331N
wananaldlumsinanidanaiinvenszudlwidendinanlimnzanivanuizdon
(8NMIBENLNBUNMTDTLNEANE)
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v _ o ' = ] o a Y A o
diafi 14. wlimgualnmglaszeziivresmsuiimanidnudiaalnsavesnadenfindnany
F¥NINMITBNVBY (Edge flange welding) NUN3LTBNNN (Fillet welding)

[ 7 J Y v dy a [ v J £ 4 a J o

fiaf 15. MngUnnwiantieduneenudniussasiidanmaliesinszrnineanmsliayes
uiislnaguuazanardadiadedaniulanzieiiaig

=,
(o}

1/min

O

figansnau
(00]

(e¢]
% Sammslvaveaw

1 g o 4 5 6 7
ANNWUITUITY YUIA @ VDIIAA

5 10 15 20 NN

suanudnnussasannmslnaveuiaondnaunuatinlanzuazanaidauis

77 : Fabricating and Welding, 2019 (9eunninia)

[7] J o £4 o £ = ' a v [ [ U awd
fiafl 16. Massumemaniaaudmiumadenlansunszatinvzuananny augdinainy
nsuSsuiiisumsaulaemenisaudmsunmadionlanzsmdnndlSatuiulansagiidion 99

TrimgiaanuuanadupayNnay

stmeaansaau (n)
- AuSuTpInann
< '3 Y A
wazwannan¥atiy (2)
N R
i — dviuTenagiiiiiey
RN ooy Y wazagidisuwdy

(n) GROUND ONTIP (1) 7 : Cengage learning,

2012
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