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“Welding Metallurgy wnedsidumesiaglansfiidanaudeuudande
HLILINYBIM Loy TawgAnssurdenalnusinswdsuulasfiiatuiulans Tseninens
donuazndimaienaziinnnanswaiinaunauiuyasisiumadon (Welding processes)
wae é’ﬂwmzl,amzma‘[am’imwaﬁﬁ@ﬁ o (Metallurgical characteristics) Mty 1M3eEen
dnvarmadsuwladaennfiiieluil Tangdnennuden Sanstadeadiis asdasdl
anafanudnledslansAinenvasiagiienihanrimaden innzandwanalanginenvasiag
szununddalumsfiesivuaiiedennssiiniaiden (Welding processes) thdamsidow
(Welding parameters) TIN89M388NUULN15T0N (Welding design) fitnanzay uenainiiead]
umnnlumadingeammagaugumwuudaumaiifiummeseuuuuies (Destructive
testing) uazn1snaaauLuulaTiay (Non-Destructive testing) fguNUIMNILanAne1usa
Fag Pfinansmulasandeviumadssenadudadfinarnanth Ysauduanmlszaunsal
vosffidsunfildduiauaslfrianuuiiiens swfadentliefuuu uasugnasoy
iesenluiusasimnsmadanana (International Welding Engineering : IWE) meldaantiu
matdauuraszinalng (Thailand Institute of Welding : WIT) wuiiugiuaadanainmadu
Taveinsnanudanaaaaamnsfidszneuadndunuidauasaauinadas aunsnishaany
demedenudanananning iiswanaaaganudnlasudniosysmanmanugiums
TanzAnen uasunsasidadnlafiovdadailaiumnuuniio 1 §isuieldaeninlu@esiuas
dafiuiniang hadeuvdayasaiaulanudumaluladgmaiday arsezdasfianaiany
dnlaumummedlansinsmasiaglavefasthandounnifismwe ieflestrslunsat
yamnsdnunuliesiiiaunwuazaadamanudsmeiiiennidenas uludsmaigy
fumalulagmadesiihgilgdnmmiannsmmihlinaug Tesiemaszeeauneuias
IgnanfuAunnalanginenizsfamafsunaduiisannnnsmismaideuuasifeds
madeuuazandwadu 1 Aufiendas Tzusndubiudu adeananuenlumarianudile

MINeazdyaae Uil

6.1 Tasaramalansinen (Metallurgical structure)

Tassa¥evaslans (Structure) Hulanginemiesnenin (Physical metallurgy) ‘:naﬁa@ﬁ
ianidew fadeidudeyandniidrdaesmadon sz duitidfdaneumeluseails
Tanzdonild fiierdosunazduiusiu Tasad1awaindn (Crystal structure) wazlasiad1aves
Lﬂ‘iuiuLLuQL%ﬂN (Grain structure) 3I8DI@NUAN1ING (Mechanical properties) NINTYATN
(Physical properties) LazN134LAN (Chemical properties) %BGLLﬂ’JL%ﬂNﬁIﬁWﬁQmiL%BNLﬁ%ﬁ]éu

anysal faneazdaaiuAnyBILaazmuaaallil
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1. Tasee5aveen@n (Crystal structure)

Jaglavennrinzduiaginlasasunmameiadudunuussuunda (Crystal
system) Taglunumenwamussunalanaiandnsadloneildda 14 viia uafinluiag
Tanzmadenssunnazwy 3 slianan 1 fe ndnuuy BCC uwuy FCC wae wuu HCP asudnaly
gﬂﬁ' 6.1 (N) (V) Waz (A) AMNAAL ﬂﬂ(’?\ﬁiimr@mm'fam%ﬁizuuNﬁmmmﬁmLﬂuﬁmﬁﬁﬁugm
weenaiimsasuutassuusumismanzdaiy i Tansmnan (Fe) idemamedauuy
BCC uaw FCC Juagiuazaugamadl fudu hanuuandeinnuezaauuasginugeiudnge
denadangAnauazaniavesiaglavelddau liheuiungdnsufifideanuiou dadan
mafus deautiianududiunman uazdeantianenalundazdulunmsiuus Judu T

nanalilag Sindo Kou (2003)
madendlnanduwuuidewnasnazats (Fusion welding) 39finanadansrinle
Tanzifianamesnazasudirefniuudildesliude dmumadsuaauzaneaudaly
Huweanm udinduluifuwsaddnasaiu sriidadedu 9 dhandidmsnidendimaliiia
madsuutaalanaefilimiioudy tasedu a Anlunuden nued annadud
AnSnwavaauianaqy dunaunaaiivasmadn wazanmuiadenfiinmsden Wudu lu
vuasuiendnidetiummadesuuuvaenasme fldinmammafiaviensnidsnadeauuy
Tnaifiligaavasnazaalans 19U MIToNULLANNEIUNIULLLNIY (ESW) fatuazifiule
FauhguuumsiaGeaedananadniléndnanmaion sstuadeaurifvesuundon
TaeamzaeBaduaniiiniena wy wdsadusmhmnnaianauiganh maiusi
wmnzgluuumaiaiesisaslanaaduszdsudediu TamadudidneGoadlady
sufipuuddlefinlianuseundinadey anuudwesidenfozanas suiilasainany

SounaeananuliduszdevresmsinGacdasadas 81989m1u Baldev Raj (2008)

Ny L/

(n) HANWLLY (2) HENUUL (R) HENULL

Body—-Center—Cubic Face—Center—Cubic Close—Packed—Hexagonal
717 6.1 TanaSundnuesidglonzandon

7137 : Subtech .com, Under creative commons, 2017
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nuszmamezinvedlasahandnlanzianuuanarenuausssuodvelanzunas
¥iia TewuszAIna Ao wuszlans (Metallic bond) Wiszdoaiin (Tonic bond) Wuszlaniau
(Covalent bond) WazNUFzLIULABSINIEG (Van der Walls) Taanuszuaazainazi nasa1uynd
n138atne (Bond energy) laitriniu ﬁuﬁsﬁﬁwé’wmmiﬁmLmzﬁaﬂﬂzﬁﬁgwaaummﬁ'ﬁw ¥
uanTzALgUMgRnaaNeaeriusza 1 Tugufl 6.2 fufluamiivadfimsdmuatiade
madenEeImstloundanuanwuden (Heat input) Li”nﬁj?}'umu arhldlanzdemianimany
azane TagaziianudidyedndedmumsidonTanzuuulanzarsuiiniag (Dissimilar

welding) Tanulliimsidenmadisunazrasvazmeiduiialanzlunuiouioe

A
(Y I'd | v o g o
1000 = wuﬁw‘[ﬂmauﬂ\ U1 6.2 AnudnnusueIRUs:
%) mamzialasnaiandniu
o
= siussTavs RomQiMaBNmaIYB Y
3 Tavizanuaw
= ~
g 7141 :Function materials, 2012
& Wuszdeaiin
& 100 =1
g, \ﬁuﬁzmuma%’naﬁ
I | I >
1 10 100 1000

WAIUNILNIEA (kJ/mol)

2. Tassaaunsu (Grain structure)

]
[y

John C. Lippold et al. (2005) l@nanl¥iriaglanznnaiinaziszuulassasiafiiiy

q

D-

WUUKEN (Crystal structure) lagianuiunang 1 n8AN15INAINU (Polycrystalline) tHuraun
= ' . & = o ° ~ Voo A4

(381731 N3 (Grain) wazluiiipvalanzfazlsenavlumednuiunsunannnennemenu 4
39UADYDITTUINADULNIUILGENTIVOVLINIY (Grain boundary) Tagndnsssnmdluaglans
WenfiunataunIuLazsaULnsutzivuanlimnu ausdivanuuananestiadelumaéy
fnvesmaliiduwesudis dwaasnalnsasnsiialasahansulugiin 6.3 Taelusi (n)
uansfanlansvanumaialBiumafisgamgiyeimaiaiieded feziadursadagn

munareana wanahullgamgiifazanaaies 9 Guadeaweauisiazd@ulaniniu

1 <

urlidadinveiudaninndiveanad aswanslugl (1) aulogamgitiuaiadeszau
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WunanmaluBainmangud (@awad) nanndsdumadudiniierumeldannizianuou
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Jtfadevaanan1IMssTzUNeANNSaUNIANNEINTaszINe AN S upanlUldluwsasnanely
WNAY NI EINANTENUABNFIAGEILazRANINITLRVTAYDILNTY §1999198NN15910 Kenneth
Easterling (2013) asnazaSunaneazidaniniiuniaeliil

2831187 (Liquid) PBIUN (Solid)

iadied PBOLLNTY
LNTU
(n) LAatiaded (v) Tuadedadvle (R) LNTULAYBULNTY

71171 6.3 nalnuasmaialasahanauludlalans
ﬁ.%/ 7. Solidification mechanisms 1, 20125

nalnmadalanaianmedansluuudon audna1Ived Jinliang Zhang et al.
(2019) Faudnslugilil 6.4 iR saniiesessuressuneulunisiiafezdullaiw
nannistiuanveuvadldifuaesuds (Solidification mechanism) ualun19y{uianudn
;s‘lJmemﬂ'liLﬁﬂTmm%NLﬂiuﬁ]zLL‘UiLiJ?iEJulﬂmquﬁmmmawmamm%ﬁmmmﬂaﬂaau
azne TneanaSauszsznarmuii lanzidon (Base metals) lédni1n19e1me (Environment)
fati Aemarssmaiaunndsnuneiufiemanmmnesesanudauiidnmyananasuse
vaanazme JUMseanufduunudoudnefiGenduin “Columnar grains” Nailiduag]
fuautiRanuamnsalumanianseuvedlanzdon Tagdndnavasanuiouainmsiiend
sanghulanzdousidaariliduilildnasuarmefinamauasunladlassadansy 3
Funusnailasanunmulasunlasin wBnamansznuananadeu (Heat Affected Zone)
viafsiniufludeves “HAZ” Huies uasauiaanuniewes HAZ vaauwiidenasiuatiu

ﬁmmmm%’auﬁi’laumtjumL%au (Heat input) Fazldinanluidasely

[y v o

anunlunadion (Welding speed) gatduilaanmsidannadyaanmsnmunanisue

o

] 1
N v [ < A

sUnssweslaniaeuuidion dwuaadlugi 6.5 (n) (9) waz (A) TldeudmeszauaNUTIN

thunan wazgeamudau sxfulddanuihnmadeussanudifimsannsduiieziann
dlasnnanuseuasanlutevasuasmege snsazraslanasansuanuuuy Columnar THs
Aae 1 dhgaRenanatianasuazae (lidaan) daarlfdevasuasaedgunsaiugla
%50193 (Elliptical) wazlumenaunu 511,%&93’3&@131“1,‘%31,%@““7{@@ ansarrpdlaTaNnTURL

(Huwu Columnar NeaanAuLdunInavuesianaavazans Jeviliisnasnazaisizung
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Jugineaun (Teardrop) daunsdifianaditiontunasieziiaansasusdlassaiianaui
HENTUYDINIANNTITDNAUAEI 519BININABTLI8UDI John N. Dupont (2009)

DN

N
Y =
W LNTUYDILUIT DN

g
&| g
33
g A S
-2
—_ @
= =
T vaviaaNazay o
£ s
2 (Weldpool) & (NIULIIN HAZ
o) = 4
= =| A (@ puuuinneeawuidey
'ﬂ% § 77;!/7 : Welding Handbook : Welding
33
= > Science and Technology 9"ed, 2001
= 8

PVENIU

s

>
S
N

(n) nalnmatfanauluwunew
77;1/7 : Journal of Materials Science & Technology, 35, pp. 270-284, 2019

gﬂﬁ 6.4 maialasaesnsumnIIuMIToy
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3. lﬁmmmm%auﬁﬂaudhﬁmmL%au (Heat input)
YVIUMSITBNLILNAENAzaNE (Fusion welding) #pi91dB3A1UsenoUNEN0

ﬂ%mmmm%auﬁﬂamihtﬁumuL%au fidendnfisaiuin “Heat input” Hudday inszanu
%ﬂu*ﬁi’ﬂauL6ihgjmmumﬂ%am:ﬁmﬁﬁ‘ﬁ'waamxm.e_JTam“ijm"m (Base metals) d519.Jutoviaaw
azane (Weld pool) wazsldmarmihiivasnazareTansiiin (Filler metal) Tngseduanaano
anaseuiifleudnlisdesgunniisswafiasnasulansiidenuasdiosfinrsanaareanson
vedfigadelufvammnadeniiden adenfidfdafianusuand lafaiimadan
Fnaenifouinzdastloudnglansiuauiienmasuazas Ay sal undsduiiiaue
wdanuaNNFaumInIaRaldnnuraIie 1 MundaznInAsesaden TEud undimdany
nnM3tHFe15n (Electric arc) wandn1e13n (Plasma arc) auaaatynsa1sn (Laser arc) awed
BaAn5aUB15N (Electron arc) warsinlufamnufauainnisienlusveswigozignauny
29nTaU (Oxyacetylene) LHudu Tﬂﬂmmlmﬂ@inmmﬂ%mmmm%auﬁé’mL?i’h’gj%ymmmmz
Bewtusgiuruiumaiden Tansfirmanden mIssnuuusesdouasmulldaamalonma
i 1 fiongadeanaseululusuusesnnumaia

masnamyanuenufeudidatloudngiua sansaduinldnnifhisreams
dow Befigasmaauuidumnasguanna Taefildiiu ed 2 ssuu fe

1. UUMIANUIUMNNIATFIUVIOLNGN (American system) 1FTUNINIFIUAN 7
Y9906 Lein AWS D1.1(2017) s ASME Section IX (2019) gasmIauIu @p

o usenu (V) x nszua (A) 4
Usnauanuiouilouion (Heat input) = — anmnin
aNnuen X (60/1000)

mald@euly : wseeu (V) imiedi Tad (Volts)
: nseud (A) Sriedy ueuuls (Ampere)

- AN (S) FnHaetly Nadiuns/and (mm/min)

o manwFounldviiniedu flagasei (ki/in) teanududen iy Tideunfi (in/min)
' D) = ST VA a P s A & A _a
e aaNNaunldsziniieiiu ilagadeRadinas (ki/mm) iaanumitionduiofwns

#oUN (mm/min)

2. SEUUNTAUIUMNNINIGIUYBIENAMNEYLTY (Buropean system) azldnumnasgu
EN 1011-1(2009) ka2 ISO/TR 18491 (2015) gmmiﬁ’lmm )
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Fanaanwfeutlowdon (Heat input) = WAIUB5N (Arc energy : kJ/mm) X
UszAnSmwidaanuiou (Thermal efficiency : k)

aun1in

A [ 4 =
LD WANIIUBNIN (Arc energy) AB

. . usanu (V)x nszue (A) ,:/
WAWUDT5N (kJ/mm) = — anmnian
ANungan(S) x 1000

melddouly : usedu (v) ey Dad (Volts)
: Aseud (A) Jmiedy uenuls (Ampere)
- A3 (S) Fnaendlu NaduwasAuf (mm/sec)
Wie : Uszansnmwideanaseu (k) %uagiﬁ’mmumn%w aluaadi 6.1

4 ' = a = v ' ﬂ'
AN 6.1 AMUIENTMNRANNTDUY (k) ¥2ILANZTUIUNTLIDY

7’71/ 1. Welding & NDT : How to calculate heat input, 2019

1. maidawprsnléndnd 1.0
(Submerged Arc Welding : SAW)

2. madieweinmeviamand 0.8
(Shielded Metal Arc Welding : SMAW)

3. madieweinTansuiangu 0.8
(Gas Metal Arc Welding : GMAW)

4, madeneninmadewldnsnd 0.8
(Flux Cored Arc Welding : FCAW)

5. madenensnaauuialnagy 0.6

(Gas Tungsten Arc Welding : GTAW)

6. ﬂiiiﬁ%ﬂ'ﬁﬁﬂ&lﬁ’)EJE]’I%ﬂWﬁ’IﬁN’] 0.6
(Plasma Arc Welding : PAW)

* MNELA9 A k 310 LEATINILIUMSTBNIMIFaLFenanuaNTau IR NN WaNTiY

910915191 6.1 A1szAnSamdaanudou (k) vesmadinnarinldnand (SAW) aeil
Agaga Anfan (i 1.0 Tanefadunsnddnmadienn lidnmsgaydaansieulussning
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natlianrsaaaiiualinennn Mmemgram zLrasIANNEBUTEIRMsTaNNINalauLn
aguagmeldvdndinsudaiioda wiuaainnisensnidilaiaansenin dmnsuisnsden

]
AanaAa =

woudu 1 Mezlindasnanasmuuaaznssndsninmagaydsaniou

]
o [ YA

PMNANNTAIUIUMIYSII AN uNTautindiuaudey sziulddaauinee ¥

EY)
[l

anndunuSineadastiuifasenadewndn 1 fidida fe nszualWidion (Welding current)
WIIFUBN3N (Arc welding) 4azANIENTEN (Welding speed) sy matfuidsusuysla 1
Aawazdinadarzaulinmessanuioufiacloudigiunu s finansznulasasde
Taseas uazauiannazessesidoy Aiswlufimstiofviedepnseesdunuiifaan
anudaulumsidow Lwiﬁdmaﬂiwﬂﬂﬂmamﬂﬁqﬂ ﬁﬁagﬂﬁwwmiam%au (Weld bead
shape) galaun anwnia (Weld width) @213yu (Reinforcement) N3%aBNAN (Penetration)
PRILLLTIN wazpeNNdupsunNsasiiianmslisulsnsdendlivanzan Wy sesia
U1 (Undercut) inlanznszihiu (Spatter) mﬂgmﬁu (Excess reinforcement) ) (Hudiu $nada
ABSLUNEINTDYAYDI Jan Pawel Pilarczyk (2004)

Pnaannseunilouidngiuau@on (Heat input volume) 3zianudunuslagasg

]
AN

AURINaLEuAI (Cooling rate) thlunsainfiBunannusaunilouwdngiunugivsamnn e

UapslAuui@antiiuad azisanmsiusNavisadn lunanasnuinudSuuanusaun

'
=

flowdhgiunusviatios wnidiauslisanmaduiiigimied duaaenauduiuglug)
6.6 Tadanmadusazdiusimsddaizdmansnulasasdelasadweduendon M
HhnFnaunidiag (Weld zone : WZ) wastFnnildSunanssnuainanufou (Heat affected
zone : HAZ) fuaadluzii 6.7 Tasnsdid fnauanufeudiiiloudngiunugs WZ was HAZ
wfianunfhannhnsditBinaenuseufilewdngiunum

71/ 6.6 ANNFUNUTYDY

saanudounilauing

E1)

191U (Heat input) NUDATINTG
Heat input g4, « o )
Cooling rate o L8UAI (Cooling rate)

77,;(/7 : Review, MAPI : Metals,

Metallurgy Journal, 2017

Heat input ¢
Cooling rate g4

A 4

LA i)
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A\ 4
A
A\ 4

711 6.7 ma/aeuuias

Tasaavaausazlaunlasy

AndnannBnaanuioud
i”JauLi”ngi’sfi"mm (Heat input)
7'7:';1/7 : Review, MAPI : Metals,
Metallurgy Journal, 2017

3.1 SannsANNseuLATUINIBINILTeY (Heat rate of welding)

V.M. Radhakrishan (2005) l@nanissanmsleuanadoulduddunulsn (d
é’mwmmnﬂéEluLLﬂaqqmﬂQﬁmm%ymmTamﬁL%ammﬁizﬁuqmﬂgﬁﬁm (Room
temperature) W HEAUgAMATIYBINTT0Y (Welding temperature) sinz29un412a0 Taaziiviiag
FouTlu asen/aan wiu ssenwadeaaadalg (°C/h) vwie asraidsaaaund (°C/min) dudu
Teranuazdeatuatiuiaioioln sanmslimasouuivesmadentuegiy nsnidsms

L@y (Welding process) armsinanuiauvelansi@ion (Thermal conductivity) WasNINYBY

¥ tﬂ' tﬂgl e, ]

Nufiilaidan (Mass of joint area) Belunnuftatadesnsdosiodnnnilianusoudides
gandelulusznivmaden wasssniilansiunuasioufanasuinn fidasgadalyiy
UITNMAYDITNWULIATD

Fanmialianuieudmdefesinanilanahumelufifinaderuauasgiases
13U uazgUNRMsueniiinadantaseldeging nudamsuaniieesiuindeuds
ToeamzagadlumsidenTanzanaafiniu (Dissimilar welding) ftiu aidendedasimadia
3 1 faetlouanidouliuniuny TnelilfAaanademes wu msldanufeuiunguny
fewdau (Preheating) MIUFU3MBIMIBINTLTDN (Angle torch) vidamaszgndldnmaiion
wuulauda (Hybrid welding) fizasihdafusinssnizmadenanlisauiu wu lavdafin-fin
(TIG-MIG) visalai3atage’—in (LBW-MIG) uazdnwangnssidamadendudu dalaisa
winzgfvzfidaanuamsatunmslouanideuliuitunuludaninaduaneiy fudans
shothasesmadenuuulana tawei-usin (LBW-MAG) Tugilii 6.8

ganmslianusoudis) (High heating rate) vzinansznulagasafuaunaanuniig
PasuuIdoN nanAe MNAYILLITENIZLALLEN ualidanmmasniian (Keyhole) Fadu
Tngjaniunmmiasmadesiiindinuduaiiaiuatouldguasad wu madaudie
DS NWANEN (Plasma Arc Welding : PAW) N3 L%amﬁméﬁ WEILBLTDS (Laser Beam Welding :
LBW) uaz m3tdondied1didnaseu (Electron Beam Welding : EBW) (g
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1600 4. y
. HYBRID - - - Hybrid| | 3UN 6.8 aAIMstlou
1400 T I e H ° :
N o | anuseungIuanu
R 1200 | \ " SMA — Laser - -
O 1000 AN N I Tanuuulanie
e : % i LASER »
(2 300 | . _ __ | 91 Materials Research
&? ] \ =, v
g 600 , W I . | Conference, London 17-
= o . \‘_ Tl 18 February, 2003
200 et
O : - T T T

0.0 2.0 40 6.0 80 10.0 12.0 14.0
LI )

3.2 fanmadusiveuuioy (Cooling rate of welding)

fanmaidusiresmaden Wudanmaudsunawesgamgiluuudeuiie
narhull MnsedugumgfizaniTanzmad (Melting point) anawNIuieTUgamyiives
(Room temperature) inangifuaaaudaianue Tagsan miLﬁuéhﬁwgamﬂ‘ﬁu‘%nmﬁﬂﬁ’uﬂa
viaDNArMELAzIZANNIGE 1 MuTzEzfivineanlinianaayazans duaaslugii 6.9
agnlsfimuduiananuhifiifaluseudasnuidionazmaiusnntiosifisaladuag iy
anuanInszisanauredlansiuinndon magadaanafeu mildanuieulans
Fununeumaiien (Preheat) Tsmndamsniuguaanmaiiuddmenunialiniasiiofimu
193U Wy gagUnseiguiunuviegagUnssisnaanadaudemh dud

a o o
3171 6.9 dannistdiudives
LULADNAINTEELIINLID

WOBNAZANE 7747 - Buried arc

transfer mode in welding, 2010

lumalansingnnuidan samsiusiveiareanazaaiianidnsnans laseai
(Structure) waaNLA (Properties) 289uuNTouTund 1983 A1na191u91UIV8p9 Chamara
Kumara Ph.D. Thesis (2018)
~N A & o . & o a
® NIUNBANITINTLEUAIYT (Low/Slow cooling rate) ﬂﬁlﬂmiLL?IW%JzLﬂﬂmJ(r]ﬂﬂN
ANN3aU TNoaaNNIauLiwazean winnwlnddeany Tasnrinldinlansvallutianasy
znednmlunisinGelanaetnauga TassadunlddadulanaeaninisdaGeeiii
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senaduszdevlidaden wazeziulasead19uuuInTuney (Coarser structure) YUIALSE
sUnnlndidssiu liaanuesealu \iiaTane (Stress Concentration) §NTAYIUUNTDNT
anuntien luuans1vuetduda (Hot crack) Uanasvazansdigiviaininiveanalunis
wasuanusnnveanadldifueuds Suaaaduldimadu u A Tugil 6.10

o N3ENEATINILEUFIGY (High/Rapid cooling rate) nalnnsudasiazfuwuulyl
angan1nNiou lagdanmaszunganyiouseniznnidanmailauanniaudn miie
waanarmedusiinaeduretudinad (Rapid solid) Menganssnludnuasilasas
ypauuianasinnisdateedfliduszdey tiensiadervedlasnadie wastia
anuadsameluilelansdon uidamesinanuuiigs Ramsuaninldine viseaiae
VERIGIERIMEN Tanadfifudiezisnvariiuuuuazden (Finer structure) faudnatdy
Taamafius idu B lugii 6.10 TasUnfuudenfifuiimasdosinmduaaumaiinuales
34 (Tempering) fitfunslianudounidunundndeniedasnislilasiaaianislSuan
ANMLABEALTIa Tefidans “Post heating”

B

311 6.10 AnNENNUTYD
Planar Cellular X
Finer

aaMsLEusIsanalnng
structure

LLANAIN

f
(Temperature gradient : G)

LAAlATIENIVDILUIT DN

Cellular

Dendrite High G*R 77;1/7 : Chamara Kumara,

Licentiate Thesis Production

Technology, 2018

Columnar
Dendrite

+
|"'+

HATINILEUM (Solidification rate : R)

++

Equiaxed Dendrite

srumalfulplasanewundaudemslinnufeuniiunundaion
(PWTH) fiaunfidasmslilasahuaarewndondamsusudlmilved luannzauqa
annfiga Tawdsruanufouiileuliundunuivasdacigunniuiganseuasmeadlans
1 1 Tagtnalumad fiidssdugamgResduiusivszazia nande dinsdidenldadiu
pamgifdesuinegs aslfnalauanafeuiiau malfufeusedlanadaziiniuwy
nah ualianudssiisfiamanussesdouny naafulasaiunsunnalnajgoy.de

antAnenanauedily defde UfiiRnuldegnnads dnlunsdindenlisaugumngiin
aauinag azldnailauanuFauneniuudy mslsuidsureilasadieaziiaduwuudn

Tassadanldazivuansunasidaaidn 9 auianianalaesivasiuulbiung aauanisIned
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mavyeInalnmsfsuntasedlassananannvuiunmsdion veunannauaunsa P91 Ty
U 6.1 MuSsudsuTRiutangdnssumaddsuntassdanansdugnimioudion (As-

received) 32MILT0Y (As—weld condition) UazNaILTON (After weld)

ADULTDN FEWINUTON HAALTDN

§ -
YULLTDY HRAILEUN

= = o § A o ) o A
fj‘lJ‘n 6.11 ﬂ'liL‘lJﬁEJULLUﬂ\'iTﬂNﬁTN‘IJB\‘]LL‘L!’JL%E]N‘ﬂN’Iuﬂ’l‘ﬂﬂﬂ’l’l&liﬁ]uﬂﬁ\‘llﬁﬂﬂ\l (PWTH)
ﬁflﬂ : Chandan Pandey et al. Journal of Alloy and Compounds, Vol.743, pp. 332-364, 2018

o nidintAansDaliee Lﬁﬂgﬂmwm%ymmﬁam (Distortion of weld metals) naln
madushuasngAnssumadeginasesdunudisiusuumaiden sxiinadeaanmaniun
denaehunn Taethsenan 1 fidnadensdaslnsednlnaiinanniGewss misenuuuses
o (Welding design) thspunsnsden (Welding parameter) LLazi’mﬁwﬁmaﬁaqﬁﬁwmi
{ioy (Welding materials) TagUn@nisfiiasalisesnialuszmiefiuuadenidudue a
uamiugﬂﬁ 6.12 31 () wanedefamemIsIneawseuratianasNarmeusduulans

Wenlwarmauduei 31 (1) wansfanginssumadiadlne wasd@egunsaiedunudodu

f Y 5 4 - I
TAMNFANEATINON 31 6.12 woAnsswnistiaclnsede
- FUNTUDWUNULNDEUYLIUM TN
3 > 3 o

i ‘{— ~. WAL - AWS D1 1/DI1 - 2015 Stucture

Welding Code-Steel, 2015

(n) vouzLdum?

(v) Bumtgampiieauuuddss

LHNAHDA LHNAHDA

w3l w3y

(A) Bumiigurgivesnuuiunnatan
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Muuudase wazgl (A) wanstansliusnedeadunudisuietsaulildienisbadilnee
pEN9BETY wAnaztiAwIIRIIuMeTuwUITaN (Weld tension) Nazmldiaanuasealuile
WanTaazdinanansnansuani1ale sedaaiwundanluiumslidansiounsadonie

ameANNLAsERawEe liraall NGenaIuUNTii “Post heating”

6.2 LFLIUAN Tlml.l.u’JLﬂml (Weld regions/zone)

Hadpveenmsiienazinansznulagandsunndon fidiwarliuudesinng
wasuwawedanaiefiuanseiussnly idsesnsausnmuanuuanavadlasaadansy
sanuiuTauvitersinald 3 v duaadlugi 6.13 Téua 1. Wnamuadon (Weld metals
zone : WMZ) 2. 1i31304HAN52NUINNANNTDY (Heat affected zone : HAZ) wae 3. U5l
nsznUIINANNTaUrsalanenian (Base metal/parents zone : BMZ) ialﬁﬁgﬂé’nﬁamn Larry
Jeffus et al. (2010) wazvzaBineimAntmeazBonveuaazla saeluid

3 WLEeN (WMZ) i}
Tanenan (BMZ) l HANTENUNNANNZIU (HAZ)

C = |

£2, i
\ ( %

311 6.13 anwuanaswadlassaianaulugunuiisiueuiumaiion

77;1/7 :Welding Skill, Processes and Practices for Entry—Level Welders, 2010

1. U3aiuuaLiion (Weld metals zone : WMZ) 39912038091 USamasnazans
(Fusion zone) “T}aLﬂud’mu%nmﬁﬂmamm‘[am%ymmﬁwjLﬁﬂﬂﬁwaaummlﬁﬂﬁw fuideni
Uavaawazme (Weld pool) tijatdaslilansassionaswazmefusiaifiazl il
wdenfidondaiu Tnednsasveinuidenasilsenaudie 3 diundn Muaadlusii 6.14 Ao

N, §U9IANNF19BILUITBY (Width of weld metal : W) tfluszezaunavaiila
doniiTannuevussseadendunislisidnduniliasedie wazesdasiiauaanuniied
NAUAAEAANNENIIBILUI TN

9. §UYDIANNGILUIADN (Reinforcement of weld metal : R) Tuszaziuansfisany

] ]
v

yugauiinlenninnniszauyelansanu
A. §IUUBINITNENYBIULUITN (Penetration of weld metal : P) (Tudiunazysze

ANNANVDILUNTDN T99zInnTzauRIvadlanznudnasluluuu e
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ANUNTIYBIUUNTDY (W)

ANNGIVBILUATDN (R)

T
wUITNEN (P)
¢ Base metal

P o . 2|
j’i.]"ﬂ 6.14 anueaIUUINIVYDIULUITDY (Weld metal)
77 : MDPI-Journal Sensors , 16, 1500, doi : 10.3390/516091500, 2016

Tagtndna 1 lWlusvaumsideweziniuuidsninmaduisTanzasllutanasy
avanef3endn maiden (Filler metals) fumaiandilaldainin (Non- filler metals) Tagaz
feenilovedlansiununignaenazmeiaiu fiGeniui Madeuuuy Autogenous Tuwa
\dawrpaniaasuunidnsasgUnufiuand ety fuaasmauBeudfisureiuundonlugli
6.15 Taswwndawdildnnmadenuuuidumaidouns Tauresanauyuntonnuganiuun
Fenfiganiiuivedansanu domneldfulinavenialonsfiiindunnainidon o
wanuilufmagnveamadosfinuuudsmindenlusli 6.15 (n) dmSuwwadeniiriunms
dauuvulidumadon Snvasvssuidaurhifianuyugsiuudiay Hemgnanzas
[FenRaiuaranduiiovadlanzanu inesumaudlnalunuiuduwuaden rmldusnaes
wwdeniadszduiimniiszauuedlansaiua é’mﬁmé’ﬂummmLLmﬁ}auiugﬂﬁ 6.15 ()
Faimadenuuulidnaeizseuivaiumadenu1ads wu madlesiin madennaian
madauawe’ uaznsdenuiaesaiay Wudu denldfunmsdennuiibigeimsanuuia
yasuundanantn tanumesnNneeiwunien wisdsanishildnngiiuwuden

Taemlvasdudendsznavdunulansusvunadudian

(n) WALTDNLULLANMIALTDN (@) wwadanuuuli@uainzo

2 | ~ = a o " a = A
gﬂ'n 6.15 L‘LFSEI‘JJLT]EI‘]Jﬂ”ISL"HmJLL‘lJiJLm\lﬁ’mﬂﬂLL‘lJ‘]JVLEJLGmﬁ’JWLIBQﬂWiL?IBNﬂﬂ (GTAW)
77:1/7 : The welder : TIG welding—When looks matter, 2014
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N15.39329 (Dilution) YDILUILTDN WIDNLTYNNUIT % Dilution WLHNIBTI N1TN WU
WaNAANTVRDNALA B NENHEUNUYBIEIUNENNA NN ANNTaNETUY (Base metals) N1
Tavzaatliow (Filler metal) fioglugilupauuadon (Weld metal) asuaaalugii 6.16 daiu
wanmadianuuuganad na1fe lansleniumadieniulansaiiauazinsatdiediv (Similar
welding) aztfiulddatauindumsmuneeaiiadisudufiduisnaiielancaindy (Afm)
Audnnduusnaiialanenan (Abm) Taganunsanastiervuniiialanswpanigasdiuniiie

° ' PR =Td A . . ' A ) =
MaANUMALe5ITUAN13139913 (% Dilution) drunanweIwud@anldIngasaunsn 6.4

161989910 Janette Brezinova et al. (2016)

< W >
Afm R
A
(a9 Abm
A4 Base metal
W = anunTe (Width) Afm = 150auilalavizalnt@y (Filler metal area)

R = AN (Reinforcement) Abm = U3auiinlanenan (Base metal area)

P = wW2%uan (Penetration)
% N3t38979 (Dilution) = [Abm / (Abm + Afm)] x 100 aumsi

311 6.16 ¥ANN3¥1IAINT5EABN (Dilution) YAILUILTDY
771/ 1: Weld Overlay — Springer link, 2016

anuddrsimesifusmaienasinansnudsuudeunnlunsdimadonyes
Tanesnawiia (Dissimilar welding) fiuneaSai3endn Black & White welding (a1 gla)) Hans
Gewlangaaafiail imuuuiisefuuuiugueessiiaviainsavelansndn (Dissimilar base
metal) wazansiufiafiavioinsnvaslanzmnifin (Dissimilar filler metal) Tngndnuazisnsm
muefifudmaisnresuuandeniiinennmadonTansassdiai (Dissimilar welding) 9
wandsanmadenfiiinnnmadenlansuiafeaiu (Similar welding) fauanslusiii 6.17
LAZENNITYDINITHIAINITE 09U ToNTanzA19uiia (Dilution in dissimilar) Sauansly
auMmfi 6.5

madenTansiaafuniuuuaeiufilansnanuazaniuilavzainida iaians
waeNazasudNEuR axSensuIumaiusivestenasnasare i < Heterogeneous

welding” demguanuuumaiefiiedearesinlavzi@ionasdudinzgninualagainls
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- Tavzilauuaiow

A 4

Tanenan (A) Tanenan ()

% M3Ipaadonlanea1aiia (Dilution in dissimilar)

A+C ;
= —x1 ﬁhﬁ?iﬁ.
A+B+C 00 @

711 6.17 vanmamainadeansuuaionlanza19udia (Dilution in dissimilar)

ﬁi\/ 7. Rex Thomas Alexandre. Thesis of Welding Engineering, Ohio State University, 2016

]
=i

fifluesdsznavsesdiunaumaaivadansndniiuandiy viemadeufiuanaiuiy
sy Telassaagamadlézifamanis 1 Ansaenlduuulufisduuufiuiveuviela
aiiane dauandluglil 6.18 (n) waglumanduiu nsdimsiaenTanznuriiandonsadient
Tanewdn wazlanzadadn szidenuumaiusvssianasnazasuuuiii « Homogenous
welding” Tassaugamadilgndamadudmianiadumada 1 inssnedegasaminaus
wilauiunndiu Ademanafiduwsmaaiizasionssvazasiannlansninuazan
douAnaiiade) dunsumaainnidnaidluandaiu Ssdawaliitfedsfimmuamsiia

a = < o = v v % 13 =
fiadeavuzBuduniiouny dudaaanyauzsaslanaingamalugii 6.18 ()

\ f%% g v

j
(n) Tasea3199am ALY Heterogeneous (2) Tasee3199amawuy Homogeneous

A v &'
§1J°n 6.18 Tasea¥avesuundonuuy Heterogeneous ozttt Homogeneous
7’71/ 7. TECS — Uniform microstructure of weld metal, 2012
ALaTUAN13139974 (% Dilution) Siduadivafinueseailionss (Joint design) Waz

YUIUNTLTDN (Welding process) AIULEAILUAIT19T 6.2 Tawudniseanuuuaineesas
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dendnvsiinadaanofifudmaieansatuuinian Memamnsgluuueiesedeasi
unnnlumsimuadadiumanasnazansaatiie lansnan (Base metals) uaztiolanzmaiiy
(Filler metal) §0€1919U N1590NLULIBLTONADTTRALINGDIGT (Single vee groove) A1
wesidudmadeasnnamalanzdvannnnanilelanzwdn femszsessennnzdaaion
gramstinilamadeniiinn Faduneesiuing nsdimsesnuuusinsesdedenuuuseulyl
1AL (Square butt joint) Aasiiugmaiieannnlansndnazannninnielanzaa
iy i aesessetosafuialansudniidemanazmeannyieden srauiu
PRI TN

WBNANTILIUNITEN (Welding process) ftlusulsiiddudaaedifudmase
nupatiedon nzusazsuudeniianasi il lanenasnazmeuanseiu Wy 119
yuumsiasadeansieunnaninveialanzudnlidelummassszasiialanzain
Hi dauunseuumsilennduastudng fondenisensnsedlanzatadniiarildiaTans
wanuasNara1s Ndinsdenanmninyesnisdenindumsdeiadeswuula nanie
WU DCEN anwsauaziinfilanznan 70 % uaziiaalansiiin 30 % @iy DECP 9353
s feanwSeusziinilanzndn 30 % wasfimalanzidin 70 % SoiuuIumMsieniuang
fuvzildandefifusnsnievsvenielanzidanuandedu dauandlunised 6.2 uaz

UBNIINAILY TUBIVLIUMITBNNNAINILEINY SaiTldsvaandsnuiaunilautingnisiey

]
(% v

(Heat input) Fadufinnuuinduihismadesiiddydensmnuadanmmasnasmevs
UaraaNarasaMIion

Ale 3 Tufn3138919 (% Dilution) 9zutlsidsulauafinvesyuiunades de
wgHANPzUARILINMIM TNl i Bnaenufeulaiviiu vaaumsliRnaan
Sauiiemaniaenazaetioetenaanaraeiinuazuay adesidudnniaasdem ualuung
ywumsidenfimasinfijuusamnedaanisfiazaiutanasuazmefinta dredosmauud
@eniflvunalneg Fazdeadumsiiuislanzanlansaraden madenuuuizsihldiiae i
L‘]Jﬂ%l,%uﬁﬂm%‘amaﬁga (High dilution) $iatiu Fanevzagllainaesiiudnisiieneasa
dunaumaailuuuidensstuediuhnaanufouiilowingiunusessuiumadenly
mmzﬁﬁiau (Heat input)

BRI NITIA LD TUTIHT DD NI TN

fegrdsmamaesifudnisiieasesadonnmaaaidnnaniand
ypan1sidennalansdraafinfiu (Dissimilar welding) szninalanzuaninsalaiua 400 fu
wianné3afiunaa SUS 304 Wlanzadnion ENiCrFe—2 fasuiumsiiion SMAW faudn
i’]ﬂamﬁﬂmmLLmL?iauﬁvl,éﬂugﬂﬁ 6.19 #14983991n B.J. Moniz & R.T. Miller (2004)
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| a ' 2 Ao v o s & A L A
M13797 6.2 WUATDYADUAYVIUMIVDNNTNNUSAUANUDIFUANTRDNVBILLD LD
77;(/ 7: KWE (Korea Welding Engineer) : Dilution in welding, 2011

SMAW = 20 % Tavizvian 80 % lavicaafi
GTAW = 20 % lavizvian 80 % lavizaadin
SAW = 80 % lavisnan 20 % lavizalalay

FOUULINTDINI V 30 — 40 % Llaviznan
60 — 70 % lavizaInLdi
aagulaunies || 75— 85 % lavzwan

15 — 25 % lanzadaLiy

SMAW =25-40%
SAW =25-50%
FCAW =20-25%
GMAW =25-50%
GTAW =25-50%
ESW =7-12%

70 % vouiipdonanlanealniin (Filler metal)

24 .
15 % vpaiipidananlangnan (Base metal)

= 2y v § o o ° ' A
jﬂﬂ 6.19 fMpgeansazInILENEIMSUMIAMmaLlesidudnmaians
ﬁfﬂ? : Welding Skill : Welding Metallurgy, 2004
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mﬂgﬂﬁ 6.19 8AT1N5L39919 30 % MM IAIUIMSENNIRENYBIEIUKENNIILAT
(Deposited) Tuwuidanuas 70% vouilsdenlFnndiunaunmaaivasaradonivdiunas
mauaivaslanswdnasaassiufisnaiu Sadues 15 % (ilssnndumsidtenTanzwdnena
wiinfiu) Taeifideyadunaumangail

n. Tanenanluiua 400 Hduuauan 67 % Ni wae 32 % Cu

9. Tavignian SUS 304 Sduueunan 8 % Ni 18 % Cr uag 74 % Fe

a. Tavizaaadion ENiCrFe—2 fidaunanndn 70 % Ni 15 % Cr uae 8 % Fe

MMITaNLULRAE LYY (Multi pass welding) Tadiumanmiaaiiveaiiadan 70 %
Tawnanlanzanaden uae 15 % l@nanlanzndn Tneesiinsfusznousesdiunaumaniives
LU TONMNLABZUAITINYRIE e ol

dunanmaailuuudennnaiadan ENiCrEe-2 fa

70 % x 70 % UnLAa

70 % x 15 % lasiiles

70 % x 8 % wan

unLAa 49 %
Tasiiey 10.5 %
ARN 5.6 %

dunaumMatailuw@aNnlaneran Tua 400 A

15 % x 67 % UnLAa A3LIBNHNLNR 10 %

15 % x 32 % NoIAY N5V NNDILAY 4.8 %

AunaumMatailuwaNnlanzran wannd l3atiy SUS 304 Ap

15 % x 8 % unLha = M5IpNHNLHa 1.2 %
15 % x 18 % tasiew = madealanien 2.7 %
15 % x 74 % \an = NENmIMEN 11.1 %

paRisznavdunaunaaiinufimualdvesidalanzundouldunmsiiy
dunanmaainnlanzamadenadudinlanswdn i

AIUNANUDIUNLAR (49 %Ni + 10 %Ni + 1.2 %Ni) = 60.2 %

drunanvaalasiien (10.5 %Cr+2.7% Cr) = 13.2%

FIUNENYDIABN (5.6 % Fe + 11.1 % Fe) =16.7 %

L RNEIUHENYDINDILAT 4.8 %

NNTAUIUNUIBIAUSENBUEIUNENN1L AT 3TAY 100 % AunrannsAn
dodnunTuedidud Mmemnzhiuesfudidniesemadsnaumaaiiau 1 Adudiuweas
aglulavendnuasTansmadudlildiansveglumaduin
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NNNsANEITEiimMaieediunannaaiiveawuadion D.K. Bhattacharya (2009)
@eunsnuiuudesildnnmsiiouwuuuuifeiiesauiiien (Single pass weld) azian
wesiiudnnienesdunaumaailudaidourifumnuiion duwundeniildannms
\FaNUULVIANEUIVEEAI838Y (Multiple pass weld) asiianilasifudnmaieansvesdiunan
‘mqmmuLﬁaﬁawﬁhjmﬁunﬂfﬁnm neAe 1EaiaEeNEINIEIIN (Root bead) 9iAn
wWesiudmadenefiohiu femsnzsesiesdeduitaudouiisseudefiinioiig
Fafluuuy Single pass weld dudaingasinsesdefiniadudeadondesuuseuiininiy
alansdanusazsaufaadudadiunaumaaiinnlansmadsmnnniduuamiaaion
Tavendn Safudumauasmsiiildanleidudmadamaeniadenlimhauan 1 fu
nn 4 sty Tasdadnssmausmumaaizdiunlilndidsaiamiouty
fudumannaaiivedanzatadiv dadasmsiFeuisudnvazussuunion Mdeuuuuuud

LRENMIDIDULAED NULUITINLLLVABLUIEIaNMEIaY TUgLN 6. 20 (N) waz (7) VAL

Taviznan

(n) MITBNUULLUUILAINIDIOULAEY  (2) MITBNULULNAEUUIVIDVATOL
(Single pass weld) (Multiple pass weld)

U1 6.20 dnwarvssuuidisniiliondmsinussu@ionilui

1 : D.K. Bhattacharya : Microstructure of welded joints, 2009

wennifinudnwiseisafunndenlanza19afia (Dissimilar welding) Tag
Wichan Chuaiphan et al. (2019) Hdiayatbewnii madenuuUnaeNazasuelarzaTiam
fingfianauandnasgumgiyanasy dehmadeunuihlansifiganaammanfidnnias
[AamavcanazmeiauuaianaoazmeraIalian (Weld pool) flazidaalinatiy s
TavsiBuiasgiiaaannidones liaugas iademsdnuasidaduiuiiveaiadenlims
Tansfigananumarnni fuaasedsaiundeuminndlfaiussamuiuineisnan
55M319 Ln39 SUS 304 iU SUS 201 §reaviumaidoniin woulifvaindewy (Autogenous
welding) slugﬂﬁ' 6.21 TadnELLITaNdINa 1l ar IR IamaefiTudmaie
214 Tngasdeaimundadiuiuiiveanmasnasmealigndasmuanusfieuilaidoniiiia
nAMIaemerssduraunaaifliaugarassaesitaresuundaafidadulansndnii 1

aunanMIAamalesidudnaiiaaaresnmsdenlavesariia Nuanaly aunisn 6.5
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LEUNINAYRINTLE U

A o 4 ' a tﬂl IS L v >
§‘1J°ﬂ 6.21 ansazrpananlanzaesinnionsnsresnazaslaimnny
7 : Wichan Chuaiphan : Journal of Defence Technology, 15, 170-178, 2019

2. USLIINANTENUANNANTDY (Heat affected zone : HAZ) B8 §IUYDILFLIM

v ]
=~ = v

Nufiaglndianiedafuuuatey fnAnadtsamafienseuiigunnsasiinaden us
faudfaegaann AlianniiisswasamaiiezriliTanendnidammasuazamenmeduilodoul
wasdedndnavesnnuieuiiiniunnmaidensingl ssdnanssnudenadsuuilas
Tanasumeluveailelansndnfioglurdnadamnld fazGendnuidh Buansnuieu”
vidafifieuFendulunguuasienssumaianin “HAZ” fauaasdumissaanmaiauiin
nenuSeuuuudanlugi 6.22 nnguasfanadiuldfanuindnunsnuiou vie HAZ e
fnnaenuniuiiviannreusssnidieufunsesauul wasmiiauiunaansinagniuul
o thimanefihanuiounniensenazmeinsznsiuilalansninasriduviafinglnd
wileuiu uadmSunsdinadendevelanzaaaiia (Dissimilar welding) faziilamafnvuna
YIANNNTIUALIZEEA 1 Be9LBMNIENLTeuIIEasinIzuAnmaiY Saluag Tuau R
wwnzesiagiy 1 uaslinadaauiiAveanuddoniiinandnwaves HAZ Naaaadnadila
wilaufuvdalihiy hadauenasdasinsaniineasdeafiinnliudmiunsdvasmaden

Tavizanaviia

51 6.22 dnsazseauuadoniiingiiind
I¢sunansznuneanuseusaamsion

7 : Colossal —Welding, Metal welding, Welding
design, 2011.
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WBansenuieuniodl HAZ Heziinluiavsdmiuaniumsidenuuurasvazans
agandnideslild waziunumlagassensudsuwd asanfvasilslansndnfivdnalng
fuwudenlsimioutudelansudndinay 1 fufunansznuiitiennmadendlifalszad
wihyuldimaiaunaluladnnumadessifelniideamadeuuiliinFnanseny
Sou vidaifintaefiga 1y aumadeniin awnumadeuwman swaumademaied Hud
Tagaumaidamaildadldndanueniniigs iielilavenaenmangamaiuasiodu
venaanazarefiuay 1 ansdeuwnioanlulimnilidnansnuieutauwssitufidosas
wafRFunuAsmadianfigann enaliminsumadonlsnaunufiiunugaamnimms
KRR

agalsfimudiansnuidaudladimaddsuulamdanzingadasaiadie
TanzildSunanssnuamnanudaulunsdesiswnsafiszeenuuusesss @ensuiunsiiey
pufsmuaumaieniiaamansznudinald Tasagldnaniineandsanalansinenay
o (Welding metallurgy) maﬂmaﬁ%'m;amﬂﬁ'Lﬁﬂ%yusluiﬁumﬂiwu%au 9 LLﬁﬂﬂugﬂﬁ
6.23 BaagldBinefnalnmanldsuulanadanehgamazeudasTou ddaluil

wUIaaNaZANY (Fusion line)

WY (Weld metal) Tyuinsuasiden (Fine grain)

[

5= Taulsinsznu3ou (Base metal)

Tornsuneny (Coarse grain)

5171 6.23 madsuutawedlanahefivsinaldSunansnunnanuiouseimado
77,;%/7 : Ali P. Gordon, International of Fracture, 126: 321-344, 2004

mﬂgﬂﬁ 6.23 9z5znauMIsUsaviEalauag 1 $199991n AWS (1994) saseluil
1. Touwasuuailan (Weld metal zone : WMZ) 13nniihifudmnuuiieniiiann
mafvavaanazmevanlany udududmannlfiilusesuddnifiisuwihameansay
wanaslynninsuveslansndnfideuden Tasasgnimuasievennsudenalnuazie
nMemssnerssanuiaunisnsasasmellgnmeusn SwziudnasfiiuTansndndih

madense dnlnafisnvasnauduuuuuuiden fdeniuin Columnar grains

2. uumaanazane (Fusion line: FL) 13naiflazagdnnanluiidnagiuisvaauazme

(]

Mz dudiufinuegsznindivveslanzNiian1avasnimad (Melting) Audiunlatinnis
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MeaNad (Un—melting) ARSIz B3ENT YaUIAMTManNazane (Fusion boundary) duiiaz
LALKAZNIULENENINREAMNIINAYaILaViRa N wazzn alule B inaanuaudiilen
dongauasTanendniisanmahanufauiin gamgivinaidezsmniiuudenlinnn

3. Tounauneny (Coarse grain) dauiizduidnadldfunansznuananuiou Jai
seiugamaiinAeuinegs usiludwiiilalonslinsanazas uademaianufauainmaiy
fuestianssuarmeiiszdugamgifigidsinuanlulavendn Junari i vauinsu (Grain
boundary) ¥asfiaunsuislanendniiansunsiudmiunaedunaudefuiitonalng
Fufii3end1 “Grain growth” Ml¥znaETT MRt asfivnavastounsulnaiu 34
wouTudnwarinugluuvssansuneny

4. Tounsuazidea (Fine grain) éauilasiiulaudaunvesudnanldsunansznuiou

¥
v

pagiddlazagiisduragamgiinisiinudnlvl (Recrystallization temperature) 384749
Tavendn Faazinalnnmsiandnlnielasad1a (New grain) SerldiAadudounsulnidy
wiow 1 fulunandetundelndidssiuann Tnedaduswumnnuasivunam q fu faiy
TiiFafidnvaesnnnuiiduwudnanden

5. Toulainsznu¥ou (Un—affected zone) daudinaneduiulasaaidnnaiialans
%N (Base metal) filiRansasuudacle 1 suilsanandndnavesnnufauanmaden

aatiuduRaNaneazya AN a IR NLUULANABUYN A TLEIDN

a '

thsefidanswaremaianansznuiau (Causes of heat affected zone)
winmaidealangvidadalonsdeanaiou Judufinnufumlyidedianasoud

dastloudnlginigampivasunmuaslovefidonviada uasanuseummiliasdaimne

ponluwdmnanlansiuamBadunglifemandsuulaimalasassTansineiiu fiu

Jaapldntfadeniinadanisiianansznudou tinnninaensdouniloudn (Heat input)

1
=~

nunalnmanszatsanudourssidglons (Thermal diffusivity) penalsiananaasatladnd 2

LBRTAUFI N8I ININ I8 ANNTDURNIUAIYTElans NN 1 Ta Nz

. T 1 L = g o g ‘:gl
UNUINLAZHANIENUADVUAVBILTUA 7 HINNIM MNazBEAYINIaD e Al

(% 4 o v . & v S = v 4
e {favpuninnuiouniloud (Heat input) ﬁ]ﬂ']’ll,‘ﬂuﬂﬂizﬂ‘ljfﬂﬁlﬁﬁ LWIENTANNIDU

Ao lulunmsianidsnana 99 M sduareIuuldaNzs) dinamiiszazyas HAZ
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[
~

= = =) [ v v v = 14 = 1 y =
HunenuauvEaianas waslunnduiuiinsainanadaunileudnlylumaenisimnungs
Wnszdanaidannstiudvasuuiianaziias ansdeuneeaszuneeenlain azandieg
Tulavzndnidunanu fadumaliifaransznuananuiounn ssez HAZ Safinunafinda
Iu aglsfinnifiisanaieunilowdiana/dsuulamdedsuludlagnmanzgniinua
meruunmadenuatiatssesmadeniudan Tenniosadanldauiunaiounings
P9INMIDBNNE 1 anwdouszlalinszaeduiniie wu madewwardan maliouareivse
A 14 o a [ £y v = '
Magandsauadiannsay LU AluaninIsSeuiisuanausd HAZ 5sninuuiums
Wan GTAW fuauiun1stiiey SMAW vunninagauanuuislunisdienlanzmannd

Asuauiumanna l3atiy Tusui 6.24 Faunen1si9eiBineanuss Wichan Chuaiphan et al.

(2014)

= 1 AIST1020 | | 1 AIsI304 3N 6.24 maufFeumsunneyss
o | b 13naldsunansznuINANNSDY
o : . -

= ; . PINSTN (HAZ) 1NYLIUMNS
@ : F ;4 e

= Py ¥ DNNUANANNNY

= 1 o o

g E E WM i E 7141 Wichan Chuaiphan. Thesis of
— 1 1 1 '

& T L Doctoral Program in Material and
© —® ! 16—HAZ

HAZ [ i Metallurgical Engineering, 2014
seezlaupIuuITen (Weld zone)
(n) MIVBNULVY GTAW

z o J |

S [AISI1020: . | 1 AISI304

c i i

= :

= : 4

@ ' 1

= ' o |

v d ! [ 1

s, | : o

& T WM

= : | P

- 1 : 1

& | HAZ——e | | oi—HAZ

srezlruvRIwILTaN (Weld zone)

(v) MsiTaNuUY SMAW
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e 38993N13nITIBANNTOUNIUAIYIIdglane (Thermal diffusivity) Iuagiy

1
[

antiAd1uN13NANNIaUYITENUNL TN (Thermal conductivity) Taidgnianan1saly

Q

maiiamemannieuligneusnldnamnuzildlenasvazareduaididu faziu
MeanANNINes HAZ a9 uaslunmanduiudiaglansnandantialunisszuneanuioun

= o

mianasNarmefiezasanuiauliuu dearnlfenaues HAZ n31et datu dmionsdfinm
madenlansfiansafiafuididanswdnianuamnsalumahanueusanaiufziansne
flasrhlinnazes HAZ vuunidaamsassdneliuingu Taegdeuldindsdmeanseans
idenTanzsasiinveamannaraniusy (AISI 1020) fuwannanlSafiveaainuiu@n (AISI 304)
Frgaurumsieninnuinaua HAZ veawuadendulansndnndnndl5adinezfaunad
wAuNIIMIMuEelanznanmannd1n1sueu guazaNianiamunIniaNiaueg

< 1% ¥ A ' v 14 ' 14 < ' v =
L‘Viﬂﬂﬂﬁ'll‘iﬁullgﬂﬂ’ﬂ O'I‘ElLﬂﬂ’)ﬁN’iBu@ﬂﬂgﬂWﬂuﬂﬂlﬂi’JﬂL‘J’Jﬂ’J’I AALLE NI GL‘LlZJﬂT] 6.24 oz

WuluTufana@dennudausazisydmeruiumsdisnnuanaianu

BNdwaveINanIENUSauADaNIAYBILLITDY (Effect of heat affected zone)

“HAZ (Hunlaidinims uanuded” Snfiudlunguussinaden Nilensdelanzdis

L)

PIUMIEToNLLUWaaNazaY (Fusion welding) Famadensiudaldanuseuiiomsvany
TanzlRafuisaneiu ualusasdartuansfoufdwansznuludaudeiunuimsdo
aghananideslily daiudaddneneveanuuunudenwazdannsiimsdonfianiuiivas
HAZ liAatiaefigaunisild imeiufidinaniuezdiadomnifyesuunionlagns N
gNUANINg gNUAn1IMenw wazautanaadl daueznssnunuantacmulanntoeaieiu
Thftuegiuriiavesiaglavefhimhmadeududiday femniadusa 1 insenuainnuas

o

wuLiuagiias 1 Tumsiisnneszunnldasil

< a <
— ANUUIIUTIOADS - iinanuudadnzanlalasau
— LAAANULAUANANY —iAamaasustasveanalaseaig
— ANNHAHYINANA - 1AnN39RNTLATY (Oxidation)
o o ' a < = . .
— AAANAIUNIUMINANTDY — (inAnuuduanen (Localized hardening)
—iinanyhsamsuaniin - iinlulashaniia (Surface nitriding)

T

nnmaandayandsemeiulanginenanudien ldinmsnanianudsmenia

INNITUANT1I (Cracking) YDIUUNTDUNUFLI HAZ WEDNNUMIANBINAGDILNDNIITNNT
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witlyrmnmsuan3nasnanuananeauals Ineiadvedmaassldsenunanmsnaasaliin
PMNAYDIRBULNTY (Grain size) TAaNTENUSausinansznulnsasroanul lumsuani
(Susceptibility to cracking) néIde nadifivdanfinsznuseu wie HAZ Sunaunsufifine 1y
(Coarse grains) aziia1wanansuaningsanuazlusuzfsinusnnnsuaninnozga
Wiy (Crack propagation) tiafinnsandesesuandnaznuii ddnwazdusesuaniuuy
W51z (Brittle fracture) wAdm3unsaifitdnainnussuisuansudidnrioazden (Fine
grains) BnuUANNIAEMILANSIVBILBNIN HAZ m uaeiidnnmazensfmuainsuandif
i éhﬂmqwmwmzmﬁﬁﬁmmmmmﬁﬂ 1 9279 1UIYDIYDLLNIY (Grain boundary) Tisnn B9
‘1Jﬂﬁﬂ']il,mﬂ’ﬁnﬁﬂméuﬁuﬁmuLﬂiuu,azqﬂmmmamstmnlﬂmmawmmiu fariu veu
insufiinnasdaliifivszasnauaziisnasassesuaniignaiy mldsesuaniniiniiag
\diiou HAZ Sanuwmilenfinniy (Toughness) waztNaRansandsoauaniinfazifiulfdan
Nspvwaninaziansazdunuuiniie (Ductile fracture) ALEAUSEUEUANBULANT

uAN31IUBY HAZ NHvwansuuuuvey Ausnansusuvazdea Tugii 6.25

FRYLLEN IDELLAN

U

3

(n) HAZ uuuLnsuvieny (Coarse grains) (1) HAZ wuuinuaztdea (Fine grains)

A = %4 o =
jﬂﬂ 6.25 MIBeufisuMsuand1red HAZ wUunsuvieny NU wuunsuazden

71+ Jian Yang and et al. Journal of Steel Research International. Vol. 2, Issue 5, 2014

nnedediedy wanddifulddanuitiymvemnansuilug viewnsumeny A
Aeruluizon HAZ vasdunuidesezlifauadseautananaveswuden Tagmmzaniia
FruaNNATi eI (Toughness) Ndvaznudanmsuanilddes FalainmATenaassmuii
N3TIENIIANNEDUNSIVLIUNITLTN (Post weld heat treatment ) ﬁ%@ﬁié’ﬂﬁuiuﬁmaﬁjﬁ
“pwHT" {iAsmafiawsoudifamls Taeldndnmslianuseuiuiunuiithumadesuas

Bnasesuiioy tiehazianufeuliidundinunsdulilasiainisnm HAZ vaeuun
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BewAamadeuutag izé\’ummmm%auéfmqaLﬁuizé’uqmmﬁﬂmﬁﬂNﬁﬂiwmaa‘faw:ﬁ
WILiaw (Recrystallization temperature) tiadipamslinadunsulnifidanaazdon ua
Aamsdaceesveniu Sanuiusedey Fauennninuhnmidineenuseuiasde
aaanauia aaanuduands miaufalalanaufiozansagluiladen uozdinanumien
fuanuunsliuniiladondnds Tasawmzaefadmiu HAZ veauuadenmannd Faiiy
ppamuuAnilulifunuifianmuadeniiiamsianieustieguus sudludeari PHWT
ioazasaymalandeuailud Janamsazarsazdreliinanudumumianiauuy
vqul## (Resistance pitting corrosion) fsaeluziil 6.26 uaasnammeasslZeudaue
anudumuuRRigaafitiin HAZ seawuadenTonsagiiisunanszninuuadeniitiiu
nulaun1svi PHWT 91nuan1snaasazstiulddnmudn a1audunuusifegigauns
HAZ Wernunslianufaundsmadosaslfafifivgadu

o
o

P =
7N 6.26 MaufFeusuaim

(ksi)

4 udausedaves HAZ Aeinunulaenu

& 45
Su-
S ; UIUNIN PHWT
18 40 - WY 1 4
§ —_— LUILaN 2 7131 : Theory and education, Weld failure,
g 1 2018
=
(o
Rl
é A =Non-PHWT &
& B=PHWT
1 1 1 1
0.25 0.5 0.75 1.0

528y HAZ ¥9910WiL @9y (inches)

MINNINNTIVEBLYIDU TN UM TVNAYBY HAZ daeanenn

\iasdurasmadauuuumanyasme navdeuaagufiimadeuviadaiuauns
dowramnsnsnymnaanuniulaslsinaeeaiinu HAZ 1§ feisnmsdunanndues
NufiaTanendn (Base metal) fnginnnuundanld daufudignimuadumnasguiadis
sseugamiiiiinduvneziden FaGeniud1 “Heat Tint Colors” fauanslugfl 6.27 wiau
fetalivnufideaiiauaninmaiaduesinunsnuieu TasUnfdues HAZ ssdanuannly
madauiaglansnquindnnd5ain wasdiiAnzul sl dsuluautihiores Piunusg
Tasfisafinan siusandousmivnmaden anmanuiuin uasssuiloufivinadinlans
Fow (Hudy dmFuNasgIu American Welding Society (AWS) D18.2 ld#a$anasgiuuin
UtiamaRnsanduesaden dmdumadeuninndlFaiiy fauaadluzi 6.28 dwmsuuen

PUNAANNNTIVDI HAZ uazseauifsanamandausnizidanle laad No.1 83 No.10 WuLues
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ogaziinaeaniausm (No.1 = 10 ppm) waztiuLuasNIziSNaeanTaugs (No.10 =
25000 ppm) dutSnmeenduiitiuiweiou 1 uaadlfldsi 6.28 aglsinalumflis &
YR BnMLEeNTTIduuaes HAZ onamatndeulding iissmnamnwindenyes
MM TaNaETifuLTaY 1 BnfidinansznueAed Wiy GnweNma Nszuaan ANNTY was

la98du 1 Nuneded (Tudu

Color Temperature

Light Yellow 550 degrees F/290 degrees C
Straw Yellow 640 degrees F/340 degrees C
700 degrees F/370 degrees C
Brown 735 degrees F/390 degrees C

Yellow

Purple Brown 790 degrees F/420 degrees C
Dark Purple 840 degrees F/450 degrees C

Blue 1,000 degrees F/540 degrees C
Dark Blue 1,110 degrees F/600 degrees C

(v) MoENMANAFUTIIN HAZ

(n) MAsguENeUguvgN Heat Tint Colors

A = a a 4 e v a =
E‘IJ‘Y] 6.27 NATFTIULAVFYURYVIDIVIIUNTTNUIDY (HAZ) 1oenInenanmsinag

771/ 7. Andrea Bustreo. All vou need to know about the heat atfected zone. 2016

oNO.1=10ppm eNO0.2=25ppm ®N03=50ppm ®NO.4 =100 ppm e NO.5=200 ppm

® N0.6=500ppm @ NO.7 1000 ppm  ® NO.8 = 5000 ppm e N0.9 = 12500 ppm  N0.10 = 25000 ppm

| A a =
gﬂ"n 6.28 NI AWS D18.2 uwaudnuanaunn HAZ wazUsnnaaandiauaniziany
77;(/7 : American Welding Society : D 18.2 . 2009

3. Usnanlinsgnuainanu¥eu (Non-heat affected zone : Non-HAZ) vianefia diu
yvsnaiuiielanzdiondluldsunansenuanuisunnmaiien udmuinunegan
28NN HAZ Teaiuiinde diuasilalansvan (Base metal/parents zone : BMZ) 89udin

' & = v A L 1 > a [l < 54
dufiziinihndudiszunsanusaufidiuanuina HAZ sannlignmeueniiony uadis
sravgamgivasanniauiszuneeaniuuligananefiszinamliiensdsuulas e
TassaamalanzAne Ay WBnaislianwimleuiulansndnfitha@eannisznis na
dunannaaiivazantifsuan 1 awdauFeulasaiigamaveszoailinsznuain

ANN3oU (Non-HAZ) fuvitiaadlavenan (BMZ) Tugii 6.29 aziiuladaauinlasiadng
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gamavpssnailildnansznuanansdeunuusvnawedlansnan siilassadugaman

wiNaununNlszns

271 6.29 uRsuisulanahgama
13138 Non-HAZ 1y BMZ

77;1/7 :Wichan Chuaiphan. Journal of
Manufacturing Processes, (38), 163-178, 2020

6.3 wwadanuuuidametuilalany (Adding up weldments)

winveamsdenlanzuuunaauazate (Fusion welding) fiiadaansiielansagation
deaduandafufesnmaenazanefatufioreivieliflansaradnils Taedndunisiden
Tansafiavizatnsnifentiu (Similar welding) 31 fumadenuuuind uasidnwazenaszwnn
nudnannmediianusuduszdasiimadenlansiaafianiaarainsaiu (Dissimilar
welding) wuaiionludnvazuuuidesmidaiasonedulanginesnudoniivniu 3
thyunaluladamudonldfimailuldfumadenTansfisaiiafumnniu Afgasmaneiie
ihdunululffunugaamnInnsaniidesmssniAmmednieiu numsdnnse numsda
nfou nuANWTioy WAL TIweINURY iNYINAYeITuIIY TannduinTaanuansaly
maieuyaalanganariiaiu Wudunamauafindninadudsldfasuumadonfiithiasng
e Tansiumangismanaealdouiduifigiu Tasudazismsiznaniazade 1 fu 1
FumsiasuileTansaswuinesauaulanswan (Base metal) WADLIASIONLEENAILUR I
dendufifeniaaduanudl Tedomenevaiianudilauazuenuesveiunasds Tea1eee
wansafuluudrasinglszasdvesmnilfndounndifudiennidsmaien fasld
namdaudasituemadiuilolons daaluil
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1. M5aE5 19T UNDNHD (Buttering/Buffer layer) ASM International (1993)15%5135\‘1
sUuuveInsaiRTuUNenfIasuuiivelanzranisnnsesasdulasurilanianigaafu

eliidudnannaziindaanuansalumadisuviodsul panifvesuu@ondiua1e 4

1
~ o

Tasumanzaunuanwnmai 4o dedulnaezteuldiunsdenlansaraiio Ny

Q
]

wgnanesnulansinen wu Tamwﬁﬂﬁﬁ;waaummﬁmﬁu (Melting point) funanfiafiase
Tuanfudisaiaugaganaanmaliflndidssiu viiensdiilanendnfisannmadusi
UANANL (Cooling rate) Fnvzinmauanitiiesainanudy feuweniafezdisanilym
matdusfinaimiseiuld uananiduwenindignaiitiuiarwiiseliuudensing
139919 (% Dilution) maadauwﬁmmammuumL%am'ﬁ'gm Tagamziumsidenlanzmannd
m3uau fumanndlFadnfidesnmauuadeniiianudunumaianiou dauanifiadng
siuunrasmsaatuweninluglil 6.30 dnesisuahaiunenindemalansminnd|Faiiy
insaiimlaafieunag uaewanindumanndniuswiiedanlasdiomdildeu e
madenBinunglandeniinumsianieunnmadesiidudluludadealdnniy
Taelidnadenegadelludweuninndiasueudn dudu venaniyalsadansmaaig
Tuwanindinsauaqulidumguanidumsiisaaiuneumsguiivnumdaien (PWTH) M3
YoafiumIuanune3ou (Hot cracking) uaziuidaniiieminsnsmsaisdunan i lifing
Wi Wumatlasfumauanuuudn (Lamellar tearing) fawansluzufl 6.31 (n) uwwidouy
(Fillet weld) fitiaSunssinoziinnisuanuuuanae ?iaLLﬁﬂaJmTﬂﬂmia%m?uwaﬂﬁﬁuﬁau

mmagieumuuuunuimuuanasasdatammsuanananlaa

a & a A g ' v &
TanzaaLdy FuNeNi (Buttering)  3U716.30 Mpeamsaieumen
AISI 308L AISI 309L

W7 (Buttering/Buffer layer)

7’7.;(/7 rAWS : Learning — Buttering,

WANNAIAISUBAY
ASTM A508

wanna3aiiy
AISI 316L

WU

MIFFNTIUNDNRINTE Buttering NENUNNIZNLINDIAEINITWONAIINTLTDNULLVIADN
azaevesmalanziiniuimiassesds uathyiiuldiniidsAndumnaiinns Buttering
MeIbmsanuuumsidsaniu (Friction stir welding) lagapnuuuiiniuldmmiinnniuie

TanznSonnuiiuaialanz@ndie (Consumable rod) Lipauasanazldtiialanenidusunen
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asazinlUlddlusinanseesmsiausald dafvesnisaisrunentinaiedsiacldaunannly
Hgmdennnsasluwu@enmilisuiunisidenuuuaanazas i gwgu duanialu anw

Y }3 U < £ 4' a [~ £ ::!! [~ v A
LAUANAIE N1TEANFI1IINNTE UYL N WazNTLAA HAZ Wudu duudafyninis
WonwsaFaanu AananIn1smIn e AdBNdima e LnInaanin e nlavag L ieunedy
fariia NHNMIEsRIUWNRIMLISM R TaNLUULIUFEANY Aluaaslugn 6.32

MIATNTUNDNRT (Buttering)

L5

(n) WUATDNUANULUAN (Lamellar tearing) (v) Wilpsnumauanuuudn

] v & a . 2 o = .
§1J°n 6.31 MIATNIUNBNNI (Buttering) LWBAANITUANTIILULUAN (Lamellar tearing)

77;1/7 : TWI : Cracking mechanisms —Lamella tearing, 2007

WINIULAZAIALAN
wu7 Buttering lavie AA2014

Butte\ring YRILIRE

III l"
Tawz AA7075 \" / Tane AA 2014

% [
HAZ
A v Aad =
(1) MILTBNADNVIUNDNED

Taviz AA7075

Q’J’ U g a
(1) PUPDUMITATNTUNDNED

Alloy 2014
butter deposit

A a A Aad a
(A) windioneglillsanaunisuweniia (Butter)

=) P A v ax = = .. . .
g"iJ‘n 6.32 MIATNIUNBNANINIYITNTIDNUUUNTLEYANIU (Friction stir welding)
?7.;(/7 : Friction buttering : A New Technique for dissimilar welding, (48) 1416-1422, 2017
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2. maﬂ%w%yuﬁumuﬁm (Cladding welding) Janette Brezinova et al. (2016) 1@asune
Tinfuisnmsidgasmaiuilelansuasiuguanidivinaduamsinzasdiunudie
nmmAsmMadenuuwmeanasme Taemadeuvsuandnnnmadentnifivsnaanasmelans
Manuaasisesdeide iy uisfumadeuuuthnvieudidendal fMffuuenyasdudiu
whilianuddyieadoudal ddmysaiinntesatnals innzdasmanTavefiasdadlfon
s lf TasduiiduvderhalidaefiauiRaufidams wu ondasm3ludiuianntiu vie
andasmslasaamalangineniifianunumudensiansouiianntu Fudu Talansfithan
dewintiudlngandulavgasriiafulansiuen i madeainaundnndatinde
a1mdulaLua (Inconel electrode) Lﬁaiﬁl,i‘fm%auﬁﬁmﬁa%yud’mﬁmmﬂumwiaﬂmﬁaﬂﬁ Y

215N NUN eI WM ITBNRINUNADINIANANNLIINRITUNUNULIINTZUNN 1TY

mMadpnRndnndasuaugidisaalipnunimagelunugaannssnminaus Hudy

PIUMITONEMTUNIENTUEILLDYN (Cladding) awnsatdenldauiunmslianng
liae ldun SMAW/ GMAW/ FCAW/ PAW/ GTAW uae U 1 daudaunniniunisas oy
wousniezildAul nfuiudeanuniadensesdand 1 11 dauaaadiagnansassruiuuy

v

WnedBmadienuuuLaias (Laser cladding welding) Tugili 6.33

911 633 masgatuinuuiy
(Cladding welding)

71 : TITANOVA- Refurbishing
Services : Laser cladding, 2019

3. miﬁ%ﬁq%uﬁmum'fauﬁu (Overlay welding %38 Weld overlay : WOL) Judsns
ahatuirestunusesmadeniidgeamslifinvedunumniu Tnsdnvasrssunidouusdas
wiazdauriuiu snvsfisuidendt < Weld overlay” 35m3tlazadrefuuuy Cladding azeafiy
stansadenlifaamadeniituriafeiudamasiaiuils uasdnlngesdouiu
Funuiiinnale 1 lneTaquseadninsssmsshaufuuudauiufivie Ui aguaua
yosiuinvaslansduny nadiimadonduriiadefuiuTansdunues fuma)fulsiues
Funulifiqamniafiau dunsdfamadeusriiafsdumsasuidiunuiiuguam’a
V3Y32MT 18U NMUANYNEE AMUMUNTVENEAI NUNMITEATHIDINNTD LazNUMINANTDU
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Wudiu asegdbnadevansuiosuudeuiulugn 6.34 (n) wee (v) Wudegnluaun
FuMIaNLUL Weld overlay

(n) MadenuuLFauT (Welding overlay) () wdouuuudouriv (Overlay weld)

A v & A v o )
3U1 6.34 M3enadurILUUTDUNY (Overlay welding)
77;1/7 : WALDUN- Weld Overlay Company, 2015

4. madiauie N e/30nsa (Built up welding) iHuuumandouiieiaduaha
wnnaviogUnsaldiuguanu Taedfnguaadnanifielilddunuiiinnaviehanuany
daamsfiaslfnudall SudumsaaileTansiuiliviuaaanfame duannin dlu ms
dauinsdumadeniilonemadondulansiunuuTaguiiovde insadediu suaums

]
A

\Wouuuy Built up 3shidasgsenndumadenmaidauwarliduiufidasiiumginsamalany
Ingnanudanannin nénnsfvuaifedis madenesdunmadanUnfuuy Similar welding
dnlngsnumaidendiaifinung veaudentnguuiudunuimumslfnuuiiiiems
dnnsevdegadedlalone Wieuaififumatsnevduduiifatiymananauianaialy
mIsanuuuraesTuduiiliamnsnlnevauldladnsahudiniuiainGensuiums
uitfmaudesludnuasiiin ms “Builtup” Hudu fuanegdunuiiumadeiie
dinna/ng Tuguil 6.35 Mindeteiunuiiuansdunal dhidnsuegluuredisms
dornnniauiuvidoaieiumadeumenfiouasmadendouiy udesdniufiygalssadues
mathawenluldnu
dnwaransnuilinsmadeuisdunne/unudimmnsonudiulugluuueeins
iuRmthasiaanavihssede lunsdfisesdafidesiamnniuly vievnafudumadend
Ade UMY Buttering iiNaehnTagiuminlfisnasesdousiiyalszasdndniiieLdiumnea
yasin ity Tasdnlng dunmadentaalansiduaiioadeiunlonemadouuaslans

#an (Similar welding)
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Built up

«amm

(n) Mg INuB (1) MITONNNIUIAIFUITYDILNAT

- Y A A -~ . .
31N 6.35 M3putatNIUAYIagUN (Built up welding)
717 : Unithai — Beam build, 2016

5. MadaunanAauia (Hard-facing welding) Tusumadeduialanziamh
Fuay iiedeamaliiafenuudafufiey Jnsefidenihmademedovinuivmshaiag
fudauiuin Whunefiedaimslidududedusznaunumusensdnuseanmsden
# faamalavefiiindeumeninuiemanandanldnsfiilusiioderfuvederiafuiy
Tanenian (Base metal) ?ﬁmmﬁuﬂ’ﬁﬁéﬁmﬁﬁmﬁmmw Ao iladendaamusensdnnie e
madaunaniudasisnhlulifunudenihpfasiisiaaignslfouseidudiunie
Uinlpiudugunsaifidesanmliauninihnduanlflnmild sesadldnaldlumide
wWasududiu Sugu 81989910 C. Okechukwau et al. (2017)

nsnAsmMsneniudiiensienszaansananialdnansuuuvienmemafiads o
wandlugfl 6.36 fisansarhnmawendedSuuy Built up wDU Overlay WAzULUKFNYBINIULIL

Built up uu Overlay Inemn3Bazajaiiumliiazuanuiinnuudagau

iUy Overlay

WYY Built up U Overlay

a . a ~ o« .
‘WﬂﬂN’JLL%\‘lLLUU Built up WBNKI LL%QLLU‘U Overlay WONHILIILUD Built up
NUWUY Overlay

a A aa § a . .
gﬂn 6.36 nATAITMITRNNBNHILY (Hardfacing technic)

77;117 : Hardfacing and compact machinery, 2013
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deatlszadndinsasmaideunaniufeiidasmaaiuvdadinanuuddfuiones
Funu LLa:ﬁm‘nwiaamwm{lﬁamﬁmmigmLﬁﬂLﬁﬂ‘[ﬁmﬂﬁﬁi}; iy AMENTAVYDILUI
\dandesmilifsthisifinanesulanginevessesidon didagnumsaidemadauweniia
udlanznanwdnnainsueu tnsa S235JRH #aea19 ES05B i 490 E518B Han15348
anuaudamn fdanuudidnameniuddanuuigenindualansndn Semg
wmnzuundauwaniialanaieiifluaSludirandulanahavuluiifanuulags &
wanssavasamanuuiaugUil 6,37 duiu madenmadenfianiandeuiamaiuanuuds
o Tadendasianauinlaiusumaadansinannudeusedlansmafiidouua:Tansndn

galaeamedingumand Hudaey

Romenuds (Hardfacing)

T 1
1 ! 1
R— H A ! i
e H 800 i i
I ' ! | ¢
1 1 1
! ~ 700 v |
E 600 :
=z 500 a70 ESISB—» a1a ES05B
ol 1
5 " 400 !
— 1
L. o !
g 00 Tanzwan (Base metal) !
s L& am * :
—»lovendn | A
1
0 >
_ . 0 2 4 6 8 10 12
WINBDLLYI 53Elzﬁlqﬂ‘llﬂ‘1J‘}.|ENTﬁ‘ﬂ$VI'§ﬂ (mm)

511637 shegemadennanfiouia (Hardfacing welding)
71 : Journal of MDPI-Metal, (6) 36, 2016
Fnvaruimssmadoimeniiudduefainisnulumadennulssandaanig
windSutpudlaliinvestunuminsmihlulFolddnas wu Tudnnuiiineuwinia
madnnsefashmadeamenialifnnamilewdn deanfnensudanaadoniinumude
magnnsaanlfinniiu sudahunafiniimadesmeniouiaiuduansiagstiudidiimn
doumanfiiudsluglil 6.38 (0) uasluthyiududaiudnnuidgennlulffunufiimsdnnee
1 1 vienufideamsanuuisiiintuauinn 1 ldudaiuddifinadeuneniudadiamn

a

Baudosudd tatiivlsz@nsmunisldnuuaziiaeignisldnu swdimaaadununisudne

A

AauanIfIng RRAANMNNINs@aunenTiId15INILE? dluaalugii 6.38 (3) 1INNSANI
doyanisndndudriunimadiondiniouis wazuddeTumaidsiudamuidiulnajozu
iatianmsdanvelanzanesiiany (Dissimilar welding) szrinalanzlassaanannulanzain

e Merguandain1sliiavewlipniaaaniainuandaniiweslanzguauiy
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msldarndaanannananunenile (High manganese alloy steel) LTaUWBNUUTUEINYDA
WaNNEAISUBY (Carbon steel) LNBFBINT I RIYDITUNUNBRURANNLIINLARIINTATIEFS
wpauwsamilaansludluwuntion udu

(n) Budruganiaiudaunaniani (v) BudwdrZandinmsweanidua
717 : Brazinternational-Hardfacing, 2012 77 : FSH Welding CANADA, 2013

K o 2, S : - . :
3‘1_]1’] 6.38 ApENTUEUNUNTMIToNNENEILYS (Hardfacing welding)
71 : Journal of MDPI-Metal, (6) 36, 2016

- & . [ v
LtuiLﬁaN unntﬂamﬂmmafﬂm (Adding up weldments) 1129 BURIBIALENBLMIMY
TavzAnenau@en widnsnalasansanifssuui@eniimadendiniuionnis e
(Huns@isuuuy Buttering/Cladding/Overlay/Built up wazHardfacing §audnsaiilafianslu

ANUANEUMEMN NINULAT LazNITULTING InaiNneazdynvpIaniaduaIg 1 faail

e

1. auyANNANIEAIN (Physical properties) ﬁuﬁ’ﬁ‘ﬁﬁﬁﬁmé’munLﬂulf'i'mmmﬁm
napuRIYBILBIARNAzaNY (Melting point) 8T ITIUMSIEUAIVBILUBWARNAzAE (Cooling
rate) M3LAATEEEANNN 9B HAZ nsnanazn15eeivesduay sinldidnenieids
gﬂmmm'ﬁmmﬁé’q dtow (Hudu m‘m%waLﬁ‘%zuLf‘fﬂTﬁﬁxwanﬁnzmmiamuquwani:mﬁﬁw

evunuuuldanluGaIng 1 edulaiunged Adiawazmsaiaruiilviaivisatdan

1 £

wazimuaagiazinumenialdaindainis Jadeudilamassmadeuduielonzld w

Yamanmsaulanzaarianiynnasunaln1any N5eenLLUUTEERBEINITALEDNIEN

a L)
<

lanzanmnsahaduruneniipfidudinaniiswdegugiyanasumaililndideiunie
anaiuld Tagardenanniafiarsanaindriunauniainisguieguaniuiazyinlige

naaNaveIlansnaNTuand T938NIANTYANARNLNAANTTN Eutectic point lagdnada
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NUNUNNENQDYDIDIGNEN (Binary alloy phase diagram) ﬁQLLﬁqugﬂ‘ﬁ' 6.39 () uammnﬁ
ﬁ’maﬂ‘ﬁLﬁ%m%ﬂﬁyué’ammiamu@mﬁmm‘[ﬂiaa%"mqammmau,ml,%'aulﬁﬁnﬂmimauﬁu
yaamguanluuundan iy madmuaBinaseswalasairanalsd (Ferrite structure)
TaseaSeonamnulud (Austenite structure) wazlasaadannsinuled (Martensite structure) 11
madaumanndl5afia fensriueInNAIIUYBILELAIN Schaeffler diagram fildfdadu
Pnadunannaaivassiglasiion (Cr) Aumgiiniia (Ni) Aaudag Schaeffler diagram Tu
5171 6.39 ()

L A
Ta Te
20 Hot eracking
= L+a ; L+p %
g 3
= a ‘ c g | Te g
@ ]
‘ =10
| a+p =
\
} Eutectic
composition 0
A ' B
U Chromium equivakent
(n) uRuMWENQalane 2 510 (v) uwUMW Schaeffler
771/ 7: Desk Handbook : Phase Diagram for 77.;(/7 : Welding Handbook : Welding
Binary Alloys, 2“ed., 2010 Science and Technology 9"ed., 2001

P o A A A9 ya =~ o A o =~ P o
j‘].]'n 6.39 ﬂﬁ]ﬁ]&lLﬂi’rﬂ\‘lNﬂﬂi‘ﬂWﬁ]’ﬁmﬁLﬁﬂﬂ’)ﬁ@]ﬂﬁ]ﬁﬂ&l’]L‘HﬂNLﬁiNL‘N@TﬁﬁBT’IN’J

2. auuan uanail (Chemical properties) vsumsidiauipLedutiialansniwsen

) v

(enTIN 1 NMINeNAINY dutansuaiidulngelianudryiumsilesiumsiansou

fifntua Tasmadeniaglansisianuminsadgmumsianseumnlfifumeidon Talnes
WAendeafudiumsamaaiivaalans (Chemical composition) Nawriiauaz1 Rnaweasigiua.
agmelu Maddunuiinuduiuios 1 ldwd madeamenfundnndimsueudeaiaden
wannénl3aiiy dauaaslugii 6.40 (n) unadenlfaui@nmaeiiinudenaiansauves
wannanl5atia (AISI 316 SS) Midaunanadatuiiuuwanndiansuey (Q235) iNdiuweaw
maailundumunistanseniion disthluldnufamelusemefiienudemianioul &3
wennnilfiiidnuazredunuiideddfuanmnuindonfidaimudaninuiou (High

temperature) ¥NHENIIMIFHVETUNUAENMITDY HiDUUIENTANUATIBNIEAMUNUAD

Aa v v

anwFougilinilesiiniedinengmslinu duwandegamadiouainguiniudssuiums

Q

[

WontaLwed (Laser cladding) Tuzilfl 6.40 () umalismdiuiilelansidaide tnn H13 1
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Wugudimunugninnueu deaiailion WC/Co—Cr alloy taeqailszaagainaldnuaniia

Tassaaanslusvaaniaiau lauead wazlasiey Tunsid@yaiaanudmunuaansldaun
a Gl l:&’ v

paun)iguasgninugliou

dondinialanzNifmeidan
WC/Co—Cr alloy

wNUgNIA3auIEe H13

(n) Mmagsuiawenumanansaumelure  (v) Maaieduiineniiienuanuiou
71 : AMI — AN ESAB BRAND, 2020 71 : Cladding Technology—Repair, 2020

o o » & a A o 2N = 2
31]7] 6.40 amﬂmzx‘lmﬁﬁﬂ‘numwaﬂ‘nmLuuﬁNUﬂﬂ’NLﬂmeLLuﬂL‘HaN

] v

iafiamadoudiudalansfvdnamzediudmnanuii 1 gnismsduudiiums
Unilasiuinresdununedu duasjuduliiiaanulaaduluguauifsulatufides
finsanisiagiinnwenviaidiuiletiu TainasdnsazaulusfailszayanudiFouas
fanaiioalifuagluthyiiu wesfiimiadednsnmannildimmasssmisquasismaion
funsaaiielfiiudoyalunmadomduilelavsfivnmin duanioiamamAelugi
6.41 \HumNisdmasswamadesadiuiialansdiedsmsasadufio uuusiy (Cladding
welding) vufudulanzagiifisnfidiunimaaiugiinan H2010 udvimadaunaniia
(Cladding process) Melavizagiitieninia H2615 Afdunanvoadladie (Zr) ASRAATRLL
fifynlszadidaamatlastuniadanou TaslismsliTavefiiananyminiile sfumsde
ﬂs'auuazﬁwé'hﬁmﬁwﬁsgm'aul,mul,f‘faifamﬁé’ﬂ (Sacrificial layer) tipilUlFnuluaneiiia
mafaniaufizuuss Mnammagevaniiuldihfestunufihumsaiuduionenszann
NMuAEMIAAMINANTBULDLNGN (Pitting corrosion) ldRuazennunmianulanzagiiiioy
Mnd demauamnemaranfieglulavsfithuidaushaduinwenfiaaauiimedad
Tumsasrafldutnilasituiy (Passive film) ighunsianseuldini wazdafiuualduiazia
suurasmaianeuiiuuuu@inass (Uniformly corrosion) annniguuuuassmanianiay

WLLQNYISEZLIN (Pitting corrosion) Asuanaguuumsnansaulugii 6.41
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NQNAANIBY

#— Uncladding Cladding

)

2w ~ S~

=) S

2 T~

= ~

&5 0B S~

E ~<_

o SN

Q ~

on 0.6 S
g

A 04

-

% 02 'IIII
1G

g )

c we

S oo

0 1 2 3 4 5 &
8L (LADU)

UM 6.41 ulEsuiieunsnaNIaULLLIINYBIEINUNANUNEIUM I TENNENR?
77.;(/7 : UACT — Aluminum lightens the world, 2014

3. auyAaaunNna (Mechanical properties) amﬁuﬁﬁﬁwuﬁa:ﬁmmw LaLBNSNanEd
WMNeILIUMIENITURINeN nzdnvazvesnudsndulngash lUldfumsfuusmana
Tuddy wangadiuasfianuddgdufiasiasduanianiadiuanuuds (Hardness
properties) UnAnsasuiamaniiaifivanuuiionaialuiussumadeuneniinTsnugudn
Fudlagns fudannmatentihgiuinzesdummsdfnudlFTuanudsms udasia
Tudnvaelafinusmandndndnginnnmiilansiiulasasundnfmanifanuuiad
lasnnuiiganasatinnndaiifaluniseanuuy Madanddg sUIUNINGR TINTRUNUYE
mande e lulFmuRemsinnsage viefntumudesung Jeuuezdasshaiufionend
fissureamnanuuliligelu fideensniddelugui 6.42 (Hunanisideves Junbo Lin et al.
(2018) fihmmagaumaanuuiaasianeniaalanes Tribaloy 400 LundnndlSadiau AISI
304 henmmiimadenaws? MngUnnwkammageauiamanuuiasdulfeteiaui
MANNLTwBITaNNeNiN (Cladding process) ﬁ]zﬁﬂ'wmmu%ﬁqandwﬁafamwé’ﬂ (oUn@)
Seanansohlulfnumaiagusadrssmaiuanuuieiin snddedildfnmmismada
manuuidlifuwudaunendenssiineanuseu (Heat treatment) TngnaasaiFautiiay
mauuisiithiewaneiu (sznin eouyy 1 iy eauyy 2) nuimanuudsildgeniuum
Unf wasnagdaiaanuuiefiuandeiu wandddifulddanuihnmaiuiianuuiaedio
wonenananthautumalsulpsniavedlansdhensmismaaasouinlile Seauifdna
suamauuiviigushelifwenfianuansodunumadsedlédnniu fdanmdnnse
iag inesdinldnufudnsasnadeuneniumarilfvivdiureuaissdnananinly

RAFMNIINNNBILT WIDNUYALIE UAEBEEA 7 (Tue
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= T =

700- HALTANNAN L j—=—nd | |
1| —e— BUqUll
- | —— pugu2

500 ~

' [~
AANVLIL (HV)

400

N @

200

A lavienan

T T T T T Il T T
02 04 06 08 10 12 14 16 18

JrezinInniilariznan (W)

P ' 2| P o
7N 6.42 uBBUAIANNLTYRILLITaNNEN T U Tans AN
71 : Junbo Lin et al., ASM International, IMEPEG. (27) : 6339, 6339-6348, 2018

mMaastuneniafideniudn Buttering \wauaumadduainilelansuuiuio
WuLigany uagalszasdlalduiuanudeamsduanianiina waunmsuiueduaiaiia
amuaananlumadian (Welding ability) diafivsdel#Tagfiianumansalumadeudwie
Gawen fanwaanalumadesiigaiu @ulnadumadenTansiaiing Sensdda
dasfinnsanexnuthismedulanginenadey didmedialugui 6.43 (Huwamideuss
G.M. Karthik et al. (2017) firhm3Buttering UMENNE1A15U8Y (BASS-base metal) feTans
wannél5ain (ASS- butter deposit) tiomaedeninthiiazilidendafumsnndl3aiy
fifluTanzndn (ASS—base metal) feUIUMITaNFIBALEBLIAAATOY PHLTIAIANLT
yasrAnamaaiiufimwenaslaldfianuulfigailuesnauandaiufouuaden s
lszadveamaiilalddasmafudsaniananavesintuny uadasmafiaz i
Uszauiinysznsnimvesmaidionse waznansznumlansingaoTuanuidon iy aans
AN ILAN31Iv3aY (Hot cracking) fAnnlansaafinfisanmadusaiai sanms
yeneddluuindy Fuileidentdin Buttering s:hsaatiaumdinanléd wiie ilawvasmst]
Tavefihandendeiuiiyanasimaluanmaiu fanuaansalumaihanufeuldliviiu
imﬁﬁhﬂmﬂmmmmmQ‘ﬁwﬁwﬁﬂazaﬂ%mwﬁluﬂﬁﬁaﬁm (Dilution) luwwadows fayn
wiiaansouilalddemsshaiunaninfiGeniui Butter faifagriurviummesnanien
iaafudunaniuuuiiaansaldanismadenldnananats wasifaumnauiumasania
vhanlfidenld uadnlnainidenaunmadeniidlemaiadanansasesuuaiewipeiign

nanfe deadluwudiennlifagngu Lidaauanidely Wislanuduandannn uazNdrdny
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saedonAlsazdnsdgUnnnavyseilaiamstaseniadadeiliag Tasfiuundenla
iudpinnuamsaliuaninesaianen

300~ 4 . , 4
1 3UN 6.43 AIpeuipN

buttering : A New Technique for

:S 260, Buttering filaittumniansnaus
T 2o whinanmedlansinenauion
S 0] 71 : G.M. Karthik et al., Friction

P BA EB weld

2

Dissimilar Welding, 2017

200 {base [plate

180 base plate
ASS utter

160 deppsit

6.4 Tasarenalansinevaawnadon (Metallurgical structure of weld metal )

maluladmadauldimavannduaiuiioninaiiauazismalmi 1 aguaue iyl
nsAsmMadeanfinannaneliannsadenld egnlsimumadesdndnafidesldnuivee
Lﬂuﬂijmmﬂiﬁ;ﬁ%ﬂm%auLmuwaamzmEJ (Fusion welding) Tafindnnisiniioufiude Jau
anafoudnliieliTaveflasdaiumanuasmensg anufivdeslfiBuifaslddseuils
TanzivaandaiuiGendt “unnden” Wadunanuhnalnssmadudiluensenazas
oy (Welding) azwndiouiunalnnisiiusivessuiunismaslans (Casting) Wufe suiums
Wasugougan veauis — veanar — i Tnefimelursauadendniulasaia
ﬁ;amﬂﬁLmﬂei'mvl,ﬂﬁnﬂfﬂﬁﬁ%ﬂqqamﬂL?}N (Base metals) 9UANAIIAUN A UAIUNENNINAT
TUUULMITINTITBITANENAN 1 Lardnbaeglieannsu Sanalnsesmaialdinnniades
iy 1 ludnaesiagloefianiday (Welding materials) thisuasuiumsiion (Welding
processes) LLﬂxmﬁﬂimﬂ‘Uﬁ'u ] ‘llmﬁﬂ”IWLL’mé’BNﬁﬁﬂmiL%ﬂN (Environment welding) (Hudiu
TneTansaanulangingvdalanaiugamazaswundoniilamadulélasaha viia
aazaeunIud (Solid solution) FTiAE352N8Y (Compound) wazafindu %ﬁﬁuagiﬁuﬂﬁﬂ
4 1 vssaumaiion MneasBeavusdssaiiovailansganadidelyifebadaya
911 AWS Welding Metallurgy (1956)
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1. lnseafrunaslsd (Ferrite saucture) \ulasaaadsziandisazaisvpaudia (Solid
solution structure) NRdMKaNMILATvadp lansdon Hawnsaazmeduiadeniulgaea
awysailuanmwaeuds Rlanahaamaiveniulasahmanluiladenrsimaien
WaNNA1AI15UBY (Carbon steel) LWiwé’ﬂwmmmTﬂim%’NLﬂmjﬁﬂmimmmmLL%@ﬁﬁWJ
A15uaY (C) azanalusaLnin (Fe) ﬁﬂm\lm’imiuqaqﬂlmﬁu 0.0218 % NHUzYBINDULNTY
LLaszaﬁ%waﬁ]zﬂﬁ’mﬁufﬂiaa%wmmmﬁﬂ‘lﬁq‘né (Pure ferrous) akdnadseuieunulaseaia
amazaunanuignslugii 6.44 (n) e Tana$raailsduaundnndaniuausi Tugid
6.44 (2) Wichan Chuaiphan thesis Ph.D. (2011)

(n) Tassaaeslsdndnisgnd (v) Tassaamlailsdmanndaiuaum
7 - Imrdet. 3(4), 349-353, 2014 711 : Wichan.C. Thesis in Doctoral, 2011

7N 6.44 dnwazapilasiaameilsdlulanzinan

TassaaedlsdluwudoweziianuuandralunnTanaiamaslsalulanswdndou
o ndnde dmFunsdiilansidenduaaiiomduiaquiiauasinsadertu (Similar
welding) Tassasaaslsdfinaauazmelutodondn 1 dedudmesdisanmadusicinn
Faiuansznusemsinansulnailuwiniow ﬁﬁgﬂ‘hwmf’iaumiuﬁeha"l,ﬂmmﬁu (Reutdaw)
Tasnsiiulauesinsi (Grain growth) %aQﬂﬁ'muﬂfﬂﬂﬂavlﬂmsizmﬂmm%au%mﬂamau
azane JUMNIBNNTUIsRINAENINNTY wasBeunandnmyaRnaseIianaaN Az
Taefiduwmmuaailifinaddsuulas @ngudsllududsadnisennanuieudew)
wazdhrimadendesuunsildndanuanaen (Heat input) laitrinmu Tase aanadlsdd
l@tzuananany Tﬂﬂﬂamamzmﬂﬁi’jauwé’mumm%ﬁmqq (High heat input) WUILiDNADN
azanefildaznhauaziidnnnsBudiidh (Slow colling rate) fatiu Tamafiazinufounsy
waflsdnfvnalnaluuundenifnniu demguamnziadsasansudinaluns

wulagnavuinlyludgmeeamansuaznaeureuda duivenasvazasnNivunadn 1 0
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Lﬁﬂﬁnﬂ‘umuﬂm%aNﬁ"ﬂauwé’mumm%auhjqa (Low heat input) §anmadusvaailansi
sinuegnafeunsuinaeslumaiuls inufildsaianadn diegnidte
wanslugUil 6.45 Hunmauaaliifiuiianuuandsaslaahavedlsdludademial#y
AndwannannieurasuuIumaden dluiamauasuwlamsdunaumaai (@i
Wandag) waitaudaeziiamaasuntamalanginenfiosunedenalnnmsuseiveailans
YRIUUTeN (Solidification of weld metal) eanmaiusifinadiduifseirmliuuiey

lalassaiansunaziden (Fine grain structures)

Ao E6013

)
ew T -]
: R i 3""@ ?‘wé?pa B
»rcl;-’-/.‘ ; g s W-’f\k "”aﬁ‘" 100“"‘ :
r%s_l‘;?‘-‘ly’?:‘(“;( 2 ok — ‘.\T - T {4 AN G 4
.. < SR & 3
e i e A LS (v) Taseahalaslsdweauuidon
O s - . & L
g IR 2T oy d o 4 w P oo
T DL qiieas dhednawdenwinndaniueusniild
D‘“’ o > '/% s :‘7/ > 1 4 o . . . o
BT 1= madeundnnd E6013 (Similar welding) $e
By LN \ o
S P& . W ;
=% e PIUMITDN GMAW
PSRt A3 N o
| T 7T~ "5epm]  7I7: Miguel Gil. Productvity GMAW Welding — Carbon
(n) Tassahaesladnouden ek 209

dwmsulunsdimmadeumnndiansueuiulanzmanndmafiominsauazaeia
aIALiw (Dissimilar welding) Tassadaaslsdlunuadondildazuanaadulymuifadsen
dunanmuadl wazantanisszuneanyieusedlansfiihudens @anmadus) Taeened
Tassaaduinnudmeiumaslsd wiaenadgpluumefurssfounmufiduansaiuly &
#1981971539813INADYDY Wichan Chuaiphan thesis Ph.D (2011) innstiiaumanndn
ASuBY AISI 1020 fumdnnanl3aiin AISI 304 HemadenmdnndlFafiunsa AISI 309
Tagrhmadouderuiumaden GTAW fuandlusii 6.46 nuanmimasesnuiuudond
ladanradumdnng3aiunsneoamuiliin (Austenitic stainless steel) fifillasadaiu iy
waapanulud (Austenite matrix) Jvu1avaadoutnsutanuwazaziden nFannuiingyns
Tassadraneslsdinntuszninansy Juiiaulahndnlasahaneslsd lumdnng
msueufvneilnauazdnvazyssnsuandiufou 1 ualehmndesiumanngl3aiunsm
saanuiifn pluuumareiudeansualadideulydududn 1 Anegnianues
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paanulud MednvuegUifiuanmalinndunndaldentanaanameslsdii wad
wWo3lsd (3—Ferrite) aumisiiifuTasshaveslsdfinaluuuidon ussanmsiigainuh
Lﬂuﬂ‘nﬂanmﬁﬁtﬁﬂmﬂﬁﬂ%wammﬁwlmeﬁmﬁa (Ni) ﬁagﬂumﬁﬂﬂé’ﬂ%’ﬁﬁu AISI 304 uag
Tuanatian AISI 309 fiflusneduaeaanulugriounndunsufidulandndulfinamas
ladluagmumauinau uasuannnisamuimnasasieunsuassesamuludluwuiaw &
ynafdnahessmuludlulansndnnewden Suagulédnhdanmaifiudina e
Tanzmanluwdenszilivnaefeunsuianafiinas

T £y o s s
Tﬂim‘mwuaaﬁmﬂm
(Austeniteiatn:

S-tileslade bt

VDDA A (DL DY)

21l 6.46 Fregannudianmanndiaiueu 1020 iy
wiannanl5afineaamnuiian 304 (Dissimilar welding)
Tosldmndanmdnng l5afiveaamuian 309 fe
PIUMSLTEN GTAW |

ﬁ;v 7: Wichan Chuaiphan. Thesis Doctoral, 2011

P o . A a £ ' ) &
Tassaanainadnaslsd (O-ferrite) NiAndurunalaseaiafiueaanuludiy

wdanrsmadeundnndlSafinnguesanuiianyninie Hudilufalnsouvesig
dau famquamnzaailadludnsasianiussaanuminalumstilasiumsianiou
WULWQN/3L BN (Pitting corrosion) ¥paANNA1l5atinas nanafie M3NIesR0YBIYVLNTY
sviaaaaamilud (y) fuwlameslsd &) Whndnaifisglasdeudsininiuabu il
UFIAINaINnANNeaULaYaIUsEENSnnesldntnilaa (Passive film) ﬁuﬂuﬁ;m‘%uﬁu
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yasmafansuuuumgain fi flusudesiiBnaneuanadoeslsminniilema
Tumainyadansauanniudie wadgenalnmafussesmadeuuuuvaanazanemanidesd
wliliRanalanshasadureslsmiuiuGesiienninn uafldfimmasesfulpifhdens
e wiu Wudalulaseu (N,) NﬁMﬁULLﬁﬂLﬁaﬂﬂﬂﬂqu (Ar) Lﬁ@ﬂ'shﬂuﬂ%mmLﬂm’hLV\laﬂiﬁ
TsmaumnasgunasinsseniulBnalawnadilalsalumaseamuludveuundon fiu
madauminndlFaiungueamnuiifin (Delta—fereite fraction : %) Bgj3zni 3-10% Tasi]
mTenaaasuauialulasauadliluufaainautnagu (Shielding gases) fifFianasing 4
i é’mﬂmmamiﬂﬂamiugﬂﬁ 6.47 (n) WummeasudensznnaunannaZaiveasnuian
19 AISI 201 fULn3A AISI 304 eAdmsideniin (TIG) wuvlitAnain wuuiiesunm
TuTasnunaualuluufmnaguenineuiffunmuniu 990 0-8% aansaaadFunana
wadinaIladluwindonatldnn 3.5% annsds 1.14% dauansludunnviasg
maFnalalasahanaduailsdfinnluundosseandnndlSaiueaanuiin
wannnsiugaseuraamsiindulnlesuanldneud fufuiaiuiamiiedengagniu
ypsmafiandeudndie nande ievesanadeslsdiBinaladeasmenttios inas
lastfiawazgnaslusnudmiunumaman (Fe) lumavaspamnulud ildveuinsussuduaas
spanuludiTandeud Seiidamanadimeslsdfilisinsadmunmumsianseuld Aemans
snAvrasmiansauagnaalmuiamainadaslsdfisendammalasaseeaainulud
finumianseuldfmnsilandeouaemeagguungnsaiiGendui deniansou duang

fptumIgnavsasnsnansaumuaaadunaslsalugin 6.47 ()

4.5
4.0
3.5
3.0
2.5
2.0
1.5
1.0
0.5 -

0.0 e '
0 1 2 3 4 5 6 7 8 9 (v)minanieuvasndanesld
Paanau N, uanlu Ar veaufiainaga (Vol.%)

(%)

2o

Yawnar O Tu y aosuwat

Welding speed 3.5 mm.s~! A

(n) Bmsaatinanasineslsduuiden

P o 1 ax o > |
gﬂ'n 6.47 Gl’J’rﬂEl'N’Jﬁﬂ"liﬂ’mﬂﬂJ‘]ﬁN"ImLLﬁzﬂﬁlﬂﬂ’]iﬂﬂﬂiﬂuﬁlﬂﬂtﬂﬁﬁ’uwaﬂi@ﬂumﬂL"H‘Em
77:1/7 : Wichan Chuaiphan. Defence Technology, Vol. 15(2), 170-178, 2019
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2 lazeaswepainulud (Austenite structure \DUlaTaa39Usznnansasaeundwnda (Solid
solution) ﬁLﬁﬂﬂgﬂﬂamﬂixgamﬁﬂ%ﬁqmm%Fsﬂﬂ’h ANWANNT (Gamma iron : ) HszUu
wanuaalansaailuuuy FOC fiiguanvasligafafuutinidn (Non-magnetic) fianagau
willen NAusuMWENgauaanEn-musulansNilsAniitigumgiissning 723 -1,495°C
Hgupfigenhillanahozwdsuanwliifulasnaanaduneslsdfifsunudnduu
BCC wazihgaugiisnniillanaissndeuanmluifulasaiameslsdifisuusdnhuu
BCC wazlastadeunlndfiduanstszneuidelans (Intermetallic compound : Fe,C) Tagni
TumdnnéeiveuTanaiuilmainsoazaeaiveuldggn 2.11% 1 gamniil,146°C ualai
aansaifaléfssfugungiveandegungiund (Room temperature) Fenafianiiduns

lassairpaanuluaiaudnwazligafaiuunman Juduanifniitavsesidglanznguinan

HalaTanunenenaiszaiualasaiuesamuludlisunsaasedldfissugumgires s
Uslpndlunslduivernnes deisuiuiezdaclilansmBnifan’d Non-magnetic (i
dutlsznavvasndanni unlansInendelddunuinmglaveiinga (Ni) uazunaniia (Mn)
Husainaudn i lulansminudrsmunsoauguuiumaaiudsesmsssaeraau il
sruusAnuuy FCC wazligadawindn Wanansaassauzegldiiiogungiianasauds
pamafiveaudrfioa nande Tansfussanuludlulansminaansoilléfigamafives 3
gudnTonsldnanaaninluilyiuifeTaglavaminndSaiiungueaainuiAnnanaa Series
300 wazLnIA Series 200 wazsnlUdandnndnauinindy 1 Anausglansinifadonausa
TanzwmilalulFinadige Hudu dwaassedulansiueasmuluduaundnndiuay
fintAin (Austenitic stainless steel) WazIMANNAMENULNINTAGI (Hadfil-High manganess alloy
steel) TugtIfl 6.48 (n) uaw (3) MWAFL $198991 Wichan Chuaiphan (2020) Faudulddaun
dnvazrelanaigamazasmsssmseaudivefusiudusammuludfidnuusdounsud
wilauiy azdnfufinnadeunsufioraveuviieasBeanindiu Ssiduagiuifadanilons
Inendu 1 1wy PedevasmadudmEedndnavesdiunaumaaiiou q fiog deiu Hudu

TanahweaanuludluisdenezisduiumadenTansAialaseadeiu (Matrix) ¥89
Tavendndewdendusssmuludduiiulng uduneadwumadenlindinuansoud
gonn huvgliiAamagadssgfifiadesnmesanulus (Austenite stabilizer) sanliann
finandoagluBnadlifismefvzahaadssnmralasafseamuludlild dodou
panmefhilasaisuld wu Tasehaaaduneslsdlumadeuminndlfatveaainuiian
sy diumseuguhinamesdnssumaailiauvdafsame luudonduduide
ddauda lieadunsdelansafiadeiuviesriaiy nluGmadensfiafeaiuuas

anriiaiu Rfpenuuunudenrinimniulisndasrinnewisweinsalldiuundenild
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mnefitinadunaamaaiog B narilng fwduamiivadldinTanameuudend
Tomadulanaiinlalatiuasiidadiufsanamnntiseadisls

ACCTSACA TFRCCY T
14 g
| founsuspanulug X

(1) sodnuludmdnninanuaemiags
7"7,;'(/7 SIMR&T. Vol 9(3),5174-5183, 2020 777;(/7 : Materilas Transac. Vol.52(8),349-353, 2011
J v U = a U =1
311 6.48 Tassasweadinuludlumdnndmaniiniiauszmannduanuusmile

LY

natipwmanninFatliunguesamuiidanniniduwuuiaglavzafiadeiuuazansiiany
& di ::i v ﬁ' . d‘ :i P = a I
yoanalanzilianuazmailion Taseadaiugiu (Matrix) vasuwui@snilanvzilamaiiaiu
s ' P A P | ' v o = & L '
wiapaanuludagauiveuuavziitialasiasndu q Usluiwegdemnniipaiisslauuausg
nudadiuwsamguanmuaiitiisurniiuddg nande JustnuFnaedasdonfisum
(Chromium equivalent (Creq) AufALAaieuwn (Nickel equivalent (Nieq) ﬁmauagislul,ﬁa‘[am
= o & o = ° A ' A ' . & A 2
Wew Aty feunesihmadiaudadeunnuaees Cr,/ Ni,, voanilavsiauuazaiadani
dmsaninne/mensailaiinilavs dudaaiipweslanzdevezldlassaiestialatineuas
fidaduSmannnieeiiieale thyluldiimnsdnimnsnlannisfagasdisaduaig
ANNENRUSEDNY 138N “Schaeffler diagram” liluszanamafiinaeslanade (%) Tu
& A ~ v [ YR o . v o [ ~ av A
adanfideAmanuduiusess Cr,, iU Ni, dsdiagnalugii 4.49 Jumsidenaaaadon
wianna Bafininsa AISI 316L AUmMannanautnsa P 91 (9Cr-Mo) Mgnszuiumsiisuwuy
A-TIG Tngmsmunelassaianezldanmsidenldainidias Incoloy 800 AU Inconel 600 1
[ v o . 1 ° ' = < 1% v J
andeAn Cr,, iU Ni,, Memssuandunaumaail awiiuldnnuuunm Schaeffler 3161
daduSnmees Cr, AU Ni,, aansanennssivansiiauasSinaweidananalsesling
mMadew v eaadmulud (A) iimulsd (M) waswaSlsa (F) =ameazdemiiminlumaaly

wennnidiiimahnelanaiassladenislddadiuees Cr./ Ni,, fiszau
PUNAREN 1 vauztduiuisgangiveslaalduuunin Psuedo-binary AIuanminipealuns
Nodineassresmadenlaneasiiasznin manndl5atiunse AISI 316L Autnsaguwand
AISI 2304 fsaviumszivuagaiuuuliifnain (Autogenous welding) NtAdaaIuae9
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Cr,/ Ni,, wvinneTasaasumeludiaidion luzii 4.50 mingiiiiuldadredanuinedadou
84 Cr,/ Ni,, funumlumsmuueBnamadaumdesanuludluwudon Taensdfidado
3 Cr,/ Ni,, Iimlamatindulasiaiiaaamuludge uazilodadimaes Cr,/ Ni,, fidf
dinanndulandldlasiaseasmuludiazass 1 anas Tnsvzldfumalasadamaslsdnn
Juunu FasudiadeanmnuiaBnaee Cr,, woz Ni,, yalanefivhandasfanansanensel
Tl lanslutianeswazaaidiudmas delanzassuudomziiulasaeriola

36 flnconel 600 A o , N
SR ‘ @incoloy 800 7111 6.49 dpramamunslanmd

32 a % & A
LﬂﬂTﬂNﬁiNﬂ’lﬂELULuﬂL‘}]E]N"IJEN

/o;\° madennanniranlasiioy -

S| niianle Schaeffler diagram

28

24

20 f / . . .
S 7141 : Journal of Materials Processing

Technology. Vol.274, 116280, 2019

16
6°n|n

12| et @olo

T

F

Nigq = %Ni + 30x%C + 0.5x%Mn

[Creq=13.
| Niw=6.6 |

['m

z ‘
0 4 8 12 16 20 24 28 32 36
Croq = %Cr + %Mo + 1.5%x%Si + 0.5x%Nb
e Liquid 1 =
A e :—:—j’gﬁ L aUn6.50 shagnmslédadou
1400 ' . A o
e " AYBNCr,,/ Nl'eq WWBNSTNUNE
—— alanaiufiszaugamgi
g y solvus fNd 7 YBIN TR NMANNANN
3 1000 |- ~ A a o
g § wanlasien-finiialagly
kS
8oo |- = g = Psuedo-binary diagram
— Q] [5g] ’
”g "g "3 747 MDPI — Materials. Volume
® weld o ~ ~ 13 (2930), 2020
®2304 O ) S
prrved NI T B SE] M | SEENS U B
0.5 1.0 15 2.0 2.5 3.0 3.5 4.0
(Cr/NiYeq

aNnuduiusreimsiialaseadesanulud (FCC) nuwaslss (BCO) luiialanzuud
= A o = < o A~ v A P . . 1)
Wan warmnseanmannananiilassaenuduaoaamnulud (Austenite matrix) AU
wanndasueuiilanaanuduwaneslse (Ferrite matrix) dauaaslusii 6.51 (n) astiu
mMIasuwasesdadrulanaialasssdaauninii duiplafaumeludiialanzslianina
wasadnuludsunaniss iamaslsdaznauisuamann wazluneasanudinuiniawia
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wavassaamnuludiFinamnn mamsslsdfzies Falethndnmaiedadinlasadeily
fnsanfwiumsiinelasahadedinadadiu Cr,/ Ni,, finanslugui 6.50 1y amnsn
adneldnlanamnnianiusudsliiisgiinfasaidisnadamasaamnuludld uid
mmadeudsmadenifidnnauasiinfagiframansosnaraeasmuludiuld Tagds
fndaarmedinnnfezdaililemalumaiamafiwiminligadifiumndadude &
ﬁaashmuﬁé’fﬂL%amaaﬁu;sﬂﬁ 6.51 () WammnaNnEIAISUBWLNTA AIST 1020 fuwanndls
alunIe AISI 304 Wandhemadenmsnnal5aiunsa AISI 309L (Cr wa Ni N)) W ile
Tanzdendauifdumdnng BaivmneualasanaTussamulus waziionaasuadly
asarmenae 3.5% (mzia) unar 7 Su vzdulddanuinuinawidesesliie
sonlyd Fednwazmioutuiielanzidnailansmdnnd5ativ wafivdvaidedans

manndesusuineenlad Fudulnfvesndnnmensveuluimees dwanslugii 6.51 (a)

L) T Rl v  J T L3 T L] 1) A L2 o
: : Tl 90N 6.51 anudunusyes
1o - . o g ok e gy |:7 - ¥
—~ . M a S
S : |\ [ 1 Bunamsiiamaweslsany
Z S0F wanad: | Cwannd - 4
N S TR -‘ ¥ :; o 2| waesamuludlunisdan
g | ceduew: i el 15atin : e e e w .
& o < B oo I o wmaanmensusunmanna
= I a
= " |""m“j’ ‘oM - = gpaunulud | 1%ad
Z i Ik W N : :
g ' \: i ® LNBILIA i 2 Wichan Chuaiphan. Thesis
'g ol i R &1 N oo | Doctoral, 2011
G i l ¢ \\-I 1
ofF - " e ee— )
1 L Lo L ol vl | a~d A A L L 1
G 2 1 6 8 10 12 14 16 I8 20 22

untiaraamsiaalasaaia

(n) dadrumstiiandeadnulud/ineilsd

< o d o P s
LAANNAIANTLBY wiannan L¥aiis naaavliaisazans 3.5%NaCl

(2) anwazsnsu@onlunmadonse (m) Managaulssiiumstinesnlad
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wenaninanandneduud maialasiaiseamuludluwdeniidosyimaia
Msuan31Ivuzuden (Solidification cracking) Munalnnsudedivestsviaanazangluns
daw Tasdndfiudnafinmesasnidenssduiiinige duandduzil 6.52 (n) §19Baan
MATEY8a P. YU et al. (2018) nade wiadudusiadssreuiwzinnvauvssonas
araneBMmMasNLNIEIU (Partially melted) tws1zanu3auszungeanlyldneu NNTUANY
SounndrunansiaueeILianzgnAvd@UNAuficmansEussssanyiou Judumeli
Asnanawasuundemdudimaaga Semmnsaneadfiulddeadmeaudanuivinutnmg
wudesiioundenEusiaiedy

vasudefenilansmanlumadoalavsminni 5afinnguaasmuiifn dnifiens
uAn31fiuTneIuiinaNuarad (S+L) fieniudn “Mushy State” TagiTamatiaduld
spUIRUIBIaVABNArMY udmurtiaiguusuasilamaAanniigaeniinFagainan
yoauunBui fananddugil 6.52 (1) Tasmauaniasiafiveuvasiiovasu (Fusion line)
udwanlumusasaansuiaulad Primary arm s0usasuria Tasudasurisasesaiufigalans
283 Secondary arm HauwafiuanfiiBeuiadenduvauinsursurisaules Afauiafiians
uansnldine fuanshaianaresmaldenaaadlugiil 6.53 (n)-(a) vesmadianmanndls
dineadmnuiian AISI 304 wlidvaiadendissuiumadendin Tugl () waAIAILNLY
yaansuanvazdufiesiafivinavesnimaniuveunal (S+L) dmlugl () veneds
SUUUUIIMTUANIINYBLYRILBVIABNAZME (Mushy region) Snudnliiipuasuds Fadana
wuunvessesuanazialudmniiduseadevessznhansuaules Seldvenadunises

sogpsznivvadlasdaaulaslugl (a) ielidudsmumieimuanedadaau

@) . 1iavinaxaeae

..

weld pool (L)
fusion zone |
mush
zone (S+L, \
X R it
- AN T et n%(h
i ) AR B the i
LIIUAGDNLNEIU (S) [ s e L,
< v ' o oA a g
(n) nalnmsuiadvpnianaenazae () Auntsnaziiansuanazuiee

] o ' A Y My o PN
3171 6.52 nalnnmsudsdenionasnazmelumadeslansmanndl5alivesamuiian
77,;(/7 T AWS — Welding Journal, Welding research. Doi.org/10.29391/2018.97.026, 2018
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1mm

UprapNazaY

(n) nalnnstdudupitavaauaza (v) nalnmanenyesweuLavaaNazag

LUINTIHAN

JUT 6.53 dunianazNANIYpINIg
uanvazulidveiaiaaNazasly
nadenlanzmdnndlFalinngnuea

pRANULAN

- AWS — Welding Journal, Welding
research. Doi.org/10.29391/2018.97.026,
2018

15 5
25

w7
o &

gt

AL A

© "s".:{:‘.éi 0% S RSN S L L
w

(m) WUILBINILANI IV TN T

Hasandniiansnanemsuani1ivazudafa (Factor of Solidification cracking) azL7i
nnduraimuaiifivdd ndnie dunaumaaiivesilansndniaananauIunIHGa
wazdrunaumaailanzatadeniithudiy Tnefiinmsvesnazasmndnde iy Tanwaie
wastBnaasmafinavazingdnssulumsn Goumlaaniusannsasnarliifure s
(Solidification) fiuanasii fogaeu ﬂﬂiL%@Nmﬁﬂﬂﬁﬂ%aﬁuaaﬁmuﬁaﬂﬁﬁﬂﬁﬁm%’mWﬁ
(S) waznaansid (P) MAINEERANININILIUNITHAR (ﬁ%amﬁ]mmﬂ"?‘iwau"lumm?‘iamﬁa

1
v A

tinaNNaNITuMIALLAL Wy AISI 303S) tilplanaanarameuiedszGuulsfivauudign

Audmiananauuaden mgndyavasnralcpeudaiasuasaanaTavzdudih Sagndy
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sanldfifanansraanundenrilidnainaeiwundsuuiimdge uasdemaid
ﬁmmﬁzammeﬁ’aLW@%LLazW@aWﬁammauLﬂiumu"l,ﬂ%‘ﬁ'gq Wiawundeama daFmey
inmwasliansaduanuduiiiaiunnmmadld Sadudumefimlfiaansuaniivms
Sauld (Hot cracking)
Tumalansinsnfufinnuiudhlameilsdausenlimadansfuasrlaanadaanansn
asaneThuiladenfuldd demauamalanginendadinlilumadenmdnndaniuauii
TasaramlaslsdidulanaeiuinliAanmsuanvadus uatfymdnaniniaduns
doundnndiinlanaheiuusessanulud duffemadeuminnd l5aiungusan
pnamnulud (Series 300 waz 200) fathAFMlasiurioanmMuanvaLlvaIrEnnag
UssamilaansarildlasnsBusealiiauamelsddumunmaaaasnulud il
wihiimiadamesuaswaanedalunuadanlaililasauagmueuinay udssslsfinadaalal
dui walanaameslsdlunuadenenduiiniananumansalumsdiununsde
nfeuat Rananddeldfineaninmadeuminndlsatveasnuiiianafideuduaiie
\Aenfiu vidassilasaniaiy desruauiBnaesaramasladluwuidealdivinad
soufuldngh 3 -10 % TasanansarnuneRnauawlaslsdlénnesastionGenin Schaeffler
diagram fondammEenanudaiuseriaBunalasdeudeur (Cr,,) MufSnaiinia
WguLr (Ni,,) 83UULRUATN Schaeffler é’ummiugﬂﬁ 6.39 (3) fatiu Feaglldan ARG
ansamuaunasunamaslsdluuudenlddemadenlavsfidondulansandond
fidunamaaifigndeannsauuasiianuduiusi
wannismatlasfumauaniazuiaidiaansorilddeisnmsniquaia
yotianasNaraBunzuih (Weld pool) fauansluzlil 6.54 Faflunamaidedimanaze
G. Agarwal et al. (2019) finaanaidanindnndanuudusagelunugAmnnIseueLd 1
TRIP fsaurunmadauaimaiianuiiiengs (High welding speed) fuaudadine
(Low welding speed) falugi) (n) wae 31 (1) awdeiy diefigailiiifiuiniedenTanszée
anuBdentige phasenionaenasmedldefidnsazdughdenadeveni (Teardrop)
matfiudetianasuszmesaauinaudirilifagluumauiiiuiueulasiadimga
Aananavasuuadaw (fauniann) sasfivaauduaulasmanfulafeznngussfmnnana
#1 (Tensile strain) JuitaadnasaLLlsnaaNazas dawarlFEafnmewLToy
filfiufmdgafianuieiaafiageann (Strain concentration) 3utiludumaresmaAanisuan
vauzFoudy uanuihlusumadeauildanuiivansauasmeasiidnuas uginsla
(Eilliptical) uagidanmaiiudiid slunumaduTaseuaulafvazudaieslijadmae

AINANILUILTNNANILABILADENIZINEBN L AdetnTIEHIaNINLfgINalUNTINLT 9
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medaduszisy nangdAnssumsdulnreuauladninandinaliusiaienfninnimani
nagldamafianiaesaulad ssansmnuusuasisafiinyanaesuuaden Jeiuniseda
Haymmsuanieasulsizesmsdeuldillusg1ed

a = = o o o) o
NANWNNILTDN WAL TR? 3'1]7] 6.54 matlaanums
o v
jag]ugmsﬂmgu%qﬁg T LW]ﬂTTJ‘lIﬂ!SLL%\‘]G]’J@'JEI

ABNIAIANANNGIVEN
ANNLATER  ILIUNTIDDY

TINNNNAN 77;‘(17 s Journal of Materials &

‘ Design, Vol. 183 (5), 108104,
Mushy zone l 2019
(n) UevaeuanuGuTongs UYL
= I~
UIRIUTUTIR
nAmImsay
—
)
=/ ANULATEA
: N729180

Mushy zone

() UanaaNANNINTONA  UWRAIVUZUTI

3. lazoas19diulng (Cementite structure) W3 laseaananaslud (Iron carbide) (s
Tanahelanzfiagluglyssassznaudalans (Intermetallic compound) fidsznauiuwyy
UNINTBITNITHINBzABNYBULNAN (Fe) AUAITUU (C) Teamsadsuduganaaiildi
Fe,C (Hulanainradlansmanfifanifnuiwezine Sdmdsnavrsiaiveugign 6.67%
ssuuudniuuuusalssandin (Orthorhombic) ulasadeniiyanasnazaagada 1,550 °C
Tunlangdngazliamsanumaniilanad i lndediuden unszagrniulasasi
au Tagawizlumanndensvewsznulassasduulndiianvegiulassaanumsslad 7

o ] [~ [ (% = A v = [ £ o v ad I'd
Uruiueguuuiiuwovaduiv azsendelasainnegnuludnuausiin Tanadanialan
(Pearlite structure : 0+ Fe,C) laaNdadivaaaduulndszannniadpeivag iufiunune

d i v < v A 13 I o W < [ a [
Asuaufinanagluman nande farsueu (C) MNENINTINAITUKAN (Fe) Lanniiadu
wana3ludldunn (Fe,C) wafwulndnvzannamaslsdfasios lunenduiudiaiveu
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inaaduwulndnsioamamailsdnazann dawandlugii 6.55 (n) waasliiuialassad
wagiwulndunndunaaslad waslugd ) wansldiutunadiuulndivmaneslsan

[ A v o Ao v ad (4 o .
inmnuviselndlAgenunGeniun LW‘iﬂlﬁiﬂﬁNﬂuim (Balance pearlite)

e —— e~ N | N ad P AN P o
-] J e K . > \ J e ~
“lalan = Nuanls - neslsd = o

.

: Wsalad

Fuulng = iduaes

114

(n) TassadaTulan (Fe,C) (@) Tansa$aivsalad (o+Fe,C)
A v = d' a \J o v =
7N 6.55 Tanasuduwulnanifasiniumsslalulanaiaiialod

731 University of Tennessee, Materials Science and Engineering, 2013

Tasea5udmulndlunislansingranudenisndwatdosnin eeandulasiada
astsznevwenniniamsainiulfowegesaludd Wefanuduiueeiniiuaunin
LEIND (6.67%) Sy sanmaiussenisdesssbifinasenalnmaialassaeduding
vidpanaasiifissudldiaiuulnddu-en fagrnhananaslsd Tasdudududisldia
yoadwulndiauililalasahaialadidufousdn weedBusinumaduulng fazenarh
WlaTanahaisalasidufoulng Sululanauilidesfidnsnadeausfvasuudon

wennnlanaasluddwulndudidilasiahensludiiannaiiusulunusaiv
malansau 1 luglvssmstsneufiialdlunuden wu Tadisuaslud (Cr,,Cy) unsmiia
m3lud (Mn,C) fintiaaslud (Ni,C) Twduatiueslua (Mo,C) Fanauaslua (SiC) ediau
A5luR (WC) LLaxmqﬁ'u 1 ﬁaguisluﬂawaauazmﬂﬁimﬁ’aﬁuv\ﬁuauiﬁﬂﬁluﬁ Wudu Tag
nalnyasmaiamaasludnimuasziatuldnnBnainaued lildiannnihisveanadu
salifinansznula 1 sevnumsiien ualuinswiuiimaasluddulnainase aund
nanavasuudion saiumadeniaglanadouuasmadonfinzanfamunsouiulgania
manavesuuniienld semsmuauBinauamsludiinzasegluuuaiden wuidlngg
waa3ludingandneananlfagmunidnueeunsy dewnslissmevianutumady 1 1§
3n Taardamarnliuundeniianifduaumilsnanas fdedeswesuadonmaiianinsa

Usulqaufilalddenssnigniueanuiou (Heat treatment of metal) FI8N135t0MEINUANNZDY
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TuahelumstSuudadumtiseanas 1 Wegluanzuazimunianlyiangaluwuiiiioy aa
megunsiialandsnasluduazunamilagansludauseunsulugii 6.56

- . padinulud °
wBoulanioun e Austenits

Tasdenanslud ; v-
\ [ o - ¥
Cr-carluie - P -
Tasaudeagslug -

/5. um

a = 4
(n) matdaalaniisuansluamuaeuinsu
ﬁriﬂ : T.Sourmail and H.K.D.H. Bhadeshia. Stainless steel, 2015

() mstiaaunsmbaasludmuseuinsy
71 : Knowledge E, ICTSD 2018 — Vol, 2019

A a a L o
;i"lJﬂ 6.56 maAamSludmuLEIMYBLINIURAINMIUINR)

4. Tnmasnansinulos upziyulus (Martensite and Bainite structures) lasegdsswanii
TuTasasaifammnlaiaios (Unstable) vialiaugadsladsnglifunuwsamangaua
(Equilibrium phase diagram) waaziinainnsiaeuredlasiaaluan1izingd (Critical state)
THun manldsuulasesgamgiaseiundusaslavslumaaugudsanseu viaiannms
wWasuwnfiiinnnmsilansmdnnduauuasmiags ldfuusnshanmeuenatnaus
(WRNEUNNYBLNRENaSaTlad) uasiiddufainnnmadusegunadivesisnasazas
Tumsiden Ailemaieuldnaduisveiuadon waztdnumansznuiou (HAZ) vealans

Wow Wudu dwsuluwuad@ieninznumanimuladiumadieslavzndasusundaugs Tas
WansunuseznanNasusuiuazaoNIIan N deadnuludyaziEum taandudny
S [ g d = v = [ pai a - %
walumawaslsd demgariuauninaaggidansunululimanuniiy waziinadoe
< U AQ = a [ < a a o A .
(WTIELIALEUAINTD FUNAUAITaZA8YDIUIALA UYNDNAIBIYIN (Supper saturated solid

solution) Tardnvounaweslsduuuitindulnidl (3enin BTC (Body Centered Tetragonal)
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Huiae walasaadansimuled Taeausanulansndmuladuuuung (Lath martensite) 34
winlunsdinsunamifuauasaennniu (Nseaua) waznsimuloduuulatswranadnediy
(Needle-like martensite) Z9tinlunsdinFanauaiusuazasniniu (Nszauge) asuaaalugl

71 6.57 () waz (¥) MII

WS SN

(n) Tassaaanimnuladuunuiuing (v) Tassadaanimuladuuuaded

p e 4 o
i 221 Ly —_

7N 6.57 anwazaaslanadanimuladnuuuiigluandieiu
77.;(/7 s Journal of Materials Research, Vol. 18(3), Org/10.1590, 2015

dgmsulanaanawulud Julasahaniiannnsnuassamuludiuaiiany

Al S 1o ) < & o A an A as § & v &
waivialaduadiesnsniTwesnmsiiuiNguenisnseuguieisnmadien umeldaisuay
fazaeaannanmsiasussuundn FCC lUilu BCC suazmeaaninldinswazann waanld
unuaeslsduaztinulndlulfSanananniduauiiaduaisazarednaideaduiiia
daunuszrnananaslsdnumadiulng (wiaunulasaaaiisalad) uameswmnzmaslsdd
upnanaslsdniiauuulnd AstanuziluasazasyeiudadusdasndeGeniasging
aaadunuili “Tassaiauulud” dwansdnwauzyadlanaadalugli 6.58 (1) waziiiy
mMaseedie SEM Tugl (9) lunudsndnazwuinianviuiulasadwanimulsd de
WIEDATINTIZUNEANNIDUYRINMTLH UM luwuITaNEANNwanaanuluLaLSIM Tas

a Ao & o A ~ & o o P ' s

vinalanisanmadudingilomanazdulasiahanimuladunninuulug wazlunia
X [ o a = < £ .:i 3 c:i I £ o ' d J
asanuinugsnalaionsnmaiuainalemanazdulasaauuludinnniindmulye
wazupNaNBANNsLauAILaIFINTTsnsnaaSusuiinanaglulanzmiwdown
nande TemanvziialFanaesdlanaungesnndulunsdiiinsueunauag geaglulans
@ (Base metal) wadmsunmadianlansiilassaf s uansimuddan wumannal3aiiy
0 J aan .. . A ax A ' A Y < v U
NANNINUDAN (Martensitic stainless steels) 198 238 400 ek sdanudiduminazla
Tassaadumansinulad (Martensitic matrix) F9AAYUBENANOUDURANNEINANYDT

winnguillildinnndninavessnnchaimaiiug
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4 o v a QI o L v
711 6.58 dnsazvsdlananavuludnfuszifiniiaensdeg SEM

77 : Leometwu,. CS WU Taichung Taiwan, Color metallography, 2009

Tansadwininuladuaziwuluduananaziinegludseiuismainiovasnazaaud,
1BansENU3eu (HAZ) mndenasnazmefzilomaiiamnnduii dissnnisnawes HAZ
fgamginnmaideauganainsmldfamassanulud ududeiimsdusegunaies
masnsanufaufsiamadsulanaisnn Fec udu Boc 1aliu dhumaliifa
Fulaseads BTC unu TefiaeTasaaandinulad (fusidimnn) wasTassaauulud (fu
AITINANAAL) Tnalaseasumndasanansaiindulen HAZ sasmasdiansnudeudidingu
W& (Coarse Grain Heat Affected Zone : CGHAZ) uaz1i3tiainsznuiauiininsuazden (Fine
Grain Heat Affected Zone : FGHAZ) shewnziszfugamgiivasnisaninneginiiadu A,
sauandlugii 6.59 Tafsziuvnsgamgiitgaunnwafianihlilanaheegluanizasazas
yasudanasamulus (FCC) waziiiationasnazmeundonGuiusinisanmadusific
inn MaasussieiuuuusunduidinalinawefiAadulasadamaaugalsiy
fefidaualaslsduasdiulng udasifafuTana$owmailisugaduuny duidamauns
Tassahannsimnuladuaziuulud TnednAguifinenazedlaseadvansinuloduasivuludezi
anaudags ety vnaudonuasiinunsmutauiifalanehasaesdsiianuudfigs
sunadludedeafilifalsaidunwundoniiuianniuly tianisuan’ildie Sedead
guumahuudeslUiuninAimianaseuiioananuuds uazanuduande (Residual
stress) figzawagluwwaidon Baigsnfudluauunmesmslianufoufudunuitiiums
e (Post Weld Heat Treatment : PWHT) Tagaznanialuidadalil
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doyaluglldannuansidenaasudenmanninanuudaunseg
dUmENAN (HSLA : APIX80) msauiumsdiaue1sntdnand

(SAW) 71N 6.59 Mma/aeu
WL TBNEIUNTHEI

LLﬂﬂQ‘BENTﬂNﬁ%’NéJN
A ,
- (991NANENaYDY
LHILTDNVDULYAM THADNLAR? o
"""""""""""""""" 1500°C UNNNNIZNUIDY
Bansnuseuiitnsumeny (CGHAZ) (HAZ) Tuwuziew

77;1/ 7: ASME : Pressure
Vessels and Piping
Conference, Paper No.

PVP 2020-21833, 2020

n)igagn (Peak temperature)

<

6.5 ﬂ‘i‘iNﬁﬁﬂ'NﬂﬂN"ﬁ"ﬁNﬁUﬂuLiﬁm (Heat treatments associated with welding)

M3 TenuuunaaNazae (Fusion welding) finnuieidasduniusiunuanuiauaus N

nduanuounilowdnluivedesmsldlanziinnisvasnazaie (Heating) wazau3oun

[
2

sugeantiedaIMliLUsnasvaza18udafni (Cooling) ZaNigazinanidunusanny Aandeg

¥
A Aa

auauliAnduednfiszuy msunmeasanasauiiandnadansmnuaaunmuas
AuautiRzasuuadanmuiidosnis Tasasnanis nsnnsnuanufouiiddguassniuly
vumadenitealimulutihgii fil

1. magulavzaunauiiion (Preheating in welding) 1ThAmMslianufeuunlanstuan
#oen1aiion (Base metal) Elﬁﬁqmmﬁﬁqﬁumnqmmﬁﬂﬂa Lﬁaﬁmqﬂﬁzmﬁiummﬁu
anwsnansalumadesfiga wulunsdimadenTansdariia madealansanumundadiu
madealanefiganasuiaisiaiu dudu uasfidsandanmadadm nmsuanin fiiaan
amnady wianuilfheadauauasanaduiitualddnge nmmigmsgulansnuaainsa
Mlgnnsmandemlnufia (Flame heating) éfauam‘tugﬂﬁ 6.60 () I lgdeuazazain
uAneeNUTissaRagamginnalvenwsminstunuilidaimsaanmmuuidaunn
i dwunuideuiidasnsanuiissnsnisg unmessuuideniigs Tenisnisliua
81AAN58Y (Induction heating) M9 LLﬁﬂdiugﬂﬁ 6.60 () ﬁ’mstwﬁﬁﬁmmmmuquqmmﬁ

Tepenunughmdgszuvsaalwilmwmiienin
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TavisAiuany

(n) ABmaldanadaudsimlnuis (v) AWMalianaFoumesnmaanuiou
gﬂﬁ 6.60 namﬁ%wngiu‘[am"?}"m’mfiauﬁ’mm%au (Preheating in welding)
77;11 7: Pipe —Tube heating system, 2013

maasuuaimalanginseasmslianusoudiegulansiviuneuden himah
Tilanzideunasnasmeldiiludaiedu imnsdumadenlansfifiganasumaisiaiu
wnzanufouiiguliieaduguegamgiidmiudelummanuazans uazanaieuildaa
Hugweimsszuneanydeuliniullegnaminawe sanmsvenasuuusunduradlans
FunudiEansadeanmaiansiagwesdunuldd (Distortion) nslianasauneudani
wannasnIsuuLinaivedlansiunuiidaimasdenudiiu salvuiumsguvizel
ANNEDUUTEN TN TaNYBIN T T UNA 8L (Interpass temperature) LiiDABINTLAY
samgilumadasmesuuadondaly fudumsifisdaanumainsovssmadendiaiu Tuifyiiu
Igfimaihdafvasmagulanstunudeudomniau Sunaiamaden i misanusnin
Gendnuunivdasufisi Wielfulalaniudeuuiagununewidon Tududnwaems
donuuulausa (Hybrid welding) (g

pomidmiumagulavsiununouimadonssinsonananuduiusyes o
ASUBUTANEN (Carbon equivalent) fuanunnuaslansduandudda fuansnnuduius
fifudadnTasanlugii 6.61 nande TavsfifigasusunauedluBnamniu gamgdl
dmumsgulansiunufegedu uasdwhueadeflansunudaianumnnniiu gamgi
dwFumaguiszBafivgunniu fauiumeralunslansinenfilansifin fusunaugednm
maenedazan fanfludg anuulsguiediaoudrnzuanldine Sadsgunudsanuieud
g dwsuanumniiiuGeunfidefidanuiinuinn dasmsanufeuiensgulvidndmn
vanufdesgemu aglsinumsfinsantgamaivasmsgulansiunuiazdeniugiv
nrmABasmalian innsudasifasaiaanaaul dliviiiu Taadeudeasfiansanidenty
nzanuardLSTY Ssenanudsthismadeududu 9 fe wu Bnaansseuiivloudi

(Heat input) 4822110983820 d 03 (Judy
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~ 330° %CE=0.80 _ 4 - :
O T o =p7o 1661 gamaTanmisgu
bl o e iy o g , o J
= 300 T T 1= sce=060 Tovsgunudeurimaiien
= 250° | %CE =050 ,
& L | (Preheating temperature)
= o - y
E 200° /F.d“fw__,:-—-:"; HCE=040 7, Wear Management—
= | _— o
@ ; | %CE = 0,30 Welding, 2015
C 150 ..a--"--:_
& |1 |_—4— %CE=025
& 100° f——t f’f .
s L— WCE = 0.20
o -"'"-F..‘-F
@ 5|]:- — I!/_,a-
1

20 40 &0 80 100
ANNPNVRI AT (NY.)

2. mal¥anudoulansdununaimsidon (Post-Weld Heat Treatment : PWHT) 1y
yIuMITzinlundimadenataauiiui wismelunafimnuals Tasmslianudeuss
Tunuidsamiiifuundeuteninansnuiou adasmslianuseulurimihfiysis
antipvawudesliaty Tnadeamerseananuduinndem elulasiaslansiiaan
manasausfiufresuiien Momgmnstisnassasmeveimadauiisanmadusai
% Taseaseiil@esdacaeslaiduszdou (Disorder structure) 39tAAAMNAUTY fatiy 1ile
Poundaanuansdauinldfesdrisrinliwlassasdsuamunisauduszdsu (Order structure)
wnduunaridenuduanas usnaniteazdinalirildanuudwenidnunsnuiou
anae Teduanuniswazanuuni waeduhemiauialalansuiasmeagludadonld
Wuadned duSunsdndenaulanzmanliainesamuiudniidasnisainlyldauly
amwuadewiiianuianiauiiguuss suiueesdefivzdosi PWHT iiel#anusouly
azaeaymazaualasifisuanilud (Cr,c, vile Cr,C, wia Cr,,C,) inlilandanfiazas
panNTIEEs BN UATEN (Passive film) THLTaunTauazduNuaeMINANTOULLLRGNWED]

< . . . 3 4:3' 2 o a;-:sa.%’ « o < . .
Ly (Pitting corrosion) Tdnnu FaGennssad SN “Msmazansvpulie (Solid solution heat

treatment)”

dwsuLdnanEnu3eu (HAZ) nasnmislianuseuazdinarlnlaseasiadilia aa
THun Tanahandmuladvdewulud Tanshanailssfuslgannsaugalunadiu (nadl
Tanufaugarielinannueatfuimmue) diavildmnifuesdanaiurinansnuiou

= A =}

INaNTANInALAaIa iU U ULLaN LA TanzraN TaBaNIZaNT ANINAAUANNLY

o v
G v =

(Hardness) 9HAdaiungnuaIdlsznauueaauiunmalianuiou na1ide szauweigunnil

anusauniloudnly (Heating temperature) tialdilouanu¥ou (Holding time) uazans
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ANNTIVBIN IR ANaIUDIgUNY N (Heating and Cooling rate) Faluma §iiadansanuy
\FawBeiadenaansnimuaneandeadeufiifi 1 mailldnnnaspudaimua ldua
WA3g1U ISO/TR 14745:2015 15041935511 ASME Section VIII Divition 1 (fuéiu auaumsls
annFoulanziuaundinisidey (PWHT) dmfulanzidevusazafioudazinsaazld
ﬂma\lﬁwﬁuﬁ’izwjnqmmﬁmm%’auﬁuL’Jmﬁlmﬂ@haﬁ’u uazRdduTunDY (Step) Titindu
wilaufuviteadeiu duandluslil 6.62 wasuanfmedvasmaaiealinnusoudien
maanaSouLasTunuInESouuuLu e Tavete Tugﬂﬁ 6.63 (N) WAz (V) MNIAL

A
-2
—_ @ J o o &
s E = . 750~770 3U1 6.62 MausunpY
bt = @ > o ,
= 2 g~ S PamslianNdauLn
XS] e N (2 AN
= 6001 ‘= i o= % I v .
g | = , = % AVUNUNNINMT
e (2 o 22 4
@z, 400 & §, = %, veu (PWHT)
= {1 & e SN :
- 7x1 : Welding

& 200 {— b v PWHT > o

200 (300 Max. = frabrication world, 2014

04

L300 (BN

(n) ABMalaznauwiasNInaInANNToU (2) ANNFOUNANINVAINANNIDUY

] = o ) v Y o Y
311 6.63 MatsReNLazNIlEANNTAULATaVNETUNUNGINMILTaN (PWHT)

713171 - Steel Heat Treatment Services - Post Weld Heat Treatment. 2017

maasuwdadunlanginenaudanwasnsri PWHT iumniwdsnuansou
IWlfideusufeulanatugamalulonsfidon Muanosnursisadmanszeins
\FonTanzaaafinszning Alloy 617 fiu Alloy 12 Cr ¥89 Umer Masood Chaudry et al. (2020)
o BeuieuTanasunaunaendanarih PWHT suaasluzlil 6.64 wuhaasaamsliany
Souunlanziunundimadavsniamalasuwalanaaidonmumeludanunin 1ad
WEawuidon (Weld metal) wazi3ansEnusenu (HAZ) Fenamsasuulasiansnans
antifvasdunuiden Tasmmeaniannaduanuuds fmesnunanisedalseudey

F2AUAIANNLTINLAANT U AU LU AIINNRIUIVIUNT IR AN NFDUNUANAIIN YT
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WdaNUNRA (As welded) mumiﬁju%ymm (Preheated weld) Mumslianuioundanmsiioy
(PWHT weld) uazsinun1sliainadounauuazndanisiiion (Preheated + PWHT weld) 19
wananalun gL 6.65 Tefigailviiuimslfanufeunnundimeuanmaidon e
Hugnesgamgianufeuliony liinsirouniandimadenfasianadfuuuadon T
Wulgdaindeananuudadfiriiunielngidssiulansndn wazazinndadudauiums
dasiuamansarhnsldanuseuldnineuwammdimadew sdlsfmumslianadoudunu
nimadenfidesssinefasaassauanusouiild uassssziaasmslianudou innsnigas
finasamadsuuadanahamely wu lFanuseugaiulivieligunnudunduly §
sufemaasuuaswasTasadannaudiuly e lfRadudadasdu 1 anamn ldud azda

J o v pﬂl % -y 4 o o
71U 6.64 snatnaimaudsunadlassainaveslanzguaundannaninnam PWHT
717 : MDPI- Materials Vol. 13(20), 4512, 2020

450 T T 2 o
] . 70N 6.65 MI9E9aM3
- i = '
i wamn = As Welded Wasuuwlaamany
. == Preheated Weld = PR
=~ 3507 . ! WIUIVBLTRNN
= ] ! 4 PWHT Weld
I " T as
= 300 : @1 PreheatedtPWHT Weld | FTHNTINIDNNATIY
h 1 o ' [y
2 2501 : | foumnenu
I I
é 500 1 Fz ) | Base metal 71837 - ASM International
-& } ' ~IMEPEG, 29:8271-
1
1504 ! ] 8285, 2020
100 - - -
0 5 10 15 20

SHEHNYDIAIUNUINTIALUULUITDN (W)
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msnaxfaunsuingenurinldiadluinsunlndinasaaniiin1anayewuLdiay viatiams
WW3YBIBRNEN (Diffusion) NiUsTemiindounldagludumisnilafa)szasd udu

6.6 Tﬁ‘lﬂﬁ"nm»ﬂmiﬂ&mmLtﬁﬁﬂﬂﬂqs\l (Welding metallurgy of shielding gases)
maluladimsidenuuuvasuasmefuufiaUnagy (Shielding gas) tHudaidasldsudy
inzanuSaunmadeniliiAemavaenrmnniuivdesliinansiud lusmninms
wWasuamuzyelanzidanazldnansznuanufiana 1 luussenmeasey 1 veraenazaie Ha
uigmeueniasdnlumudiinhlanslutievesuazaslding dinadogaunmuasuuidonly
\deau Tedaaldufimninaantlesiuly TasufailfeziuuaiinwinfiGeniui ufiados
(Inert gas) ﬂ%qﬁulﬁﬁnwaﬁwuwLLﬁ"ﬁﬂﬂﬂquﬁmﬁmLaﬂﬁmLﬁﬁ (Active gas) UazuAaNNENLD
muautinaalanaluwnden fudamaiasinansnudauuideniléndimaiy
i Tasasldndndudaifealfnuiuluudasngu Agaduranssnulunlanginenvasnu
L?iamﬂuﬁ"nﬁ'ag %ﬂéﬂdﬁa%’ayamm Robert W. Messler, Jr. (2004) il
1. nguufiadesnagy (Inert shielding gas) ignlinude uiadidew (He) uazuia
215n8u (Ar) lagddenaransnldieniiwazi@deasninuinni ﬁﬁwﬁﬁé’mjml,l,ﬁ”ﬁﬂﬁjuffm
Unilastevasnazmelaliuiaainmeusnidisiug Wi eandau (0,) wislalasau (H,) &
Pinaufadnagulaisniisaneufianisusnansansquiudluldeildifiagngu
(Porosity) ﬁmﬁmﬁaasiwgw?uﬁ Lﬁﬂﬁ]ﬁﬂﬂﬁﬁ}auﬁﬂiugﬂﬁ 6.66 (N) Funnnuiaeandiauly
umfulansmdnidaduminesnladudoaiiv (Fe,0, ¥3a Fe,0,) Teflaut@dvastzney
filaaansanuiduaaniadeld Ussnutuamutudelduanuseuiadunssermeiy
daifusinzgandnasningmeueniadaiugnpuivinaiuuiden dmiuanudams
vosuundomiaudalalasnudhamufalnaguininldfasihliundomiamunniald
sasegensuansnnnufalalasaulugui 6.66 (1) Snnumswaniuuuiivdomnsy
vy (Coarse zone) tipsnnesnanvnsuialalanaufiinlunawegesunslnudiufiuiiom
yauunau anarhuldunniufassniuldfnniuwazannduGes audaduusedunmely
fiiadenlimunsanuldfezAnmauan’iu AGeniud Hydrogen cracking #3aa1938n9
Cold crack TanalnmaunsiuvesuiialalanauiGenit Hydrogen embrittlement fauanslugi)
7l 6.66 () pgalsimuanusuanennuialalanauiamsaudlold Fredsnmsliensiou
waansLaen (PWHT) Baanafauazliiiinusssuldtuuialalasmuwazanzifandufidiean
wnBamisafveuiniu ldudalalanauneluwnsdusennldisuasnualunisen
waumdeagriludinadfliinanefezadausduliidamunninild swaumadeudieain

W@eanlnihiaundndesiilomaiaufialalanauluwuadengs Wssnnuialalasauzinuniy



fars3nalumsibou | 449

ANNTurEINENdIvinee Asu Jedsaiimsihmadienlisulaansauiveviauialalasou
Tinual (Dudsmesasieilesiuuialalasaudninazanegluiinlansizon

(n) MaAagngUANLideanZiau (1) mauanimanuialalasau
7"7&/7 :ARC HELMENTS, 2020 77;1/7 : Miller, Hydrogen in welding, 2013

() Srananalnmaunstueesuialalasauluwuaion
775(/7 : Industrial Metallurgists. Hydrogen embrittlement of steel, 2020
517 6.66 wansenurpauigeanaunazuidlalasauniiniulunmside

2. ngwuiauanafiniinagu (Active shielding gas) filealdiude ufaesuaulasanlsd
(CO, sgnufeuaznanuiansvaulasenladivufiaios Tagfinasguresuialnagy EN-
150 14175 matdenldusaiinuialunmsdesimmzdaanisBnaanuiousinuiani
Uiisenfuanufeuunmeidiuanuionanminiinlfianimaenasldietu tenasud
gamgiigaiy WeuldGiu uasdnalavemnlfinnliu Hremauamaiiafamansuiauen
finnaneafianaedadiumuanuunzanldnu lumdansinenaudenuiawsafinazrili
Tanzwanvazme®itu Tefvzdinarnlfudnunsnutou (HAZ) Sunafidnes sullunadae
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Thermal efficiency — 1/5¢8n5nngaaNy
SOUYRLIUMTLT DN
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fiafl 4. NWUFATANNTNINGINUDNIN (Arc energy) WipNaSLNBTIANNNNLYDIRITIIY
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§iafl 5. 9a8BLBANENTUSYRIRANINIRALNTY (Grain direction) NUNANNYBINTIZUY
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Wasidudn338919 (% Dilution) ¥0edruNaNMaLATypLlDLTBN

Base metal

- . ~ -~ X -~ -
W =anunia (Width) Afm = v3nnuiialanzadndy (Filler metal area)

- - 1 -
R =AM (Reinforcement)  Abm =1/310utiialanznan (Base metal area)
P = wuTuan (Penetration)

U 4 a ' v o %
finfl 10. 23B118ANNUANAYEI TASIEEI9aMALLL Heterogeneous NUTATIEE1IgaMALLL
Homogeneous taggadamagifinmualidaansil

(n) Tassasegamauuy Heterogeneous (v Tasas¥aganiauLy Homogeneous

77;(17 : TECS — Uniform microstructure of weld metal. 2012

] o vo & N : o o a & &
wan 11. ﬁ]”lﬂgﬂﬂﬂ’]ﬁuﬂiwﬂ’]ﬂﬂﬂ\‘m waduenalnrasnmsunstueauialalasuninaduluile

WianuwaLinla

aﬂl
T o
O
2"
& -
FE]
2 [+]
[ ]
=]

mwanannalnmsunwstvueualalasuluwuidan

77&/7 : Industrial Metallurgists. Hydrogen embrittlement of steel, 2020



farsnalumsibou | 457

J a as U e v o v %4 as
fiafl 12. 20B11e35Msilasiunisuaniivaeulisvivestanaanarasfeisminiuan
ANNTIBINSABN (Welding speed) TagdnsBenngilineansil

NENINTHTDN LIPURUUDIA
—

FDEHLANYLUAIA

ANNLATEA
NN

Mushy zone

(n) davieananududiongs WAL

LRI UEUTIR

L AaNNLAsEa
| N5ERN8e

Mushy zone

(1) UONADNANNINTONAT  URFIVUZUTIF

sunatlaaiumaunn3nuaEuiedfsisn1sAILANANNITIVBIILIUN TN
77;1/7 :Journal of Materials & Design, Vol. 183 (5), 108104, 2019

- a ' D2 w A [ "% N A § ¥ A
ﬁﬂ'ﬂ 13. ﬁlx‘lﬂﬁ‘u’lﬁlﬂ')’lNLLﬂﬂW]ﬂuﬁN‘UWHENLLﬂﬁLQﬂEIﬂULLﬂﬁLLﬂﬂﬂWﬂNﬁﬂﬂ’]iL%ﬂN Tﬂﬁlﬁ]’l\‘lﬂ\i

nngUinanilumsasine

(n) wundenldufsesnagu (An  (v) wdealfuiaueaiinlnagu (CO,)
77’.1/ 7: EWM- We are welding. MIG/MAG Welding processes. 2018



458 | farsnalumsibou

v A o ' = o a A a £ 4
finfl 14. inguiaadunmauaastenalnsasmauaninlumadansAineniifadulunmsdion
lanzmdnndl3atinngneaaauiufn (Austenitic stainless steel) 33aB1n8nalnmaAan i
w10l

1mm

UpnaaNazag

(n) na"l,ﬂmimuménamamam £aNe (1) nalnmauan3usstiavasNazmg

LLUINTIHAN o ' =
:J;‘IJGI’] LAUILAESNANWYBINTUANY S

uissvnstanasvararslunisiew
Tavzmdnna l5alinnguusseadinu
UAn

71 : AWS — Welding Journal, Welding
research. Doi.org/10.29391/2018.97.026,
2018

o=
- s

| 5 S

RN

Y

(ﬁ) LLUIYRN ﬂ’liLL@]ﬂi’]’J‘ﬂm“’LW’JL%QN SINIGle!



farsnalumsibou | 459

UTIUYATNLNA 6

Alber Sadek. Dissimilar Materials Weldability Concepts. EWI-Technology lead —Materials
Engineering. 15 December 2015.

American Petroleum Institute. Welding Inspection and Metallurgy. 1 Edition, Copyright

American Petroleum Institute. Washington, D.C. 2004.

American Welding Society (AWS). A WS Resources for Engineering Welding Know — how
for Engineering. Welding Metallurgy, Published by AWS, 2008.

American Welding Society (AWS), Fundamentals Welding Metallurgy Vol 1 (AWS WM1),
Published by AWS, 1994.

American Welding Society (AWS). Publications Catalog : Standards, reference books. online
education, and more — AWS D1.1/D1 Structural Welding Code Steel. An American
National Standard, 2017.

American Welding Society (AWS). Welding Journal. Vol. 86 No. 2, Published by AWS.
2007.

American Welding Society (AWS). Welding Metallurgy : Carbon and Alloy Steels .V ol.1 and
Vol.2, Published by AWS, 1965.

American Welding Society (AWS) D18.2. Guide to Weld Discoloration Levels on Inside of
Austenitic Stainless Steel Tube. Published by AWS, 2009.

ASME. Secction IX-Welding, Brazing, and Fusing Qualifications. An International Code,
Edition, July 1,2019.

ASM International. Handbook : Hardfacing, Weld Cladding and Dissimilar Metal Joining.
Vol. 6, 1993.

ASM International. Handbook - Corrosion Materials. Vol. 13B, Published by ASM, 2005.

B.J. Moniz and R. T. Miller. Welding Skills. 34 Edition, American Technical Publishers, Inc.
United States, 2004.

Baldev Raj, V. Shankar and A.K. Bhaduri. Welding Technology for Engineers. 2" Edition,
Published by N.K. Mehra for Narosa House Pvt. Ltd., Delhi, India, 2008.

BS EN 1011-1 (E). Welding—Recommendations for Welding of Metallic Materials— Part [ :
Genernal Guidance for Arc Welding. English Version, 2009.

Chamara Kumara. Microstructure Modelling of Additive Manufacturing of Alloy 718.
Licentiate Thesis Production technology No. 3, 2018.



460 | farsnalumsibou

Chandan Pandey, Manas Mohan Mahaptra, Pradeep Kumar and Nitin Saini. Some Studies on
PY1 Steel and their Weldments. Journal of Alloy and Compounds. Vol. 743, pp. 332—
364, 2018.

C. Okechukwu et al., Review on Hardfacing as Method of Imroving the Service Life of

Critical Component Subjected to Wear in Service. Nigerian Journal of Technology, Vol.
36 No. 4. 1095-1103, 2017.

D.K. Bhattacharya. Microstructure of Welding Joints. National Metallurgical Laboratory,
Jamshedpur. 2009.

Donald R. Askeland, Pradeep P. Fulay and Wendelin J. Wright. The Science and Engineering
of Materials. 6" Edition, Cengage Learning Inc. Stamford USA, 2011.

Ghusoon Ridha Mohammed, Mahadzir Ishak, Syarifah N. Aqida and Hassan A. Abdulhadi.
Effects of Heat Input on Microstructure, Corrosion and Mechanical Characteristics of
Welded Austenitic and Duplex stainless Steels A. Review. Article in Metals —Metallurgy
Journal. (7), 39, 2017.

G. Agarwal, A. Kumar, I.M. Richardson and M.J.M. Hermans. Evaluation of Solidification

Cracking Susceptibility during L aser Welding in Advanced High Strength Automative
Steels. Journal of Materials and Design. Vol.183, 108104, 2019.
G.M. Karthik, P. Mastanaiah, G.D. Janaki Ram and Ravi Sankar Kottada. Friction Buttering :

A New Technique for Dissimilar Welding. Journal of Metallurgical and Trasactions B,
Vol. 48B, 2017.
H. Granjon. Fundamentals of Welding Metallurgy. Woodhead Publishing, 1* Edition, 1991.

Her-Yuen Huang. Effects of Shielding Gas Composition and Activating Flux on GTAW
Weldments. Journal of Materilas and Design, Vol. 30(7) pp. 2404-2409, 20096.

ISO/TR 18491. Welding and Allied processes—Guidelines for Measurement of Welding

Energies. Published 05, 2015.
Jan Pawel Pilarczyk. Welding Metallurgy. Polish Welding Institute, Poland, 2004.

Janette Brezinova et al. Influence of the Hardfacing Welds Structure on Their Wear

Resistance. Journal of MDPI- Metal, (6), 36, 2016.

Jinliang Zhang, Bo Song, Qingsong Wei, Dave Bourell and Yusheng Shi. A Review of
Selective Laser Melting of Aluminum Alloys . Processing, Microstructure, Property and
Developing Trends. Journal of Materials Science & Technology. Vol.35, Issue 2, pp.
270-284.2019.




farsnalumsibou | 461

John C. Lippold and Damian J. Kotecki. Welding Metallurgy and Weldability of Stainless
Steels. Published by John Wiley & Sons, Inc. Hoboken, New Jersey United States, 2005.

John N. Dupont, John C. Lippold and Samuel D. Kiser. Welding Metallurgy and Weldability
of Nickel-Base Alloys. Published by John Wiley & Sons, Inc., New Jersey, United
States, 2009.

John Norrish. Advanced Welding Processes: Technologies and process control. 2™ Edition,

Woodhead publishing limlited, Cambridge, England, 2006.

Junbo Lin, Changlun Chen, Min Zhang and Shunquan Wang. 7he Effects of Heat Treatment

on Microstructure and Mechanical Properties of Tribaloy 400 Coatings Deposited by
Laser Cladding. ASM International, IMEPEG 27:6339-6348, 2018.

Kenneth Easterling. Introduction to the Physical Metallurgy of Welding. 2" Edition, Elsevier
Science, 2013.

KOBELCO. Welding Handbook : Welding consumables and Processes. Kobe Steel, Ltd.
Welding Company. 2017.

Larry Jeffus and Lawrence Bower. Welding . Skill, Processes and Practices for Entry—Level
Welders. 1" Edition. Delmar Cengage Learning. Cliftan Park, New York, UAS 2010.

Materials & Tests Unit. Field Welding Procedures. 4™ Edition, NCDOT Steel section
Publishing, 2011.

Moniz B.J. and Miller R.J. Welding Skills. 3" Edition. American Technical Publisher, Inc.,
USA, 2004.

Olga Gil. Welding Engineering. Revised Edition, Published by Research Word, New York,
United States, 2016.

P. YU, K.L. Thompson, J. McCarthy and S. Kou. Microstructure Evolution and Solidification

Cracking in Austenitic Stainless Steel Welds. AWS Welding Research, November, 2018.

Regis Blondeau. Metallurgy and Mechanics of Welding : Process and Industrial Applications.
Published by John Wiley & Sons. Inc., New Jersey, United States, 2008.

Robert W. Messler, Jr. Principles of Welding : Processes, Physics, Chemistry, and
Metallurgy. Wiley—Vch Verlag GmbH&Co. KGaA, Troy, New York, United States,
2004.

Sindo Kou. Welding Metallurgy. 2" Edition, Published by John Wiley & Sons. Inc., New
Jersey, United States, 2003.




462 | farsnalumsibou

Sindo Kou. Predicting Susceptibility to Solidification Cracking and Liquation Cracking By
CALPHAD. Journal of MDPI-Metals. 11 September, 2021.

Umer Masood Chaudry, Hafiz Wagar Ahmad, Muhammad Rehan Tariq, Ameeq Farooq,
Muhammad Kashif Khan, Farooq Sher, Hassan Zeb and Kotiba Hamad. Effect of Post
Weld Treatment on the Microstructure and Electrochemical Characteristics of Dissimilar

Materials Welded by Butter Method. Journal of MDPI-Materials. Vol. 13, 5412, 2020.

Unitor. Welding Handbook for Maritime Welders —Welding and related processes for repair

and maintenance onboard, 11" Edition, Wilhelmsen Ships Service. 2005.
V.M. Radhakrishnan. Welding Technology & Design. 2" Edition, New Age International
Publishers, Chennai, India, 2005.

Wichan Chuaiphan and Loeshpahn Srijaroenpramong. Effect of Filler Alloy on

Microstructure, Mechanical and Corrosion Behaviour of Dissimilar Welding between

AIST 201 Stainless Steel and Low Carbon Steel Sheets Produced by a Gas Tungsten Arc
Welding. Journal of Advance Materials Research, Vol. 851(808-816), 2012.

Wichan Chuaiphan and Loeshpahn Srijaroenpramong. Optimization of Gas Tungsten Arc
Welding Parameters for the Dissimilar Welding between AISI 304 and AISI 201
Stainless steels. Journal of Defence Techonlogy, 15, 170-175, 2019.

Wichan Chuaiphan and Loeshpahn Srijaroenpramong. 7he Behaviour of Nitrogen on the
Welding Parameters of the Dissimilar Weld Joints between AISI 304 and AISI 316L
Austenitic Stainless Steels Produced by Gas Tungsten Arc Welding. Journal of Applied
Mechanics and Materials, AMM. 248.365, 2012.

Wichan Chuaiphan. Metallurgical Investigation of Dissimilar Welding between ALSI 304
Stainless Steel and Some Other Steels. Thesis Ph.D. 2011.

Wichan Chuaiphan and Loeshpahn Srijaroenpramong. Microstructure, Mechnical Properties

and Pitting Corrosion of TIG weld Joints Alternative Low—Cost Austenite Stainless Steel

Grade 216. Journal of Advanced Joining Processes. Vol. 2, 2020.



