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Welding Defects & Prevention

77 : Bancroft Engneerinh—Welding Problems, 2013
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“Defects” vneda Founnies videeadend “dmil” fdatuludunuiide
“Prevention waneds nstlostulailfiiadeunnsestuluiunuden lunuy
Jmnssumadenseseduiifudifiianiugiu dmnsnudsutetadousdeaiinnug
HhuiuguianalnssmaiedaunnisanaziinsnatlasiuamafiineliiAadaunwiaadu 3a
TgmenenanihanideuGsuGeluuni Hedafuidhdadenifamguaznalnmainues
Faunwias azldtlasunasanlomansifadounniaaldifiuaenad Tudumathmnendnues
madon mnzielififounniessilinudenivsdnsangs freanduneunisuily
Faunwies Treandununsndniuay wasiivlszandamesinatsnasnudenldgs
aenlsfimn Wuinmuiudinsaiuguuieilesiulilviidadounniaala 1 Tu
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Aohananiifurifinnziusanuassiiavasdonansasinlunudeaiufinnauenala
sansnauauvieilasiulilyiiAaldnmuniues snauimaseissnauianigeasn
(American Society of Mechanical Engineering : ASME) "Lﬁﬁwmié’amiwﬁﬁayaﬁum@ﬁﬁﬂﬁ
\Andiaunniaadl fail wuih 45% snanmadFussaaasmaidenlaimangay 31% snanany
Aananawegifiaan 10% mnanmadenldmaiaisnislaigndas 9% snnmadanliain
donlaimanzay was 5% innnmassesesramaiewlifne Jnafuldhammeuesmaia
fiounnsastiuaninsoauauldnimuntiueginnzaanso fiialdaxdeaamysaluuvioll
ilamanszsenmilfisulasuainausnsdanuiuazanuinlai uiia Ussian dnsas
sluuy su1a 3T anwduane nalnnistia diwmiinisie wazlenigusinisia ves
Faunwiearna 1 uaswianduinauaniuglliuidng imadia ensis iiamstlasiunmaia
fiaunwiaasing 1 e duwnmaradimnsnuien ey viieyanaiiaulahllfidieata
wdaaiifiannm lassznaniluneszbend 1 saadaunniasiddyuazinauls
faunwinannnaidion (Weld defects) iiunafifialiundsnnilansinauiumadey
wniFeusasud Tasdnlnagnuihdeunnsasfiiaduiniudneasgluurssanulideiios
(Discontinuities) v0atHalansfidanfunsgadesnsafigndaaly (Changes of geometry)
Founwioanaril 1§un s9eunn31 (Cracks) Twsse1n e (Cavities) ansvaniutfalu (Inclusion)
N1INABNATABLAN1ITNAN [N aNyTal (Incomplete fusion and penetration) JUn33Ra U4
Qﬂéfad (Incorrect shape) LLaz‘lgljallﬂW‘imﬁu °] (Miscellaneous discontinuities) (Dudu %Qtﬂu‘ﬁ

U AW ' & vaoooA 2 . . ' o A
nunuaNdeunnsaswvutiialanglifaiiinirpsnuizom (Discontinuities) znaliinany
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@emeann Gainsiduldnnmeuenuasiinusgmelu Sadaaiimannaaeuuuaionlas
wneiiinaunelufieniuin managauuuulairiiats (Non Destructive Testing : NDT)
dugUnnrssuuianmunagnnmeusnuazamiannaLazgnndisaiasiaia
(Welding gauge) lumadenssuuazinaluladnisiden nsfiugoanisdenilsdefounnsa
tuezennviadidunumandaiige Telimsmmuanasiinasgunseesiuiounwiaiils
% (Standard acceptance criteria) %aﬁﬁamm@mmmmjuﬁﬁgaLsﬁm ASME Sec.VIII DIV.I
#38 AWS D1.1/D1.1IM uaz va9uszinangnelsyd (EN ISO 5817) %38 EN ISO 10042 d11351
madowTanzagiiiiisn wia APISTD 1104 madaurianiouasgiuassdszimnalng du
nasumIaTsaueedeulasundngUnsradieiSunylirians sen. 1561-51 fa uew.
1565-51 {Jusiu Faasldnanianasivasmsensuiounnsesiisaslitldviolfiasuuaday
TuuniEeuil Tagaznaneugllfusiiauasmstlasiufpunniasaiina 1

Founwsasfiintuiumudeniisunguasisnvssmaiafivennansifads vannas
sUuuy wasnannrasaiia JaldRmsAnwnazunndeunnsasluguuusig  eandungy
wwuiwiseanliiu 2 ngamdn fe nguuesiBunwinsmeuen (External defects) Janangdia
fiaunwiasfianansnifiuldnnmeusn vidauuaTGeni feuansesiaile uas Bnnguie ngu
wpadpunnIaan ety (Internal defects) ?}mmﬂﬁq%’amw%m‘ﬁLﬁﬂ?iyuagimﬂ‘lmﬁafam%auﬁ
Tisansnseadiuldnnmeuen Tasluudasnguasdisfavdeguuurasdiounwiasfinannas
wn danaaaiufeaessmantinguasiaunniasluana 8.1

4 e : <
MTNN 8.1 m’nmmqumamwamwammﬂuammzmﬂiuﬂmLmeIan
7 : Welding defect-Definition, Type, Causes & Remedies , 2019

TauNNIBINinageuan (External defects)

dounwanafisinegnielu (Internal defects)

o LLﬂﬂﬁ\‘lﬂm\‘iﬂﬂﬂaBN (Crater crack)

o dzifindion (Spatters)

® 598NAWKIN (Undercut)

e saeidaNng (Overlap)

o winiianiiag (Distortion)

o wiNTNANNINLAY (Excessive penetration)

® 598ueNYY (Lamination)

o Twseenmemaly (Internal porosity)

o spguanmely (Internal cracks)

e auanilslu (Slag inclusion)

o m3viaawlaidnysel (Incomplete fusion)

(] iﬂﬁl%uﬁﬂlﬂﬁuyiiﬁ (Incomplete penetration)
o uiailalu (Gas inclusion)

o sagdnmely (Internal lamella tearing)

8.1 sp8UANNIBNEEN (Weld cracking)

dounwsasvesunidaniiiudanvuzyainisuaninialdindudsunnsasniewsnga

wazin i mnaminmseansulunn 1 masgiunsnsedsy lagsesuaniesinauuunlsng
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vuuimnsaneaiiulddanuiemen wisaedaddiaiafioiivmdmenslunsusadiv
wazuuufiiansuaninegmelufilisunsassadiuld Jensassnuuaansnialdngy
munisauEon nansnUSeu waztdnawelansndn wazfmuiinesnuuusesfe
ANNUILN AL L DAL NIEYBINITUANTIIAINY ﬁmmﬁugﬂ“?‘i 8.1 (N) wae (1) Aedae
Tanafiaziinafinueises’n wazduntwessesuan3nuesseaden lasuusaduiiume
g{aqﬂﬁmmm%ﬂlﬁ Mfusesiionuuusesy (Butt weld) Lmziam%amimgu (Fillet weld)
audeu seauaniniiatulunudenansaneduldluasdunumddoudinGendui
MIuanusSeu (Hot crack) ﬁﬁﬂﬁwLﬁﬂﬁixé’uqamQfﬂ,ﬂﬁazLﬁ%ﬂéJuﬂwﬁttﬁaﬁamaaﬂaﬂaf»_m
azane warwennnidiaansninduldluanefiuudendusanysalluud fidnesfinly
waamadaunuadaluugr visohluldnuudrdunmewane Tursessvansiiiou ivncen
MILANFHIN Msuanvafiu nisuanuuutiu (Cold crack) Taludnwaryanisuanyana
aaaﬂtjuﬁ mmimmﬂEiaaaanLﬂugmmmaﬁaﬂLmn%ﬂé’é’nﬂmﬂﬁmaﬁﬁﬁmmmﬂgﬂu;uu
mafatazmuiisImsiiasesuand dwzldnanaduneandealuidaste 1 1

1) Mauan3ndaietionasy (Crater crack)

2) miLmﬂ%"l’nl’)NLLu’JL%ﬂN (Transverse weld crack)

3) MSLANS1IYMIULUI HAZ (Transverse HAZ crack)

4) N3 Lmn%nmmmﬁ}au (Longitudinal crack)

5) MsuAn¥1NYMEuDI HAZ (Cold HAZ crack)

6) MIwan31Nlavasnazane (Lack of fusion crack)
7) M3waNF1ILUITNEN (Root crack)

8) MIuAN INYELLUILTDN (Edge crack)
(n) AMUWUIVDINTUANTNVULLITONFADYY (Butt weld)
741 - Welding in the world. Vol, 63:1715-1732, 2019

1) miLWlﬂ%TJ‘B’JNLLu’JL%BN (Transverse weld crack)
2) ﬂ’liLLGlﬂ%’]’Jﬁﬂﬂa’NﬁEmﬁaN (Crater crack)

3) ﬂTiLLG]ﬂ%TJGnNLLuJL%aN (Longitudinal crack)

4) ﬂ’l’iLLGlﬂ%Tﬂuuu’JL%ﬂN (Fusion line crack)
5)NuAN31ILUIBNEN (Root crack)

6) NMauan3NTiFULLIEDY (Toe crack)

7) Msuan¥ il HAZ (HAZ crack)

(¥) AMUMHIYDINTUANTIVULILTBNSABYY (Fillet weld)

77;1/7 : Welding imperfections, 2011

J o T v d' a dg’ 4 v 1
U 8.1 shuntisuazgtuuveinisuaninniiasuluwulionae suuasaoyw
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1. soeuaninaetionany (Crater crack) vapUeasa3endi sesuanianaatiovany
avany @hﬂm@miwziﬁaﬂLmﬂﬁmﬁﬂ?iyuﬁﬂawaauazmmaaﬂmﬂmaﬁy‘uqﬂu,mnﬁ}am Taeae
Lﬁﬂﬁuﬁﬁm@uﬁﬂmmmmmaauLﬁawglﬂﬂ'ﬁﬂ'l%ﬂﬂ%aﬂqﬂﬂ'mﬁuLﬁa‘[amv?iauﬁuﬁ lwinve
waanwesaeuuadeniiBnanislavanasumaiaduinlindisme Woamadu
Fnsnatnaesdusmninnhiduasey 1 venesw TainanansSudedivBnanilans
nneseMaaweLiian 1S uanduiBmnaivesiuly ildiansaailansuauie
(Husesgud (Shrink) finenans nEanfuinenuduIuTeUN Ao naDY Wumglvia
saguantiuglad1en19n17 (Star crack) N3 WUUAY 9 ULUUAIE (Network crack) 7i
Aanansesievasvarmefimeveauuaidon Snsazrasesuaniezusesuanuunnu 1
wiulidnann wasdnegludsianussmsuanuuuiou fauaadnsasrsesuanialugii
8.2 mauanuuuiduuliafezietuldhesunsdenlansdszanfid duszansnng
PHAIGI LIU tndnna aliunguesdinuu@n Tﬁﬂg'ﬂLmunmmnﬁmﬂmmuLﬂmﬁmmsa
wpadiulddmen viaausadenldnisnsideudieds VT

Crater crack \

J U dl v ﬂ‘
3‘1J°n 8.2 IguaniINUavasNazaI8lasuwuIday (Crater crack)
77.;(/7 s Shutterstock : Crater Crack Star Weld Joining, 2010

nalnN13uan3 183 Crater crack wipdtaneilumslansdnewuisinendumsuanin
fiinduauveunIy (Intergranular cracking) Judulumanamnasadidedonlans Inconel
602 CA festiuidianiawes faudAInan1mMAared Miha Kenda et al. (2021) Tugifl 8.3
(N) %oz (V) ‘ﬁuam"lﬁl,‘ﬁuﬁaﬁmﬁﬁmazgﬂmemmmm WAZYEHNINTD AN LA LTAUD
Snwaiznalnyeaeuaniitinluanusaeurensy uennnilumdseieaUneiiudu
Andngnqu (Porosity) i llumduddulitiamauandiuuy Crater I§demnndsdu s Sadiy
wmaigasfinsanlumadenlfufimnaguaasdentiviuliminzauuasdilsansnwie
angnguneIMAMenanazldandanmuaniniiauutisnaeuasaeld

iafinsanannalnmaiaesnisuaninissnuhaungndnifiennnafiilalans

wasNtadluAN AN IFIN N eawe TaNnaztiadununsdanlanzuuulu@Nalniow
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(Autogenous welding) visam3iTanlanzuiug viamsiiianyw (Fillet welding) (Hudiu twaz
PIUMITBMUANAILANLBVIABNAzA AU MBUUILTBNADUTNEN N (HBIGIENAAIN
Soudzanlutanaonarmgunnaannsizen

(n) T08UANLBNADN (Crater crack) (v) 2en8708UANI1IAIE SEM

P ) '
E"IJT] 8.3 nalnnmsuan3nmuzevinsureIssuanlaetenasnazas (Crater crack)
7 s Journal of Engineering failure Analysis, 128:105579, 2021

(B8]
2

FEmstlesiumaiemsuaninitnaeslaelevasuazans nsdifildunadenuuy
Winmaden swnsaudlaldiedmemaauuinaindell-unaduisnaanazarslFnniu
ieflastinilaTansluaawedidasgudag uasriliienasuyu gadu dmiunadaasmaiaw
Tanefifianunuuaziiseannn ewnsalastumasaninuuuillalasnmsasausiulanzsesy
LeuiUaneveuuation 138091 Runoff tabs éi'mﬁmiugﬂﬁ 8.4 (N) oz (V) 81999AN
Stavros Kairis (2012) Lﬁaiifﬂuﬁaﬁm%'uqﬂﬁyuqmmm'ﬁiauﬁagiuanmﬁalﬂmmmm%auﬁ
#oen13 ABmsidehTdsandamgannlunitlesfuvienindafeunniadudnvusil
Tagtamzmadenaulasaulanswionafifauialng 1 uenanniflinafianisdeud
sansaliflastumaiiasesuaninuuuilddngs Tasandismsamuautihiamado i

o manaszezaninliliafutenasuarmeiiiafiaiuganmaden neszeza1indae
TisanuNaBdianABNAEMEAl uazaAMIELTanaAfITiTuLT aausaduRauilalans o
eanizevialemauainsivzinnsuan$uuy Crater crack Iéiluased

° miﬂzfmgmmﬁaﬁiauLﬁ'aammﬂﬂamaumﬂu,azl,‘ﬁummgummﬁﬂammaumm
sauanslugii 8.5 (n) LﬂmgmmﬁaL“i‘iauﬁﬁwmilﬁauﬂﬂammmsﬁiaﬁiqLﬂumﬂﬁmwué’u
(Push technique) LwiLﬁa%zz‘f;qu'%aﬂmﬂmmu,mLgﬁaﬂﬁﬁwmiﬂ%fuymmﬁaﬁ}m\l Wunaila
wWUVAY (Pull technique) M3t () WarmIUSuanuunaesisnesnazaeliianes sredlasiu
MIAAMILANSILLY Crater L6

e (nafian1sdensuinrasmaiioniitinizan mzfaiadendnninezdinans

BunanihlansNieananansudaniveilsnasnazais
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laneguany 22"

Tavistug ll ™S o
Runoff ta . -0
\ _rgaimst

~Taneauay

(n) M36319 Runoff tab Tavizusiuung  (¥) M363713 Runoff tab Tavizuriumin
7401 : Aluminum alloys MIG Welding, 2012 7k : AWS Syracuse section, 2012

A as o v d‘ v v v
511 8.4 Wwilasnunisuaninndaneteviaay (Crater crack) @98N1363°19 Runoff tabs

10°
o

Ny

AN DY _ NENNMS DY

— >

(n) yumiBNYMNILTEN (v) Ysuyninionvaidugaiesition

P N ) o A A o A
3'1]7] 8.5 mﬂuﬂﬂ’]iﬂ‘iﬂﬂglﬁl@fmﬂL‘HE]NLWE]ﬁG]ﬂ’]iLLG]ﬂ‘J”I’JT]‘UﬂﬁaE]N (Crater crack)
7’7;1/7 : Unimig — The Ultimate Guide to MIG Welding, 2021

2. 598UAN3MINaIaNLLILEBY (Throat crack) Wusesuaninuuuiadafiamise
woaiiuld Taeiaduseauandiianans (Throat) ¥esuaaNun eauuIEdenN wazain i
soeuaniillufiemadertuwuaien (Longitudinal crack) Feanadluldnanisuanamssou
warmsuanvadus dnluaenulunsuanuuudeusnnni TaesnGudunanfinnueun
{Z911 (Root welding) Mntiuazgnanaviauanasnesanligiomthiudnafnanaseawuday
fifadunadmdunsdifidesTansaufifanumuanndigaainisdesnaiswud (Multi pass
weld) NUTUUILSNYBINSIEDNWIBLLAITNEN (Root pass weld) Matiauanldite wazdaari
mavdasesuaneanlideufiazdenuundaly élimsaseniiamsasanlinuavziinnsuan

oA = y XA a = 2 o =
LUUABLUBNBBNNILIBE ) ﬁ]‘L!N’]‘]_]‘J”Iﬂ;]Lﬂu‘iﬂElLW]ﬂi’I’J‘IJuTI‘]J‘JL’JEMN’J‘BENLL‘L!’JL‘)]E]NLLH’J@VIT]']EILNE]
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doutafa Muandnsazansrosuanluzili 8.6 Mauaniniigeiinmenuuuenesas
L%'amﬁﬁ'nmmmﬂmzlmlwL“%M’iul,%'am‘i"nﬁulﬂ WA NNt Aenliutinuazauaueaadn
dealimangay vannnildumguasanautuvielalasauansFudeadnadull Gumald
LisansamuauniellasiuufalalanaufidhansUuaglununion swdadladoniinne
nnlalasan §198991NUNANNYBS Phi Evans (2012)

- re}
Tavistuany

Tam%m'iﬂfg

ABNAULANTT

= P d
jl]ﬂ 8.6 308UAN3IININANATNENIVDILUTDN (Throat crack)

771/ 7. Weld Discontinuities, 2010

Fenstlastuniaiailaifianisuaninuuuil Uszasusn Sudewssnmadenldaiia
wasravaamadenlinanzay wy madenlfmadenfiauidduanumileige was
Uszmsiians wuzinldnslidansseulansdununsurinisiden (Pre-heat) edeude
anatuadaufalalasion wasiiheineiugumgiugulifumsinGusu Seuaiion
LﬂuminﬁuﬂizLLﬁm%ﬂslﬁgﬁu yauzLigatumaiinnszeaarinGudududauuimaiamnsa
ianlfaatigmnsuaninludnusasild vennniinanuudniuiiismsenuuusesdad
wnzanlFinufinniisaedmsunssesuielmnihlanz idnamsadusildlaeliia
anuduianniiul (Stress concentration) anTungli Hamsuaninfinenaseuuiiey
TaeLaweatnsdslunsdivesmainlonssaniiafiiyavasumardaiu mlfiAasanmamne
anasauiensEusfianeiy sxdimaldiRnusadudauanmmasaeninlanz v Eud
Beiymilaansoudlademslimsguivnuislumahlfiyanasnmaridurielndides

MInTMIFaUIEE IRINAMNLLATaNT sansannadauldiemnadusesuan
meuanisesuanduindasmsaneaiulddeamen Saeniandanliisnsasnsaauls
NUUUATIFO U IBEIEA (Visual Testing : VT) %138 wuuildienunsndu (Penetrant Testing :
PT) wazmaitaneisesuanasudnielidudou demgunnzansazgluunyesesuanay

LAANAILHLNNINANNYIUILTDN wazuantTunuduneIwazApuiN UL dUATINENIUDA
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w@anvzlivensaanmnlufianauuan awaasdudmedglugln 8.7 Niludnwuzvassns
uanlunsiliowlavzagiiiion - 3% Tanau

PRI A e T ".,"I;Mi,
WURNTNLY S wUTDNTNLIY {m .

"",{_ "f L4\
X S
‘-\ " } \ 4\‘1 ‘ a4 “ )
| LUILDDNTINAN 7. FDELLAN
1 20}1m B
| — LARE D \\RTIA T TIRETN L

‘J N i} L v Aﬂ! Aﬂl
71N 8.7 M ENANBUZIDYUANIIININANATNEIYDILUILTDN (Throat crack)

7% : Integrated mechanical metallurgical approach to modeling, 2005

3. speuaninlduunie (Underbead crack) seaunn¥aiinfiazfnlufiuziadie 1
youudon TngamzduseesndeniiduiuiiiBoansemuiou Mudasuniaeims
Analugii 8.8 TlastnAesuanidafiaiuudieslivenssdulughonihdnuuueesdiuany
deon dnwazvesssuaniilemaduliauuwananeg1d (Longitudinal) LazUANATNYIN
(Transverse) ?@!ﬁuagﬁ’uﬁﬁmmammﬁuiuu,ml,%'amﬂué']é’ty 87198991NUNANNYDY Phi
Evans (2012)

mauandnldudenisneglunguuasmauanifiu (Cold cracks) Bufinnauaniiiants
dendugaluudy visthauwdeuludsneulfnudeufesuds Tasnuiraungnanunain
snsnavenitalalasauiazarsdnmeasdenenvnnnmadenvissnnnlaveihaden
Saaeiusuddlalanansunioanlumufamesimassnaanudou ussanseanlylige
maazlngaegfivinansnuiou Tufndnasssmnialaneaninuled Adauia
Nugifanudangu fanuulegs wasiamainegs dolu danaiuldviimaden e
ansnnimveauialalanauiuiisadniosdialdiiansuaniuldie sesuanitindu
Thudunsuseslivenss uanannil fiimmaannnmamadiilivihiuswisnaiusses
Vevaavazmeuastialansnuiiden delinausadudumeluwaslusasdeiuiivalas
wsmuladiiatunnmsdusmcfiudnansznudeu Weuundesumstnaadmuniu
ANMEUIINRNILS Aiansuaninwasniiansuanfiuiin HAZ Sudaaifiinganaain
mTemassdoulansfiniianauinia 617 finmanusssuaniniisnansnuioulduug

Wonuvussruluzn 8.9
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Bastlastumauaninuuuilligeennduou Usduddasdumsaaviietlasiuuda
Talastuunlusinsluwudeon inadusnsddafdudalfnnanmsuansn wu maden
aradanivsnialalasunans wisdaariiniseuaiadenldanudu niend nidea
anmuaadenifanuiiuganniuly fnulddasne 1 dsunsosdaudalalasou
aanlUld wu nslianufeunniununeurinisiden (Pre-heating) nianslianusauun
W Taundarimadoniaiariud (Post-heating) Lﬁaﬁﬁ]ﬂdLLﬁﬁIﬁTﬂiLﬁ]uﬁ?\ﬂmagﬂuumL%'Em
walinteanlUiadaanuan1sI9euee Carolin Fink & Manuela Zinke (2013)

mIamedauseswaniiialduudenidulnaduwuusesuannely (Internal

a

crack) latianfndaluansaneadiuladmieald erafithensdiniawn nNisneawesduaud

GufurTaFugnraINsuiaN I5nsnTvdautiiamasinluanuaeiidadldisn15wes UT v

Q
]

RT wu@anfiiialduuiganiiazanadeuasudaen tnnzsesuaninagfniuuuinasy
Aza18YDINILTON (Fusion line) uaztudnuazsnsuanuuuay 1 1&n 1 e1nasnInsanuLas
godldanu@emalumsien duu dadldinuasifasaseunianuiuyg

= o ' o o .
;i"lJ"ﬂ 8.8 AN ALANBULYDITOHUANTIITUA

Nuanlduudon (Underbead crack)
7'7?/7 : The most common welding defects : Causes and

Remedies, 2014

A v 4 a a d‘ o v L 4
_?IJYI 8.9 ﬂ’]i@li’)ﬁ]‘W‘U’iﬂﬁlLWIﬂi’]’J‘lIBQﬂ’ISL%BNTﬁViZHﬂLﬂﬂNﬁN 617 YIWILLMHQTG]LLH’JL%E]N
77;(/7 : IIW=Journal of Weld World. Vol. 57:323-333, 2013
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1
[ '

4. MIUANIIVILUITBY (Transverse weld crack) Huan¥uznITRELANSIINIADE

QU

a "

lunguyasiipunwinaiiinegneusn (External defects) Rvnd3asuanainisanaiiuldsae

£
' [l

memuniioufusesuaniiiaty 1 uauansmefufiiusesuaniiialuwunfiemasneianmn
funuaiden wazdiAamasenesnesuaniiniulasazgnanandlulanewdn (Base metal) 284
Magaain mawaninamuemnadeniiaiiunauanidiu (Cold crack) innziiniintuiioh
wundenlylfnuvieuassnaauduianauansniu aungndniiaainanuidu fsu
ilnannnmamashrenisvasnamevzBusilufiemamuungeslonsiunuingsi
dautaidion ileanuduiidraguauiunmssnanfiindu usindeaniRuasuundondis
At anunegs tThishummilfunnumgasmauaninluwnfiemanumng
funuaien TasfnAtenmensdidmneAuneaglidiansnaven fnaudalalanaumely
iladandinde dlugli 8.10 fwandiifiuiehumisrssmainsesunnin uasdagnses
uwaniwulumaidonss fiinmsnneaeuuiadondedSnszudlnaiu (Eddy Current Testing :
ET)

Tansuau

TOHLANVINRBUITDN

7"7&/7 : Welding Technology and Automotive :
Crack, 2011

uamnaaaulaeddnszudalnaiy (ET)
731 : Eddyfi Technology, 2010

2 o o . ;
31N 8.10 AUl ANHAIDEULAN LAZNIATIVFEDUIDLUANTIILULYINUUITDN
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Bntleadumsuaninluwnfienmaniwundesy Ussivdduetiignaausady
FIAWULLIET (UL TN) Slﬁtﬁﬂ%’uﬁﬂﬂﬁfjﬂ Falgdmaauauuzl3haansarlalaenis
@onifisenadenlimnzanlasiomzlsziumadensneaiadeniiiniiuly @enain
ﬁiawﬁﬁd’mmfmmqmﬁﬁﬁalﬁtﬁﬂmiﬁﬂéﬁga (Welding shrinkage) Hafiauan@aiiasamns
WEusfisandann (Rapid cooling) astfinanuidudsfisnnmeluiaidon uennnilgaditede
mmﬂizLLﬁlWL%auﬁmiﬁaaqamﬂLﬁmwaﬁﬁ]ﬂ%ﬁumm%auﬁaﬂmﬂL%'au‘ﬁﬁmumfw 7t
shanmnawudengaielitihlanaannnademasaueslunadsenihlanslutenasy vie
anafimaguiuanloveraudan FuhslumslauialalasnnFnaidun madennis
nMadanuarennuuIBEdefiasaannsaiwsduiuiudanadeniiawisatwn e
Poafiumauaninuuuenuugonld

FEnsarmaeuausadenldldfunmageuinsesuanuuuiianeun W VT wie
PT %30 MT wazgagnnlunisnsadauuasianzing Mamgumanzsesuaninaeudnlng
Fuduns wazianemanniuuuadon sglsianTemafisziianisuaninameluaunsa
Aenuldudaauinaies mnenalnmmadazaiuanuduunfeian fadudigaunnni
BaLaNIeILLIEeN futy Weusudufhuninaniidesdnliiamsuanuunnuuna
wadnsaniannlsrasdamageunisuaniuuirnimeluiiswuadendudn azdas
@onliHamsnagauuuy RT wis UT desetndunuidanmanng3aiinfiiianisuandn
wovr LIy wasilduSndisdannimageuuny RT LLam‘lugﬂﬁ 8.11 (N) ua (V)

AN

lansduany oy Tanediuau DHUAN >

‘ FRELLAN >

TRELLAN >

(n) TUNUINTBNNABINIATIVFEBUUUL RT (@) Wawdndisdannnmmadeu

J v d‘ 9 VY oA v
_?IJYI 8.11 MIATIINUIBELANTNYBIMS@RIHaNna I Salumenmagauuuy RT

77;1/7 : Allusion of Transverse Crackinh, 2010
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5. MILANIMNENILUITEN (Longitudinal weld crack) ifumsuaniniifansazuns
seeuanidulylufiamadedusuadouviosumlyfuwuden fudusesuaniivnogly
Usznndaunwsasmeusninnzanlnaaansafiusesuanldnnmeuen sesuandiuuud
ansanuiule 2 fnwas fe Snvarsassesuanfifaluusnadelavendniinden
(Longitudinal parent metal crack) Wazan ol z999598UAN TR TUDUUS LU T oY
(Longitudinal weld metal crack) 819489914 Lincoln Electric Weld Cracking (2015) Adud aalu
gﬂﬁ 8.12 (N) WAz (V) MNAI

IDYLANGY TDHLQNG1I

Taverian Tanevian Tavzvian

(n) Mauaninuwrsuulanznan (1) MILANTILUIENIVURUITDY

A . . o Y ;
3’1]7] 8.12 AMULNUILASANBEUSYDITDYLANINILULATNEIILU] L%E]N

77;\/ 7. Welding Technology and Automotive : Crack, 2011

o MauaniMamnEiiatusnailslansndniitanden (Longitudinal parent
metal crack) dau"lmy'Lﬁﬂﬁu“‘mmﬂi:ﬂu%auﬁLﬁmnﬂms@ﬂ%wamau%'au (HAZ) ¥3a13164
SREABYBIVTLIMNTENUSaY (HAZ) nunsiialainsznu3eu (Non-HAZ) Tﬂﬂmmqﬁﬁwﬁmlﬁﬁ
nnravasanudulunmmanazeenesivenislansiiarinmaien Taaaniznsfiiad
Tassasulavefifianuudgaduiinmnmaiudesunadiveniuunssnudou fdiaunid
menafiuanaeiuiunalinenuieu Janaadnsedanzdon) waziianuaaisany
wsadudmnmmasmliohiudaianmsuaniidu venaniduduiidnaidnvazee
sosuanaziuuuaduasemuulifuuden wessnuiuwves HAZ Tseauansinnui
MuniaresnenasenIaedlaulanaieluninulaRaadiy AaLdnIan¥MzU9InELANTY
1u§ﬂﬁ 8.13 (n) mMauaninamuuneuulansnanideni 1nensmuininnndaunnsssan
mﬁ'm?i"ugﬂmm‘[am (Rolling forming) ﬁLﬁmmﬂmiﬁaﬁu‘fﬂu?ﬂﬁaﬁuagjmﬂu Y3aUnAsLAA
nnnsfdennaianeesimsialansivuudufianmanmaden enminiuusaduiaazne
7 ﬁau,amﬁﬂmwmLﬂiu"?’iLﬁm\’mmﬁﬂ%ugﬂmmLﬁa‘[ﬁmﬁﬁ'}mﬁmﬁﬁiauiuﬁﬂmqmmtm
#17 (Longitudinal grain direction) ez AN19UULUIYI19 (Transverse grain direction) Tugﬂ‘ﬁ'
8.14 Haifaspmaiiduanlfiamuaniimaausdaahmsileady

FEmstlasiusesuaninludnuasilidudouriunaausuduinaiuandnsnaves

ANNFEUNNELTaNAIEIBMIGULaNEHANABUTINMIL BN (Pre—heat base metal) #59 35NT
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Usulksanmsdusidulusdiedi 1 iadoinslilanzndn ldszuraanudeusanliati
aiane Tadanmadudiiidneaaniaianaddeuuladanadeiianuuiag
(Martensite structure) MLAnL3IMNIENUSaUAT wazezanlasaadenianuuded ldandmsy
madeuminiiiinasimaaiueud uasuannnidiminsalismalianausoundans
[Fantadariufl (Post-heat base metal) 1o aduanuastavevasanudumeluiislanzidon
dmsunmaameseuiiainaulansnnfiamaveinsatusUililiifamaluluuudenduiy
wdenernuiuwuaden sxheaasanmstiansuaninludnwasinluldnedeiy
snsnwavssanwFouanmadenldidusenad

1 o ]
< ad v v P

ABnannadauIpsIzdedlinnnimilads demaumnzsssuann insdiufdy
wwudaifiausavsadiulddeamemuazdmianadyludaTans dalu Sedaaindams
ATIVEBULLY VT %38 PT %38 MT fi9a U UT vi30 RT dmsunsdansinanaudiuiue
ifiasnnmalssanazammenimmnadenniy uasualinessgUuuumawanaz
wUFUATIENI §19BYBYAIN TWI Lid WIS 5 (2003)

o MIUANIIANLLIBNITNIAATULRDULLLLT Y (Longitudinal weld metal crack)
Fnvaegluunriefirmaesesuanismieudumsuaniivdnalansvdn setuiisesuanias
wanuuiilalanzuuandon (Fusion zone) tPuuwrenltlufiamadsaduiuuuidon douu
muntseILuEeNioafafiuufnae e (Center line) windealyihamiieinada
flatuagduthietilumaiausadudi msuaniuuuiliiennanuduinmmasiues
i lansmaazuiniuihisddn duandnuuzsassosuanluzi 8.13 () Tasdnlng
nsdiitonTanzafiaudeaiy (Similar welding) ANLEUFIMIgaIiadlansndniiunIs
wan iufafinsnaesnuaden dugatudursssasiGunaduicuuudignaly
frean viaEudunndvaudignaatiuanduuuiiuegiuesdiszney iy nmMIde
naredaNLLILINAMUMLITN (Root pass) Fealalauwnaiin 1 nuindadeaivwuada
AWANE 1 W2 (Multi pass) {iANIUANT LL‘L!’JLLiﬂLLé”Ji?JEILLG]ﬂﬁ]z‘llﬁl"IEléf’J‘IdTuw’léﬁ’JLL‘L!’JL%'BN
suuu fawamaamseulddoaqliniennuuaidosusniinnadninniiuly anuseunn
madnretndaniausiimasianndy Wadesiiteslimusasuusedinlétaians
uan$1Tudiuan sluuunalngasnisiinsesuaniuuuiazdeniuin “Full centerline”

dwsunsdnidenlanzdagiiafy (Dissimilar welding) filon1anavazlitinnss
Asnasesuuden Tuediuihdulavedansndnasduusaidufwasmmadildnnniiy
FadtfasemednTansinenanwdon wu afinvedanzidon n13uded dumaumaai aua
ANV N332UN8ANNEIU waznseanuuUTaens Hudl ALdAIRInENNaN1TIENAADT

wonlarzagRiflennana1ansaiy 521919 AL7075 ivnnznuaulasahaaissdu iy
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AL6061 Napnuuuindvisunuenusus lagldaindanaasiany wuiiansuan3iy
Litianssnanans uatialuiundasdanzagiitiaunsa AL6061 Auandlugii 8.15

LU —>

seaunniuulanzEan

(n) Mmauaniuwsuulanswan (2) MILANTIILUIEMILULUILADN

Py o 2 =~ A a o o =
3'.1171 8.13 Mg TuNU@aNniaMILAN ILLUMNEIUUTaREran LazuuwLILTBY
77&/7 : Welding Answers : Why welds crack, 2009

neEnaNsanug
4 - &
5UN 8.14 wansniANn19epdLile

LSUNLAAIUMNNANIIYBINT

a &
39U

7137 : Matt Kerster in Metals : Metal

grain direction, 2012

(n) Fewudeain AATOTS (v) Fewdheain ER5356

J 4 a A v 4 v a e
§1J°n 8.15 iiBEILLﬂﬂﬂﬁuL%ﬂNTﬂﬂxﬂQNL‘LlEINNﬁN 7075 A8 AT NANTIANY
77;117 : Nature Communications Vol. 10.1038 : S41467-018-07989-y, 2019

<

o o Iy o % = 2 &
dmsunistesnunisuaninluuwigniasnanaisuuids i Ussiau
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]
=
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nannaneficnansarilé Wy maguivauneumadieuisantesineanuuanduasnamai
lavendnuasiivanasuasme dulunsdifidoalansivaiinasdiomismfiasililansns
aidanmaiudifimiuvielndifssiuanniige Wy madssideuielfienasuasa e
auganssesing iilaiudaangausaduluuniiey viemaaigUnsaiiaiy wu sunimee
(B uuufandaiiu iismugusanmizinsanaounsdifidonlavsdvaiiaffioniinig
Fustianudeufiansiu Hudu dwsunsuaniiuuann (Root) wdadenliainiia
nnalamnnwefiazdiiladensasiumadonundalyld uvannnfinarandidifaissaanaden
Sefehdrdafidasimualigndama nrsualwiden anududew swezerin ufisnagauin

Wan alaliaNLaziiadedy 1 Ninedded udu dmSUITN1INTIEILTDLLANIIIVULLITDN

1
o

NNONHUzY09998 LANTLTUFUATIOINLUILD ATIVLELILATIEV LA LNENN TasanIznIain

Wusesuanuuuilassngmeusnaaisaidenldlanaeds 19 VT PT waz MT (Hugiu

¥
=1

6. M3ULANNTNNLazUaULLATDN (Root and toe crack) N1TULANIYBITIABIEN W]
Antuianaduseieduldvessesdon Tnefinalnvesmaiafiiiouiu fe gaFudu
ilmiaEl%’nwagiﬁ@i”m,mjwamamiaizwd"mu,mﬁiau (Weld metal) nulaviznan (Base metal)
Fainsuanininnuazfiveuriefuveswuidesidausaisuldnimsdeondeuuusesy
(Butt joint) azlUUADYN (Fillet joint) wazdniafuuudenfidunndenaSaduniudd
naneialuvdenmetu Ssineglunguuainsuaninuuuiiiu (Cold crack) Tagazldnanlu
neaduauaimuaniniaesdnuaesell

o MIuaAnINTNIBILUIEDN (Root crack) tTumsuaniniiaansanwuldnanisidesd
DENUUUTDHADULUADYNUALUULADYY é’QLLﬁmTugﬂfﬁ' 8.16 (n) uaz (¥) Mmuaau lnediulnal

AnuNnazfumsuanNiadunasnnNlianduanuasadundidunaiuiu 1esesuanldad

(n) sp8uAnuULABYN (Fillet joint) (v) sPEUANULULABYY (Butt joint)

| v A = - ' o A '
§'1J°n 8.16 308LANTIINIINUUILTDNIDINTLIDN UV LADYNNUNTLIDNLUUADTU
747 : ALTAIR —Weld Structures, 2011
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nanedlanivienaneifou Tineglunguussmauanuuniiu usaafithalinnasifierawy
seeuAndnBMsininnIuanIusitunumauiufmiGeni “muanfen” fianana
Aanaavesnssenuuusesdedud A 1y mIsenuuusessefiiamnidssaudveisesse
(Misalignment) 4826AAN1IDAAIBENITULTY Wintenndimwesanidndniiveanluunay
Lﬁﬂ‘ijaﬂummaﬁu (Excess penetration) ﬁ‘%ﬂLﬁﬂﬁnﬂu,mL?iam”m%uﬁﬂhjﬁwiiﬁ (Incomplete
root penetration) éfumm‘lugﬂﬁ 8.17 (1) (V) waz (A) MNAAU LTudu aeralsiaunalnnig
wanfniinnessuanideadazadefuviamiioufufinld ndnde Guduuanfiveuvioyu
é’ma’wwmsamia%nLﬂw‘immqﬁﬁmwmﬁuqaqﬂ (Stress concentration) visafdnlafudie 1 1
hudnadiyuunay 1 vazenidn 1 e nntiuuensesinignaadliluiledesy

tinANNUANINTuNgA (Fracture)

(n) s08c0LEDIAUE (1) seeTuananiuly (n) s08TNEnlaanysal

| o P Ao ' a v P 2
31]’(] 8.17 ﬁﬂ‘]ﬂmz‘ﬂ’rﬂdiﬂEIG]BY]Nﬂ’ﬂNl’mﬂﬂ"liLiN@mLL@]ﬂi’]’J‘ﬂiWﬂLLH’JL‘HBN

77':;(/7 : TWi-Increasing the tolerance to Fit=Up gap, 2012

msuaniniinneesuuidendninaifuziuusesmawanisasunudy vie
uanLLLLEY (Cold crack) TaNMIANTILTINHAYBINARBA TEWLT (RANAATINEL 3
UsznsnaniidiAn 132015430 (inennauunnseIseIn1sennuuuseefewasuuiioy
Uszmsfiaes iinanmasnanfilésu uasilsznisfionu iinnndnsveuialalasauditdeied
Tuiladendudusulsiddauinn demnzuialalasauszunsiudanmusituuiady
usssuuianely iandudnaeatszmafinaaniiSuismawaninluwazuaninidems
Fuansagumaiauazamnaiansesuaniignmadingiladealumadosmnnduaugs
(High alloy steel) ndsnnmathluSumsztnanin TnsFeufisufuwuidennouasndanis
inldlFuuinanudeme "Lugﬂﬁ 8.18 (N) Laz ()

manauihieviadenlfinaianadeosfiminzansheaamauaniniiafiuw,
nnldifuadd domnsinmsimldGuniasesnnannanslisuysairesmadew dly

fawnsaauanmadenlilduuliennasysaizeaviiosdatiamnisuaninld Taldevse



602 |

Usunwsaonuibauna:nsdaonu

mafianadenniudunaznusvldineazaglanuanilunn 8.2 vidanatianisanany

LaianysalvasuurnnedeIsn1sliuuseanas (Backing strip/Backing bar) fiaunstiiey

 AANNLAUG

(Stress concentration)

(n) seendonnouihlylFom

(v) soedoamaamailyld

| a o P =
§I"1J°ﬂ 8.18 MILNALALNITVYILAIVAINITUANIIINTINHUIILTDY

7 : TWI=Strain and sulfide stress cracking in pipeline girth welds, 2005

A o oA ~ 1) v A =
715797 8.2 Uavensainaliansilaanunisuan3n NI uIlin (Root weld)
ﬁiﬁ . KOBELCO-Cold cracks in weld metal, 2008

e nsgulavsiununiouion

(Pre—heat of base metals)

WalHonTLEUAINT TI8anLTILAUIN

AINARIY UL TDNLE UG

® SNHPUNYNTTNINUUITDN

(Inter—pass temperature of welding)

ieauaNgamailiuandniuios 98

SnangausaAuniiszumely

® MIGUUUITINNAINT TN

(Post—heat of weld metal)

walrudalalasuuniaananiioday
LAZAMYANNLATHAYDILUILTDN

e danldvununmsdennanlalasaulad

(Selected welding process)

W@anld TIG unu MMAW fNiftsz@nsnn
Tunstlaanuuialdanin

o hanldadadannilalasaumviiadag

N1UN158U (Selected of consumable)

eanSnadalasiaunzdnlysegly
wwdion Tadlumedlasanludiogey

o (danlfufanaguidanuiuen

(Selected of shielding gases)

Winvdnvisaanlananuialalasiauaziin
Tusansnuiinlavisynizudiand

° DBNLULIBEABNANYNUIANYZDTDN

@n (Design of weld joint)

wnilasnulaliifiaganuanuduazand
muntalasurianiiarasaedian

e (ApN1EMIANNTDULNDANANNLAY

ANAN (Heat treatment weld metal)

waldanudauliisanvidasinnnuiey
nanaalulasaieiiaiow
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zldundndnnlifiagaunnissiiduyuunanduazneliiaanNAugs MnaaIfiag
N1309NWUDKHYIBINGBINWaNTULLVIBBARA 1 TuglN 8.19 () wazgl (1) wans
fpgnadIeuieudmusn (Root) veanmseanuwuuaasun lgnululdunysemag

D

s

D1—-||-—

ADVUL LV NLHUTDINAT

o 3 | —.
(ﬂ) MIDBNULLTDERAD I TUHUTBINAS 0 1--__[']__

7 : AMARINE — Backing in welding, 2015 . o .
ackang m welding, goruuuylaildurusnima

(v) WisuheumMalduniusearas

1 : Upftront welding inspection considerations, 2010

IJ k4 a ) o d‘ ' v ﬁl
511 8.19 msldinatiaukiusaaviag L‘WE]ﬁﬁﬂ’.l’mh\lﬁm&liﬁﬁﬂ”lui']ﬂ‘ﬂ@ﬂ LUILTBN

iafiamialduskusamdenfealffufiomuuy dwandduzi 8.20 wuuwsnashuusiu
semduuunsivaanazanenaefuuudenlifimminesn wdeuldaquiiadeiuiy
nufidon ufisensluwiuemdiiaoen wdolffumadasnuiinundaaniaunds
anfiann wnilalFTagramsafivuniiesesiuihlansvesevasuasmenas uiusasfiinns
waanazmeadu Tasndnidaudiasdasiimmiaeanninuuaden duuuufianuiiu
wuuideeenduiuuduiusashiiianmasnasme Tasesl§Taguiianindflinaaw
araeARTULWIL TN (Non—-melting) mslduiusasmamisnuuuuiaysleninndmiums
dewlavefifianumnuaziseanniinirann uasadatlaymanulisuysalveswundoudu

Nnlarsudng lagmwiznsaaenudunidudumgranaeanisuaninimunneeuuiioy

GaNEn T I—f—l T WHUNTY

WHUTDIAILLLONIT  WHUIDINAINInaDN  WHUSBINaUINiNg

-l a & [ v [ A . .
311 8.20 ylipuesnsidonldukusesrainisdien (Backing strip)
731 : AMARINE — Backing in welding, 2015
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o Msuan¥NTveUYILLITDN (Toe crack) (TusaBLANSIINIAALEAEUWTYB
wwde (Face side) fTomaiiniulfiaueramadenaenuuunesy (Butt joint) WAZULLLAD
N (Fillet joint) FULEAIAN HUZYDITOHULANYBIWIADILL YDINIAD Ei,u;jﬂ‘ﬁ 8.21(N) wa ()
sy wadlnainfielufumadeuuuuseyuinnah sUuuuvssesuanazuuy
Faunnsasmeusniiansadanariens wiudemanriauiveens uaziRaiiduniaey
yassesiieniifusesaaszuinuilalans deniuiialanendn Tavniueanudnusa
NanIzNUsaU (HAZ) iaEJLmﬂ%‘nﬁ]zéuﬁuﬁﬁamﬂuaﬂmﬂﬁuﬁqﬂmuL‘ij’ﬂlﬂiﬂﬂuﬁzaﬂ 198
GiaLﬁmﬁmﬂ’mmﬁﬂﬂmmnﬁﬂiuﬁqﬂ #19dsndayan1iAanziua Sandeep Anand (2017)

Gusy  (Toe crack)

(n) 398UANYBLYDITOBABIU (Butt joint) (v) sDEUANYDLYRITEABDYY (Fillet joint)

A ¥ A A
j‘lJﬂ 8.21 398aNININVYDLUDILUILBDY (Toe crack)
771/ 7: AMARINE - Backing in welding, 2015

msuaninivevsassesdeniiineduldhetumsidenseuuuiidedius T Tagseauan
sufinfvevveiuiien fnnsioncEenit “furssseaidion (Toe weld)” anadIAUna
mauaniinananusaunevedlasadifiviansznuieu tuleivnauialalaseumn
aranagLnmdurasiaunsufiiaualng (Grain coarsened) Sfuanudufsiinndsag
melunnmadui Teanuisesuandnuwasiilaniaiazinluiiveudiaien (Single toe
crack) WianaAndunigasineeuseeioy TﬂﬂﬁuagﬁuﬁﬁmmmLLi@Lé’uLLazmisTﬁaﬂﬁ
T@suannisldau Auaninanisitenageurilanigueinisiasesuwnn’1iaieis Fatigue
bending test lnenuisesuaniniveuiilenmaiaiuldunndaiu Wefiemaresnisfusd
nasuanAeiy fauaaulFsudsunanmaaey Tugui 8.22 Tasg (n) Wuuundoud
ﬁuyiiﬁmé’qmﬂ%auLﬁ‘%%ayu%zﬂmﬁmmammn%n 7 () nanIMadeUNAaNIUANILAES
fuider wae 31 (a) Jusamamaaaufiiansuandnniassdiuesreuuuidew dwmsy
mm@é"u 1 fismdsazniiouiunalnmauaniniinneawwides (Root crack) fafildna

NLAIT U
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nIAUANANNENYSAIYILLTENLE YR ITNUURANNI U T ueEeE twizTlu
FVUAENAUYBINILAATBE31Y INHINTNTRLLUBN (Face weld) LAANYDUWIDNYNUWVIAN 1 N
(HugaazanaNLAL (Stress concentration) NvzdaaddNlviAanIGNLanIldhe dwandly
n:i d' [~ o ' d' v T a J A I a A} Y & v [l % v &
U7 8.23 Nifudeunwsesnazdesluinatiu vieduinduudindestenuanlimely sy ns
aanudannianyaniayarasiintiviseUnanndaunniadla 1 Alfluaalaniavains
wan3nfismuniseureauudondild Fuddmanmaaniaes Minhaj M. Alam et al. (2009)

(n) s0eLTanaNy sl (v) soenTaauaninadien () T0ELTDNUANEDITNA

a o a o A 4
3"1]"(1 8.22 LEAIANHEUZYDINTLAATDELANT1INVDLYDILUILTDN (Toe crack)
ﬁ;w : Journal of Materials Science, ID 43268653, 2009

ATINANNLAY (Stress concentration)

5171 8.23 Founnieauu
Avthuuadieadifiu
ATINANNLAUE U
{TugaGuduanins

LANFNNYOLYDILUD

L"Idiau (Toe crack)

(ﬂ) IDUNANITNNUYDUIDYLADNADYN 77 - Automated Welding

ﬁ;m’mmmtﬁu (Stress concentration) Basics, 2011

(4) ToUNNIDINUBLIDYLTDNADUY
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NINTINFIVIBLLANT VBTN dmUTaLAnFNTIAALZIAN (Root crack)
LAZIRBLANSTIANI3IMYEY (Toe crack) ¥aumLipNi LAz iABN1sATd UM DUy
nefipuurssmauanfindefusnndisseglushumisiiiasaiu Tefidnuassaimosuan
FuuvuAnila (External crack) fisnsnsanaaiiulddamemisaliiaiaiomevenensd
fsnsuanfvunadnamnsadenlininsamedeunuy VT wie PT wie MT tiaamvdauly
wwemvassesuan duluwudndhluils@enliinzdusesuaniinavisivevezdadd
IBMsasedeuuwUy UT vise RT haniasannasiuny swndasduadisgnsassnisasedey
¢35 PT vpesesuanfiiadiaimunnuasinfivomseuiunursiuwidow Elugﬂ‘ﬁ 8.24

(N) e (V) MNAIAY

1 4

D

4

(n) FDELANTINIUNNULUITDN UHTBNATUNU (Face weld)

1141 Welding & NDT, 2017 (v) 08uaAnSNYO VLD
w Qnet-Dye Penetrant Testing, 2013

1

7171 8.24 shagamanmadeusasuanfishunnuasAnuiveuwuIdandeds PT

7. mauanindiel@unnusaudn (Reheat crack) Hlunsuan3niiinanmsiuug
dewldsudnwarasanudoudnadmdsmadanaieiu iy mnnsguiivnundinsaidon
(Post weld heat treatment : PWHT) WIDNITDUANIYANLATA (Stress relief annealing) 84
wmnnilSafinnguasanuiiin viedimmuanadeudu 1 ihanufeulunssieouun
\donmdimadtew Hudu mauaninludneasiazfatumaienlansnguasaninnduau
anudausags (HSLA) Tasamszasnedaniu mé‘ﬂﬂﬁﬁﬁﬁdaumﬁmmﬁm Tasiey Tududity
ey uasiilerden famqumanildusnduaiuliiAnsesin nande wWemhmadealans
Nﬁuﬁﬁﬁmﬁmdnmﬁma;il,ﬁ‘%ﬁ]ﬁyuLLﬁ’Jﬁmﬁ{lﬁmm%awﬁamilﬁ}au (Reheating) %&ﬂﬂaﬂxaﬂﬁ
gaMARTENI19 350 f4 550 °C Rfiszdugamgiidhsiinnsanadnanisiguandingnd

(Precipitation) MNLEIMYBUINTULAZZIAA LANNLEBINTURVNANKeUEaLInTUlA (Coarse
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grained) sdnmuvauinauesundnuesnsluditanuuig JneliiAasesuaninldneg &
wansnalnmaanadnaaauinaulugii 8.25 SuunuilsAstuiAnuuansnyiou uazenn
adunadenauRmin (Cladding weld) Hudaty ﬁnﬂgﬂ‘[ﬂﬂﬁﬁmalmlmmilﬁmzL“%N‘ﬁ
mMandunundimagenaie lurinsidansseu (PWHT) dadunslidansseud waves
anuFaurhlimquamiamaanadniiuaniludmueuny uasiialdisuasmnamnnd
fipunsualne 9 Tagamzsumisiisnunsnuiou (HAZ) mendnvesnSludiaanu
wigefianuniieas ildaunafidumiseuinsudhumumaiuusldtiosns dalu wiauun

Wandusamnszynlaideanniivaziiansuaniimud wazluguin 8.26 uansdisiedn

!

350-550°C

L : 32l
ANV (Reheated)  anu@naSlud (Precipitation) a13ludmsauLnTY

J U v ﬂol =) =
711 8.25 nMslianuiaumnuaziinnmaanadnassailudauueuiny
ﬁ&/ 7. Journal of Materials Engineering and Performance, Vol.23 : 1231-1239, 2014

(n) I8LANFNAANUAIMNIZNUTDY
() YN EUAAILFUTDHUANNVUIUNLUD

HA7Z.
(R) VENBUAAILFUIDHUANANNVDULNTY

(m)

A o ) a 9 2 1% %’
517 8.26 mMuriINIsiaLaznalneeINsuan31IMuEBaLLNTUINNSIRANNSDUT

M TWI-Defects/Imperfections in welds —Reheat cracking, Vol.23 : 1231-1239, 2011
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ypenstiansuaninannmslianuiounueaiunuuuidenmdnnd Faiveaanuiifn
WuMsuAnIMeBNAaTiveuf UMY ILLILEeN (Face weld) aTu3nnndunasyazaie
(Fusion line) mﬂﬁ?uqﬂmmﬁwmmeﬂu gzl () T fuiihdunanieuanazinanluiama
ﬁ'mmuﬁuu’%nmmmman‘szm%auéﬁ’agﬂ @) Hafidnwazvesnsuanduuuudnuanldaseey
2941 9ULNTU (Grand boundary) ﬁ]%l%&lﬂjﬂLL‘iJ‘]J"llBQﬂ"I‘SLW]ﬂ%’]’Jﬁ”J"] “NMIUANATNVDULATY
(Intergranular crack)” Aauaaalugy (a) MdunansznuanaINaNSnans ﬂwﬂuﬁﬁﬁwqﬁﬂiiu
"HE]‘]J(?IﬂNﬁﬂﬁ)gjﬂWN"MmLﬂiuﬁ]’]ﬂﬂﬁﬁju"ﬁg’uﬁuﬂ’gﬁﬂﬁlfﬁlﬁ]N (PWHT) fi3ennalanistinnis
LN “MIuananaslianudeautn (Reheat crack)” TennMasnefeuiunmues
mainsesuaniniiannnslianuieudnu awnsafiezdeuduwmunmnnalnsenis
unnadeaseunaulddandlugLi 8.27

LEUPAULNTY (Grain boundary)

, 317 8.27 nalnaeanisuanin
drunuwenen
(Debonding)

/\/\/\/\/\ PIUULUITDN (Mechanism of

. reheat cracking)
ANVLAUAY =P

/\/\/\/\/\ 741 : Korean Journal Metals and

ANMLEL a 9 Materials, Vol.56, No.§ : 580-588,

WAAAA AN

LnIUFUANNUIIGINT
(Higher hardness grain)

ANVBULATUIINMT AN NT DU

e’d' =2
AMSlUANANKEN

< ANNLAUR

NNV

< ANULAUA

LNTUAUANNUTIAINT
(Lower hardness grain)

siuuumauaninludnusastsansonulduesluiymassmadeunnnd|Faia
nguaaanuiiAn (@34 300) Nanua sennlufnguussgunind (Duplex stainless steels) #ael
wauwnelavzamdnndmannguililananeiuuwaesanulud (Austenite matrix) 1iin
oy anusaudidng 1 venaswasmeditanufeugs ileudsgunadisiaiy
Tasasandmuled viawuludlaedaludd falanuuiguiafiviounssnuseu dutlaym
yosaniAmanauastssnumneduilasiugumdnnd Faiunguilfiauiasuanumie
namIrudfigangligaldlaud (Creep ductility) sdanilliuauiunmuanufouiia
Fosmamaanuuiwadlasiasanimuladlianasas fidendn “Solution annealing process”
wanuniananssnuiafeiirmlfnaangAnssunmauans nnnstianuseudle dad

Y Ninazandadszln s auasdnInIuANYLIUNTNNANNIAUDENE
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mstlasnuuaznisnnadausesuanin dmiuuuininisiasnuiszniswn 619
deumansndenldTagidonld wwdeahmadeniaglansifidunmmeimaiiianulidans
anudnduansludaaseninnulinauagiiosfigasmin Cr MoV uas Nb i Ussifiuda
waziuFesweimamuauiiisnmadenlilduudesiauysd Wk iAadeunwiasiifuga
anudugegaulasemsiveureauuidioudunu (Toe weld) ualuszauTasaiigania
%sﬁamauamam%au"luﬂm%m\l (Heat input) azlueaalemafirlifamnsusualng
PNANBNMYD HAZ uazlsziuiiinalasnsedis amslianadous (PWHT) lagldinaiia
mii’jaumm%@uﬁnﬁwmqmmﬁﬁw 7 waz 91 7 lugenauwsn (First step) NNRUADELY
gamaiifigiliuagnemaii (Second step) tilatanumanidesingamaiingdflaniaiuiag
@anlviiAnldtasiign) 1ntuaszdasdnmmdureigumginnuioulianmainteauiaue
wdgaumgivies aenalsfinnn lusasAudligamgfigauiufdesinmsduresgumgiigagaly
Tiaefl Hadasligannidulufasluduadulfidanmaunssssnsludlanedndweuinsuldie
U dmsunsamvdeusesuaniaeudariildie inzdusesuaniuuuianda wad
munisiufiemanmssaninfidaaulidudeu dulngaunasesfivannaenmiowriedis
fiiumdwene duszdurssnnudnvenesuandlluilsdeuded#ismnnageuisiy

wwdn JlunndfifRandudeddisnisasmedeunangddsinnu laun 5 nsasedeunuy
VT, PT, MT 53001 UT waz RT (Hudiu

8. NILANIILUIaaNazae (Fusion line crack)/(Weld interface crack) Wuanwoue
gﬂLLummmiLmﬂ%’nﬁ AnduLRNLTIBRE I MTIeaNazME (Weld pool) fudud
lsinanuazane (Base metal) Waafl(3an13120u5 11 “Interface zone” s08uanZ19zwanIud
asdlUmnuuadureinisasvaraisuuien sesuaniansaiaduldnuudad
dgsafiuldanaieusn w%mammnﬁﬁmgimﬂu fauansagernisasuani lugli
8.28 (1) waasdspELANSNTRaluNIENM S TeNLUIRETY Laz 31 () Husesuaniniialy
ﬂﬁtﬁmiﬁiammmgm él’umsafumﬂml,mﬂ%’nslué’numxﬁl,ﬁﬂmﬂmméammwmfﬂﬁm%wmLLu:]
deunfiunndniuiiagadu nande uanuuandeseslanaieiifadulnailutianaay
aranswasnundoniulananaduuaslonendn Jadiuldfanuduandugi 8.20 Ay
usmunuldmuuuaden Sy deTassauianuuansmaiuszdinansanuansaves
antianena lnswwizduanuduimisanududaszuanasiulide esunszinan
Tassadrananstadldlimituiaianisansessesaefivuivasvazais autiaduses
wan31u mawaninludnsadanuwsldnniunsdidunindeslanzanaafia (Dissimilar
welding) mezuaﬂmﬂ@ﬂéammmmLmeaNazmﬂﬁLﬂuﬂﬂ@LLé’a naldigalanzanaiinvze

A59ANNLANFNYDI LA EF NN LIV AN ALANSYDINIFDIAIUYDILUIV AN BLABNULANAIANY
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Bnde dasegamsanuuanmsudurasvaramslunmeandisedenlansaeia
srhunanFalinnguasdinuiliin (nsnTid 200 (204Cu) NULNIAT3E 300 (304) Aswanalugl
71 8.29 wuhuwmeswazmesulans 304 sxiansudsuwlawnavensuiilasnnnigu
Tawz 204Cu SerilETomaiazinn1suan L LIMAsNAZMENINNT UBNINHEINDIINIT
wan niumesvazmeisainiintuiumaideslansitaiddu@min (Buttering welding) &4
waaaluzil 8.30 Tasazuaninduiaadulavendn %!\‘lﬁ’]L‘ViﬁjﬁLﬁiﬂiﬂﬂW‘qaﬂiﬁ\l‘ﬂmmilﬁlm\l
Tavzaaiasiinanaudisnedu Tefiszauvesmanuidui (Stress tension) s Inge
iisannlasmlunmadenTanzsaiiawuaidenfzisannimasnnnsudaianlymiiu
WistnasimsuaninludnvasiiammsenuduldnnnsdimsdenTansimamnannumn
MIBANNLANAN UM NLLULATENTBEUINTINOY udu

Taviznidn

TOHULANIT

TDHLANIT
5uu

(ﬂ) TDHWLANS1ILUINEDNAZA W ULADTU (11) iE]EILLG]ﬂ%’”I’JLLu’mﬁﬂuazﬁ’]ﬂLmUﬁiﬂMN
77;1/7 : ECCC Creep Conference. 21-23, 2009 77’.%/7 : Welding in the world. 62:985, 2018

pu | o ¥ A a a . .
E'ljﬂ 8.28 ANBULUDITDYLANIIINLAALILINYDILUIIABNAZAY (Fusion line crack)

WUIVRENAZABLNEIY (Partially zone)  WWIVIAANAZAWLNEIY (Partially zone)

8.29 aniazULLILEUNaaNazany (Fusion line) / Interface zone
717 : Wichan Chuaiphan and et.al., JMR&T Vol. 9(3) : 5174-5183, 2020
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ke RN RSV

‘ JUN 8.30 anwouzuaInIg
widay

iRnNANEN LAN31IN N LU UVADN
ATy > azangURINTSLIeuLETY
meuadiy | | DUer .-/ o .
uuvinanazme £ Weld X / R (Buttering)

< o
tANNAT 77,7\/7 ‘MF D()dge and H.B.

4
AIUBU Dong. Proceeding conference,

ASME 31" ,2012

yaNNTBLULANSIMNUNIAENasaefildna I uETeFuTY nuhdilmauandn
Tudnuariiage 1 fufinelfiAnanudereawuaden Ao mawandniGuuaniBuainas
vosuumaenarmsudgnawlUlufiemadugiofuu fpnswessesuaniitnuazaieiy
WINEINTITIGENIBUANILULTT “Hat cracking” Wiiaunasfinsiienesunninuuud
71 “Mushroom cracking” fEWNZUNAUNBINNUATIBAUADNLTAA AILAAIFLNNYBITDEUAN
vugudenluzlil 8 31 seesusninuuniinmaiannauianainrssmsnianiaisms
dawfidmualifiahanfiganniuly uashufumsanudilumadeniidnavly nande
madenfifieninliarigannasihlfvenssuasmefiiovunhmnn ilavefinaenazansan
anhaudlaian wasdidenlfanudideniifisintenasudnunniu defhisniauiniy
wWianiurzrlfuunvestanasnazanenaduuy (Face) wazduans (Root) Haualndidesi
uadeniTavgluvianaanduinusnsanadauldiiinivusa Sadneuwassanms
Eushfifinidua wodnssudinandsmarnlfifawsadufeniinensluginuionu ses
uan¥isgnanulugénuiinuuunauuaiiion (Face side weld) daumguanyaizudusassasiid
wmaeNazaeAafiAnminms (@aulumefuu) sesanudnuuaidon mauaesdiom
Asnanssianandiugausnasfienemassneanuieurnsfiui nanfe Uanoauesedu
anuFauazszineaanl/lufieneduiinuy diuefidssetionasuanuiauassznslly
fiamaduans Taianaeasnsssinaanufoufezdufienarsaimaiausiduiainms

P57 uananil Bndwaressguannianuliden1sunnd1i (Crack susceptibility) NENDE

a
v
I

W1 ldun Fawas (S) WeaanaSea (P) Tanau (Si) wazunaniiid (Mn) nsuandnluanseusil

Fafunsuaninvmedeu (Hot crack) wazsinazwulusuiumadenlgnand (SAW) Taeianz

madenTanziianamunnn 1 19y rievualng vidsukumandianuduiivunann 1 g
mM3tlaafiuuazn1sns19EeUIBLAN LI NATAWIBLLITREADYBLLTENEIND

flasfulalaigaenniin innetfadpduadnnsuaniniieathdsnisendudan Tasriing
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v 7

YSunasaiensnlaan (Arc voltage) IRduRuSHUANNGBIIUNT TN (Welding speed) hazidian

Taqlanziiwndeniidiunanvessignianuldanisuanie 1 Jswlydddelunis

q

=

paNULDIAEABLUIETaNT aaANAURIalENIN 1 WY PENLUUIDERBLLLTELLIN 2 G
(Double V groove) 1i3auuusoeanla ﬁ%’ﬂmamaLL‘NLﬁuﬁalﬁﬁ”’m‘%nmﬁaﬁmuu (Face side
weld) wazu3mdmuaald (Root side weld) Hudii n15uan31I0 N LLILEUIBLIANTHADY
avaeimasoialdnasdauanuuuinde (External crack) oz 3HALANUWUUNITUA (Internal
crack) nseiITeguanasusainsanldnnmeusnmeden v ldibNsasga UL
PT 3o MT $3uée udnsdiiiiamauaniiegmeluduwuuila Tasmmensuani1iuuy
HAT s fufivzdasliianisasadeuuwuy RT vde UT drumsdanzisesuanilaienineg

FULNLIYBINILAATRLULANILBEMNLUITUIBIN TVABNEEAIBNNMTL DN

LUILTDN FDELANGY

i’

Tavznan Tanzndn

V

IDHUANANERNINGIN

(n) uvunmsuaninuuugnsmnin  (¥) MBENMILANTIUVLTINTIVNIN

a o o ' o
317 8.31 anBauztazAInENNITUANSILUIRRNAzMBLLLFUNTININ (HAT)
77.;\/7 :Journal of Marine Engineering & Technology, No. A18:2056-8§487, 2010

9. M3dn¥veuuatiion (Lamellar tearing) Lﬂugmmumwmﬁammamm%auﬁﬁ
SnwazuuuunsSnea (Tearing) veuilplanzdng 1 wwaden Fwzuanmalyanmunni
WUDEY ﬁgﬂﬁ”lmﬁ]"llﬂﬂﬂﬁl,ﬁﬂLLﬁzﬁ”leﬂQ"llﬂdﬂTiLﬁﬂ Tagasnuyseedniialunuidiunun
(Short transvers section : ST) ?J?JQLLEjuTaﬁzﬂﬁﬂﬁﬁ’lmL%EmLl,mﬁ%Lﬁﬂﬁ?lauﬁllm‘lf’ilﬂ]mﬂizﬂu
fauduiidaduuuaien Snsaegluunseinsdnezifamunsdnldlufa@orduiufia
mamﬁﬁ?ugﬂmaaﬁmz (Rolling direction) Tagsaganinaziuuuinsfifidnwasudy 1
Fu-aalumailalanzfifdounniosnmaariuasyaiuswinassznaudalwe (FeMnS)
dslsznaveenlyd (FeALO,) wazd1sisznaudaing (FeSio,) FseeAndnezaamniuiiana
‘M-NLLNLﬁuﬁﬂﬁlﬁnﬂiﬂLﬁﬂﬁulﬁﬁuﬂ?il,%m\l@iﬂnﬂgﬂLLUUﬁﬁﬁﬂN‘HmﬂﬁL%ﬂNLﬂu‘lﬂiuﬁﬁ‘ﬂw
Wenfufufianeniaaeaislans (?ﬁqﬁgmwmﬁm 1 fufenadeuseaia i) faans

AnEazLazAILMLeINIRN UM TeNLU VGBI (Butt weld) wazN 1S BaNLLLADYNAIT



Uaunwsaonuibauna:nmsuUaonu 1613

(T—joint) ‘lugﬂ‘ﬁ 8.32 () @z (V) MNAIAU Lwimﬂﬂi:ﬁmmﬁé’mamL?}ammg’i@ﬂuﬁLmzﬁnﬂ
A1SAUATININIIUIVENU I L570N Lﬁ)ﬂi@&lﬁﬂ%ﬂLLUUfTGLumiL%aNmeimgu (Fillet welding)
Hudnlng Tasamznmaidennuiifanumnunn 1 szianulidensiinsesdnuuuinniy
faegnpluuudaesiumisnasiemaseisiduiiidsensaniniaansoiaduldluns
dawndelugluuuei q luzlil 8.33 seedndnilemanezdniiuig a udmea Gugauud

UANIDI) WiseAnaanUL T uLLIENITNUlUMNLLITDN (WHILNANIBIENIABLILDT)

398RN517

Taviznan

(¥) 98ANTIVDINTTDNULUADYN
#1411 : TWI —Defects : Lamellar Te earing, 2015
(n) 798RANTIVBINITONULUADYY

71 : Materials Welding-Lamellar tearing, 2018

< Y 3 ' o v = ' '
JUN 8.32 anwazLazAILTYeINRN MM TaNL DGR Y RIS HI9ENEY

= T o

LS AURINASHAR 7982N317 (Lamellar tearing)

o ° ° ' A PN v o N
31]7] 8.33 gﬂLLUUﬁ]']ﬂﬂQG]']LL‘I"i‘Mx‘]‘J@EIL"HE]NLLﬂ%ﬂﬁY]’N‘lIENLL‘NLﬂ‘uﬂ‘Uﬂ”ﬁﬂﬂi’l’J
77;1/7 s AMARINE-What is lamellar tearing, 2011

snandnEaIN1Tininann 2 dadendn Ae thisanuliauysdaeaislansndnd
1haniZiay (Laminated inclusion) Tagritumsiatiugiliienstudamaafiuilidnagmelud
Husznudendudialansfuihisveanssanuuusasidon (Welding design) fidanarilfifia
mmLﬁuﬁﬂ‘ﬁguu:sqé’ul,ﬁmﬁnﬂwqaﬂﬁumﬂmiﬁﬂﬁmammL“?‘iau Fathdefidduiaesingn

o oM 1 o = ' & =
wawsauilalaligeenin Tasww3sunisasmadeumanuunnseswesiialansiduuuy
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WHUFzNY (Laminated) ¥93ensuaiuasssumissulgussdnaiadoudouazandason
Ind 1 hiasuafiudinaniliiegrieli wasneenueonuuusssaafililiiausadudluy
wnfimamndufiameasauusie fmanzasdadiduliiufiamaforfuduwnsensa i
swldanmsimuasumiesseedendaiozfosaunsadigansanmsaninlaie fuuse
sz faudasendaga3suiisunisesnuuuiuauntsse e e nmanzaniu iy

MnzaN AlLanslugUn 8.34 Tuhadisavisadmnsnulisaaisamualimanzan |

A8 A4

Tyimanzay AN EN Tymanzay ANZEN
Tymanzay ANZEN Tymnzay ANZEN

] o ' o ' 2 oA - 2y
U1 8.34 AMBENINTBBNUULALANITRETBNABNLANLANLNDAANITANT T

77;\/7 : TWI-Defects lamellar tearing, 2012

dnwaegihvssmasiuiilaufiudannmdiatiuguiegmeluilevedansfihandey
tsfiglhafuandeiunnanumeaiinrasmnlsneunidudeunsia Tasmsiadeain
wuFafissfuiinadesduanuiununaiiouasnssesfessesinin duandugli
8.35 senuhansuaiufiignadudunuuenissdunmumaiauasmzesdsesesing
Igaanigiuuumndaunan demnedaunanzanyafiunauifiganueinudigs
Fadrumulaninnin (High resistance to crack propagation) ﬁﬂﬁu ﬂiiﬁﬁﬁﬂﬁ@li’flﬂwumi
vafivawnsafansandadulaanumazasldnnanwarglnuesannaiuld uiseglsinm
mafilifideunwsada 1 fefludaiafign mnedlifimaanseuTansndndaufiasinn
domlsznaufswuiuilygmiiamsdnhuietu Tuduanadsmediudlagienninn duda
dnuazanssesininresiunudenlundfeiuaadiifuieesdnamuuuiduseimAauas
wsudufiTfemanmniusesdnfiinnndninasemmadanziudivaswuaniden Tug
718.36
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wUDF519uR3EN5WANY (Shape of inclusion)
A B C D E F

7171 8.35 Snmauzglag
yasensuafiuiladai
shanagluilalons

77;1/7 : The Journal of

Industrial Technology,
Vol.3, No.1, 2007

3082051 (Lamellar tearing)

4 e T = v d' o a = =
j‘lJ’ﬂ 8.36 MDYNNTBYRNNTNILUIILTDNUAZANBULYDINANNNITANATNLUITA
701 : Journal of Marine Engineering & Technology, No. A18 : 2056-8487, 2010

mstlesnuviseananuidesrsinsinseednd1i (Lamellar tearing) Tuauidaniianansa
Mmilduunugutfadadueng 1 aadl
- o o A o ° A o ' PN o ' &
e daniaglaviznan (Base metal) ianhnsiliandaalifaswafiudadiagluiie
Tanelugtuuuesszunuuuusy (Laminated)
e NM3pBNUULIREAD (Joint design) HUNUIMIAEATINTIBAATZALAIANNLALLALTIE
DeauunanwaawstAufalusumneeduny laedausadonuuianaavedans s

I a = v v A ¥ = o 4 v I v
Wuldlunanadenunufan1a9edusaidumim nnsvaaieanuiwidianle azfluniste
WNsIEuNuNIanInlauaeneg
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o MsanuaLdenlEEn (Weld size) UnAnsandniwuliufivsiaduiusesden
fiflvunalne LWi’]xﬁﬁuﬁmﬁm’mﬁuTﬂﬂLawwziﬁmﬁamwmiaw (Fillet weld) ¥i3afaaufis
AMNENTBITDEARBNINNT 20 RABNAT MTU NIfMuaNaseETaNiTaAEnazana N
doawansaninldfni venanniseaunavesuTeNuEIiy Senansaidenunisfios
deniluliAaussdluwumunussny

o Mstianseaiiy (Buttering weld) Hunsaduiuiuulansndnildmuniasesdon
seTaglansisianumienglififuinhanniy derimihinensnsenuduinnnms
nafmauwIdeNtsanaNudswaIANNENGILENTaN1En I vdeenaliiEmade
fremaifianuudusemiiianumisnduwuiwsn (In-situ buttering) tialmifisuws
Wuunufazaanaandnidseansdninld dwansdnsauzaaadSansilugli 8.37
Baamamidaraliuileiniaglavefinnseudadidanuuiusannifismedans
iUy Tnanvasay

In-situ butterlngm
AL LT >\_\_}\
Tavzwan é ﬂW’Viﬁﬂ

msdensasiuasuulansvan ﬂ']iL‘lIE]NLLu’JLLiﬂﬂ’JEI’Jﬁ@;Im‘LlEI’J

Buttering

71U 8.37 38nnatlasiumsdnindemadeniaglanzdusuanuduunulanznan
7"7;(/7 : TWI-Defects : Lamellar tearing, 2012

n15A59apUTR AN NINUUNAadusaea3 I INITaNBIRULazATIdU laG I8

o O I & = o < o I3 = '
arele inzinduuwsnuazuwuuay 9 Ju-ssdenaduldneuaziusesinegnmelu
Tdnunyesesday sasuanmeluazdaaliisnisnsaaauwuy RT %3a UT M5ItA5ziNe819
gaENNNpaNAII LHIINABILEN THTALIUITNINNINIBENANTT (Tearing) AUNINYDIAT
nanungalaifind1n (Non-tearing) Zepadealdnanisanadevisouiinandule uasdalsn

° ' v v o - a & A a o
ANALBLNYRITRsan RaIITaaL e demzIasdnaazinIunLIMnNTENUTaY
wazazveng@ LU TunurnvuulUiunudiday TaNNUARAN1NAITRAAIYDILIDNADNAAE
FIUN5ATIVEDVUTLENTNINNINBYDIANNEINITAFIUNMUMTAALUATENENT1? Meldus
v =2 =1 J S Cd = ay [ d' I ay

wudladnsmuualdugluuusasngunamimassesdunadgey dawdaslugli 8.38 Tasiau
nadgaulufansanuanauniasnalduuidiny waaadlunesnsutaziiunmagay N

AnuanANlIluN138n317 (Lamellar tearing sensitivity)
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311 8.38 3BMInsradavlszansam
NNBYBIANNANTAATUNIUNT

(ANIREANTNVRILUITDN
77;1/ 7 The Journal of Industrial
Technology, Vol.3, No.1, 2007

Fi@ =

o magulianufoulansdununineunaznianisdioy (Pre-heating and Post-heating)
fawdihuddlalasauluwundenssiinanssnuiissdemauanuuuingn uathiagluFnad
inniullasnanefudmheduduieriliiianms@ninldne B uasuusanniu e
Talasulimdnuiwesnsundasnssuwsaduldmaanazdumnuueinseenesesin
Iheuaznadinndau duiu mslianuseuiemadauddlalansufifugemaiamnse

anANuLALINzIAnTagRn3 1l

8.2 faunwsaslwseameauido (Cavities in weld)
FounnsasuuuiTudneazvednsemeadwduanuliseiiswsilodeusnafiands
(Discontinuities) inlameaAatuldisanndlifimsmugumadaalauysol Tasguunues
founwinnefidnuundugmienqunan 1 imansadaldnsiianmeuenuazmelunuiien
namsAnmduaimui nalnmaiansemelunidasiuisnnassaivgndn Ae in
narasmealuzuiunmadeuiliamansasueesnangmevsnldiulususiii Tans iy
fagunai viafiannwammannamnadeumeusniigniadhauiiiulutienasu
AraneUMzLEuA? ’2’%&é’ﬂwmmmfwmmmﬂ'ﬁl,ﬁmzlﬁuLmugwqu (Porosity) fuuuUlnsanuay
(Wormholes) miﬁ'ﬂ:Lﬁmﬂu‘fmammmuﬂﬂﬁuﬁuagiﬁué’mwmil,ﬁuﬁmmﬁﬂamuaxﬁmw
anuclunsadeuiveauda ﬁ'suﬁﬂmm@ﬁmﬁﬂmﬂwqaﬂiimmmiﬂ@é’a (Shrinkage) U949
inlanslutionasnazans Tasnalnmmasihliiiausadudauluianeassiuiarildne
TudnwazsewerndiGenit “desnmnmmada (Shrinkage voids)” 3NELHAVBINITLAA
Fovunwiasuuunssanmeaninanantiu axdiuldidestulilfnadurildenann sl luma
UATaTeeensuliAanatemealusuadonldlubnasiia (Number) 3u1afisndia (Size)
WAEUUITIANIAYDIUIINTZN (Stress direction) TiflszAuduinamianasgiu v duinosi

Foanasnumvanszesalisvunsziniiseniuiuld demanideunwssauuulnseinie
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asiianudssseanudemeewudentosnidounniss uuuTesLANEY (Cracking)
LWﬁzTWiW%@Waammﬂﬁﬂﬁgﬂmaﬁ‘[ﬁmu (Rounded shape) MlAanudndusasanuiau
mnspsuandeiisdfey
Taaduinnuiudlungjrasinadeimasnudeni asdisznauvesuiunnidoy
wannaeifidefidasimasiuguiieilosiusemniadeunnisauunTnaema ilwida
Founwsadludnsaeuuuifiads 1 fu wdlimdeuiunassuenlddl
1. gW3u (Porosity) Lﬂu‘i’fﬁmﬂwﬁmﬁLﬁ{ﬂﬁnﬂwadaﬁﬂﬂﬁﬁhjﬁ’mﬁﬂixﬂﬁEIE]E)ﬂ%J”Iﬁjﬂ’]EIuE]ﬂ
IgrunalurasiiBudiasandeegiivuadon frhfiineguinaudiuimunuivew
dow thafiflegdnmeludlaidon Tasdnlnagwasemeaniudounwiasiasinnnuda
swn TuTasiou (N,) sandiau (0,) ua lalasau (H,) Huddy fufamailenamnanann
anuTusanuidon anaduninaladen Tunuden windiden nulufiamwiuialans
Funuiiimaadeuviemstudeufimineanlinua deanumannmevasunaiianyili
manuauilaaiueralisuysal SainiRagnauluuadenldisuasnuamaagiaus 1 uaswui
Wpsomevisagnguianamannvianegluuuuazging léun
® JWTUULUNTZ8E (Uniformly scattered porosity) tilugnguiliauluuunion
wundansznelumimeludlouasinvasuuanden laififianefiuiven VUNALAZIT19289
Wosmmaszmiiauiu sunandnananasdlsznausesmaden ldud Ranamaiamaidon
viamadeniaaden meadeuuasuianaguuuadewlignédas nufienifinnnmaede
sessaiauligndas Tmmadinanasdinademmaanazaauazdnnmauisivanihlons
firl#nandeufioonveudaldliuiaiansindlimeludadon fuandnpazguuy

PDINFULULNIEEF lunudanlugN 8.39

INFULVUNTZBAD
(Uniformly scattered porosity)

A ol a o ﬁ'
U1 8.39 dnwauzgtuuun1stingnguuuun sz luugay
77;1/7 : MECHANIC WIZ-Causes Porosity in Welding (Solution & Prevention), 2020

wuInn1aflesnunsavdagngunuuinszaealegnilanisarildlasnidn
wrnasnureniganiarenisdion 1wy Madenaladiay Nieaansinal)isenesndiniu
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@onndndlaufiannudu (Dry flux) wazaruanmsnarsuianagulilvganniuly (High
shielding gas flow) tfugu dauinafiamadendeundnidssanuiiuiusssanasuazay
(Weld pool turbulence) Uan1n# foarhanuazaaitunulansfiazdonanastuidouuas
astadeui 1 wianumsrh i unuuiaindeurimade
dmfumsnseseumanuluwnidenlunsdiiiieinaiamnsanseseulddeis
VT d’mgwgumaiumauﬁaL%'aummml,ﬁa nldi5n15ns9da ULy RT #3a UT A1uA213
inzaNYeIdnsazadey TaghnanageunRiasani LN aminseeNF e U as
FIENAIUYBINIATINARY Teinaneunsguifen1Hiiy 13y ASME Section VIII Div. 1:
ASME B31.3 #398197314%83 American Welding Society : AWS D1.1 %3803l d1M3ua1u

Uasideandunnsg uaes American Petroleum Institute (API 1104) (Tudiu

]
A v

e UL uUINLTUNGN (Cluster porosity) tHugwqunianwaizeeegunsand
wilaufugwgum 1 ludaziAnegiundungu 1 linssneddudaznguiounafivuiad
wangsaaiuly woanfuenIunndouuuy MMAW aungndniiniinandnswazes
anudufiazanegludndiiadovunsdinalnaa armnndenanudaurilianuiu
naneuuiauasilauindnegluiadonsnsudi TnemluinfatuuuideninEud
o é’hﬂLWi'wmm%yué’qqqLLamzLﬁﬂVLﬁdmﬁ’Uﬂm%aNu,mu,iﬂ (Root pass) TINDNLFLITN

spgdavaImaTaNLmalioy Wi Awdasdnuarnaiaeagnguuuwudenlugli 8.40

[~ T
FNFULUUTINTUNGN
(Cluster porosity)

= [y a % 3 A
U1 8.40 anwauzguuumaiagnguuuunndunguluwuday

77,;(/7 : Arc Helments — Porosity in Welding, 2012

nmatlesfumaAaauuuuunguajariulunssdaanuiusesmadeu dud iy
vidansdiaaumadenilinmdnddesuilnannanuiu dunsdivdndiuaavialdndnd
dasriumauldanududemiliidon muffesssiasfirdugumglivesniadoudidold
ynizRanInguniivesmadasminans wasthausanuausanmaiudmlaildguiuly Wi
vannnwedmiumamiiesnueudaian Judedlunsidaiesa B nauiaisfnagly
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wudenld dmsunisanadeurnitennwsasgnuuuuiezlisnsuuuliviiais (NDT) N
widiau 1 fu Tnedidouuzindalfianmsnninasgiunsamadauilananuiudidnediu i
tnaimssansuwazUfiasiiuldmadenmununsgiu

I3 . . o & a S

o snguuuLL U987 (Linear porosity) anwauzvasgnguuuuiazialuguuuidy
WasonaGsaduiduasiemdatiaaiull swanazgnsudazwessimeaszlndiAssiuain
WudaunwsasgnqunaniaNuznnmuioreiuuilieuuazasinNaurianina1aLyd
= A2 &S v [ o a =
(Waw (Center of weld) NTuTugaudsmvesisnaanazaenainga asnaniuvidaassznay

' o o ' L o o Aa L = o Lo

19 1 9QNUENBNNIINMBEYAT uianiaruluruiumadenignudneanuduiuLazas
ngagszuneeangneuen tuidluniadesmniuliudmmissnanldlinuiagninlily
iwaenluanmidunsionianGesngl)amuduninanssisveavazals Asnansguuy
uazanmazanINsUNng e IManidudunss (Linear) Tugii 8.41 upnaninariaudinu

v v

Hdadananlunsdindniadenlansareufinfiy (Dissimilar welding) lastanizTaglans Ni
2

De

amgigan1atiuveudaNaany (Butectoid reaction temperature) A1ULNLIYBINITLAATNUT
arlaipglumuviiaiananeeauuaien uasdulymanTanenaniigaudednndindt guatne
WasnnmagnineanlulalunyeszliazanegnanunisBudiigaiadugnguiuuuenany

g [
rgwgmmmﬂuumma
D,

LHUAEATIEYBINIIUIRN (Solidification line)

Y

= Y a 2
717 8.41 anwauzgtuuumaiagnguuuuduwsluuudey

772‘(/7 : Global Welding Technology—Common imperfections in welding, 2018

nfildananfanalneesmatiagnquiiudnvazuuisnludngy suduldinidge
dAfe aAnuandsn vseBnaasuaiu visesunaudalutevasnavarenunniivldmla
yuIuNsuwieaa lianysal danu nstlasiidaliadududaunsagenniisauddainiuguany
f20192999UIUMSTeN [aglamzANNEze 1A ALHHYBITOEADIINNSLATENTUNY dIU
[ = 3 Y A 1 4 & & Ao o [ a S
19981310 NADIAIUDU 1 17U ABIUNANNANNTY wazAaNTUNdpITzNaT I T UL ATy

&L da o o 2 o 2
ﬂ’J”IN"II‘Ll‘Y]9]ﬂN’]ﬂU‘V‘lﬁﬂeﬁﬂ’mL‘lIE]EJLLﬁzLLﬂﬁ‘]JﬂﬂQN LUILTBDN
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N3NTREDUMNINTUULDLLUIBITILAINI0AIIINULARIBIBN139 a0 UAIEAT VT
%38 PT win MT lunsdaiitiadunesenmaniegnusgnudnaiilnsulagnieuen ualu
nsdiliieagnieluiial@ennanvisinladesldinatianisasaaauuuuis UT wie RT

]
Ny aA

lagawzninsaaauuyds RT Sdadfiiannsaiunmwsneesduniimsiagnqulddaay
NruaLazdunis daiu fudeutiunuiidesnisanudasadegs 1 wu dianududa 4
(Pressure vessel tank) sinfiguuazifufisanfuiu dauaniiogrnmilduendisduninis
ardaugnTuUULWIETugUT 8.42 asfiuldfanurssnmauraeimadiFesiiduuun

g lUeNNINa9YBILUILTDN

A v a
U7 8.42 nMweneasay
Z1 CS 12ww JNJU (Pores) S andfnguLLDLLET)

lunuday
713/ - Journal of MDPI

FNFULVVUUIET Materials, Vol. 13, 5535, 2020

2. Tw599udY (Wormholes) L‘ﬂuﬁﬂummmmamﬁﬁﬁgﬂmamﬂauéfmuauﬁm’mgislu
wunden Beduiuguuuiidndluluilaideslasfisfinnaiin 1 9sGeni1 “Pits porosity” ud
fgRnnafilatumiioudugavsdend “Piping porosity” drugwguiifidnvasuuuiend
vnullamuuuadanezGend “Tnssemauuuend (Elongated pores)” swguvialnsaninie
wanilsnnulusiumadendmeaadeslddnd (FCAW) visstrumadenlgndng (SAw)
wazfanuluanumadeuuudiaaingauan (ESW) Sequuunvssgnguenauanaiuaaeiia
ypaTBEde fuangUiuLLasdn vzt IMATialuNITesRaL LRI (Butt weld)
wazIBERBULLUABNY (Fillet weld) 1ugﬂﬁ 8.43 () Az (V) MNAINL

smgnanzasmaiadaunniaawuunsmuswiuisnnSnaweiaiiiaiuly
ywumadenisnnuiinn dewwadendusdudmiseninlduddunieluBnafiinn
Fufnanuaaiilnwwemesiniaian 9 fuluuuaes (Elongated pores) wantiungu 9
veasaniaugUielm (Worm holes) Baufafiiintumananuiiuniaanaliszanavnsiiy
Anduaulanzidon (Base metals) ioraiusmanasiadauiianig 1 nainiuansed dadey
malovedans@visoAyniadoui (udu dnihisnmadeniiidnwadenaiaufmnnan iy
anudunadndinaqu szezenin szesinineasinideniuradeudalaimanzan Tl

mMIpanuuUTaEaaNNraI N lwwiallsnanu
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dnsunislasnismisiindeserdenisadauwrasnanvesnmsiiau dadulszihudaey
nuiimsesnuuusssfaLazimruaiiidenndenligndesnizay Tymnisialnsmusu
sznely druasmanredeumdsunniasmasaananuldiedmeamanizdudaunnian
= P ' v A ' o a £ da 2 I S VN yy
Wurssmandulwssrsuinfivnalng nadiiieduniinudasiaunsassaiulddann
o o Al a | ) 2 o & A 9 ya
dmsunsdiiiaduuninsenanuliivuuadesindunzdeldisnsnsdauuuy RT
30 UT %38 MT MNANNANISaNUDILAD AT eAD LT

IJ L a
UM 8.43 ansauesUuuupInsiia

swsusuuInsuauluuuaday ™ TwssnuauIsIN ST NLLLADYY

737 : CSWIP 3.1— Weld defects, 2012

Twsanuau

(1) TN RMUDUYBINSTDNULLIAD YN

3. #99INNNTNANI (Shrinkage voids) ¥I1apIa1N1AIINNIIMAAT (Shrinkage crater)
\Hufeunniesiifdnuazglunursgeimananiifialuidnaisnesussaetiiodugans
‘o (End of welding) AeunuIRInNaUeIaranu (ﬁ;ﬂﬁl,ﬁué'h%é’aqﬂ) vuasifezdeni
“gaunniafigangaaa (Stop filler)” fmdunguiunnwinsfialnsemadilildiinn
snswavasemevseuiiala 1 uadiunaannnnginTnesmmasivadlanslusaeiuie
nnmadiew Memanamnzhfidaegasesmadenluiavesyszaeiimnasannlanslai
wnwaivzsaweliiunmacyeg ﬁﬂﬁﬁaﬂmmaﬂaauﬁlﬁwé’aqmﬁmﬂuﬂimdw (Voids) 71
ﬁé’nummﬂu‘fwsagﬂma‘ﬁyu UVNATUFENT Crater pipe ﬁwuLilafhuelmgﬁglﬁmmmﬂ@iauﬁw
Tnaienunsanpadiuldmenudandeinau é’mmﬂugﬂﬁ 8.44 (n) waz (v) M sauAula
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WudiByaNNLANIT NN18IN13L38N11 Crater pipe U @191 Pipe LIAUIITNNI8T13DINAN

MnaneziidnvaradeiugunsalguenduniGendi Pipe

UpNaaNnaAI (Weld crater)

Twsanae (Crater pipe)

Tw33%1@# (Crater pipe)

(n) TnnaviadIuudion (yaiuuy) (v) Tnsavadauuaiion (yududng)

= ) ) £ ~ = §
U1 8.44 AnwauzgUuuvweawamadusanlansfivamedugauudon
747 : CSWIP 3. 1- Weld defects, 2012

aungupinatianunfudidnsazveisunnsaaulszianTnseinmanay ua
nalnussmadaliiiefumeinime udanihimquesmmeshsaniTansaaaiavaouazas
Hudhdny duaasisguesdnsnsgUnswessaenafiUaefugauuidauasanudaly
wunsessa luglil 8.45 faasilomaiiatuldunnlunsdiidenTanedesuumadouuuula
\AunI9 (Autogenous welding) shewiziumadoni bifiilaTonsanaefnduiigaduge
madiew SsflgaildedfiilaTansfinniismadamaarenvadi daumadsuuuuidme
dadniadanlinniiuneiherarsnmmad enlfinafinvesmadeudnands wu ms
ahaususasfuTiyaiugamaievaguaniunuidenfiGeniuil “Runoff tab” via1ald
iafianmsauaumaidnaialfinniu udu vennnifiifedsiu 1 Aiuadeniaialna
namamafmns ldua sannsdudiGuiull madesTansdnsiiafifinadsunlas
Hnasnnsesnadldifureuidndu Saladesssnsudsusauzansaunailiidiy
vosududunalnangndnvesmaiadounwiadludnast

aan wumnilaanuialidudou ddrladumanamisaantfedenidsdluniaia

]
[

daunwiasasld dafezdssdndaunwids lnefumatinvasmsdeniuddnnidesende

anuhngeesiadey nulutanatiamsimuathiemsdesldmingeay ldun nsUsuns

nazualvidion szpz013n Yuaaden wozan UMl NidedldfinalinlSuilisfagadugn

P09uLUINL TN AIENLTN Msdiauhin (TIG) Nnwudaunwsasludnumuziiaaudnannine
Wuvurumsdanniiaydanuwuulidyaiadoy wasfuvuiumsdaunldnasnuanyiou
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floutdnen (Low heat input) daniunslitnatindfuaanszudlwianuuuaingalien (Slope out)
WANMIDSNZAUA Wdeuitamlaa

1UANADNVIAG
oty ¥

MImammesazu mMImammesaing mMInanIlmesayn

UINADNVIAG

511 8.45 shagadnsaguuTnsmadsessessameuuiidmedugauuaion
7 : Crater crack of weld joint, 2017
manmdaudsunniasmuInsyiumisidasmannedeulFuiveuiinauiin
UmsgarssmadieundefiGanin “qangame” Tefigdunufiugvielnssiiaansadiuldde
e (VT) udlunnansdiienaifiaidesihadesfitanadn 1 sunseliisnmanmadeudieis

]
ANy

PT %38 MT d@isunsaindesnisamedeuluwuianesdaunnwsasarnisadenliisanedey
WUy RT %30 UT 1§ madiansifuszifiunasasnsamedeudauinshomnziiudounnsai
sUuuufwiueumed dadulnsemawasdndhl luuodes
nMsAnsIRaATefnedeatufeunnsesfitiennmmasmusienasuazas
(Weld shrinkage) wu*jwé’ﬂummmﬂmﬁﬂgﬂ%@fwmnnmiwﬂéhﬁﬁa"ﬂwmxﬁﬂéﬁaﬁu 9 Alale
\endasiunasenme %Qtﬁﬂ"ﬁuiu%ﬁufﬂqﬂﬂ’]ﬂ (Microstructure voids) l@un
e nsuacInlassaiaaulas (Interdendritic microshrinkage) Fudovnnsaeid
Fnvamdudasmedniiiaiunnmmesizenilanslussfugameafiviinesma S
HuTasahaauled Taseefipuuufifuunenllmuressesdeveaailailuusazuns anu
nalnuasmaiaulaaslasaaganaseuunidion fuaadduguil 8.46 (n) aunendnaeans
dadannniasludnsasziiinnndanmadudilisugaiuludasTausasnauded
(iflesnnifdreimszmeanuanuiauiisnaiv) wesiiannmsfivevaenazarsudas Taud
dunaumaaiifiliaugaiu ilfdamanasawddurssnadiiliaugadiu iiausudud
521319990 RN dULANLAS (Stress dendrite) Lﬂum@iﬁlﬁmﬂuia&lLLHﬂﬁuLLaztﬂuﬁi’m?}ﬂﬂ
ameafiaadsegmeluiadon Juafiouindudouanssaunnaeimea founnsassedu
pamailasdinslindasiifidideneg 1 fazaansonaadiuld TastUndandaum 2 Tudlald
nuiifianuidssgaimdanuiideaninlsansaiwuuadengs Founwiasdnuusias i
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KanTENUAsAnMWBILLIdey asniTuanulideiiissfiines uasiddynsasoum
gANIN

o MINAFINHIUYBLLNTY (Transgranular microshrinkage) Lﬂm’l’amw%mizﬁuqamﬂﬁ
dadldndaefifmdmensgs 1 mamem fesiefisesdevesssnidoun Taeduwwen
lusnaeuinsu smguaniinninmamadssteunsuasiudasfouiiuils@edfudm
fu Udeelamlszneuvdamanafiudu 1 lunamiumaumeuinsy fimsusneufiveunsud
mmemilirhmduiadusesuenriedeshudniufiveeeniu ﬁauam‘lugﬂﬁ 8.46 ()

TW59INNTVAR?
(Shrinkage cavity)

wwulas

I

(n) madnlassaaaulad (1) MIMAMINEUVILLNTY

) Y [ [y LY & A [y . .
§1J'n 8.46 918 El’]\‘lﬁﬂ‘]:}iuzjl‘]_] LL‘]JUIWN‘VWWI’JGLN LuBL?IE]NiS:C']‘Uﬁ}ﬂﬂ’]ﬂ (Mlcroshnnkage)
77;1/7 : Journal of Mechanical Engineering. Vol. 67, No. 2, 2017

matlesfudiaunwissnnmmadszsgamamildaahanmdlarmmmadulane
nennuiden (Welding metallurey) 3aalanziihandonlagmmzdiunaumaaiisonisia
warauds 1wy maAauananuneslsd (Delta-ferrite) lumsdenmanl3aineaamuian
dauanaluglil 8.47 viemmdealanednriafifgumgfinaduveaudsieiu anfuduing
wanvasmaialnseiniannmmadisnzulg nuldddannadudmfsuiuly &
sansaeuauihisdudunmiimuman wiesdadounwiasnnmmediludnumeild

dmfumanmedeumiaunwisannmmadszduganaiaedaslivuummisdu
#wesfiiAn1slansine (Metallographic) ‘ﬁﬁmm’%auﬁﬁuqmﬁm%ﬂﬂ5mﬁgamiﬁﬁlﬁaLﬁm
dwenesuramnsadiudaunnsacld mdensineidadfanuiunaiideuenuezszning
wialaxaedu 1 Aasmde degiulddmaianumhllsunaidensiinneiadmgangm
993749 (Finite element analysis : FEA ) wefleznmuldiniTenmafiezialnsemeaniola
viowAnfivsnalaveaiiaden agnlsinnn lunlfitfvesmdmnsaadanaslale

o L2 o v J :3’ 4 v v \ L2 d' ' v
ANNEIAUNVYBUANIDILVUUNINUAN Q’JEILWS’]zL‘IdJu‘IIE]‘lJﬂW‘JB\‘Iizﬂﬂ@ﬁﬂ’]ﬂLﬁﬂ TNAINDAD
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aNNLEssaInsdean s elafsunudauAnTeIdu 1 dnrarnwataluszauynINIa
(Macro defected) tinuldnntfianisden

gﬂﬁ 8.47 MINAMNNNINAVBANE
S wanueilsalulasahaaulaiues
* madleumanndlFafiueasnuildn
71 : Welding Journal, Vol. 97, 2018

—

‘ ~.. :“' 7 -l

8.3 faunwinsfissutlanuasniislusnBan (Inclusion in weld)

o ' A v a a A & I3 o A ' § g Vo A

Founwssauuufidudnuazapimaiadaasnidurewdshmaeagluwuden Beludun
=< '3 a' o 4 g’}' a‘ a I [ 1 a?’ :: d' 5
lsrasfrasnadion lddsdeuiadudeunnwsesdu Tesgluuvresdutantasunied

' aw = = & A s [ £ 173 . . . ~ £ [ £

agnelutiio@eninanddadudnuazuuuidy (Line inclusions) wasndadnduanmasuuy
N8N (Rounded inclusions) TﬂﬁlﬁdﬁmLLUUBW%ﬁQﬁ]ﬂéﬁuLﬂuﬂéNﬁﬂu (Cumulative) ﬂ%ﬂﬂ’]ﬁ]ﬂgj
uvvdaszlaaLfien (Isolated) Tasgluvuuazanwazapsimaiadulandasnideilunuaion
wugasanaldnnunumassrnguananandueinsition (Slag) epnladszninamsiioy
(Oxide) waztAnlansnlinasnazans (Metallic) Mazlanantiluneazidenrpiunazsiins
anulantasnididegluiin@enniasliil 198sipya91n Annette O’Brien (2017)

1. Faunnsaanuuauanifaly (Slag inclusion defect) ludaunwiasiiinarnasveuds
uilandaaudilililansAizanit “auan” iiansilaiagludadon fauaniAnnnndndd
ﬁ"lu117’j’ﬂﬂﬂquﬂamammmﬁu’aﬁLﬂumWé’ﬂsﬁmﬂilmumit,%amslé’w&'n% (SAW) parlandain
aadtenlddnduasmadeninunn (GMAW) m’%aﬂé’ni?ﬁﬁummL%ammmiﬁaulww
(MMAW) Wé’neﬁmmmmumiﬁiaumd'lﬁl,ﬁalﬁ%fnmm%au%mamzm8%3N@§iﬁﬂ1ff[ﬂﬁz o
Freautiaiianudrsunzanilansieassdduginilons susfuundonudaiee
nanenfuauanitnuuaden fnadenmuaumadenldlid aiaamuRanmalunaden
lindndinasummaasiubiulaudindmanegmelu dafusmnmefuawanseuiia
agluiladenfiGend “avanilalu fuansiewssauaniiiagluuundonlusii 8.48

mmafineliiAadaunwinsuuauanillutisnmaddyde Wand fioaianmasusi
vosnandndlaianyse videfinaauauysaiudassdlitu vieiannmadenfeuiuiunme

Wi (Multi pass) Nanudzaauaazuu lifnevisaiinannseenuuusesaeNNIAELAN
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sanldenn Wudu vennnfiiannudndfinaniainudiiu Simusadaldnnmsiifalansa
FenFanuatiuniomaudeusdn 1 viaweuTans diadouiuadlyfierildnaeduas
uwilantaswnilaiegluiadonldisuiu luduresihisnadeniidudulfiiaauanily
&un madenidenszualianiull anulunmafumegauiull smadeninnadn
il wazdeannsssseiuauidnly Zena1l3luwelding Defects 483 F. Yusof et al. (2014)

matlesfiunasmanmaaaudounnsasludnvasiiaansarildlienin 35mstleaiy
winadegiineneuliauaninannnnelunmsaessuginduuuenilanemad dems
Amuathismadeslimanean donwdndfignées nulufinsesnuuuses delazainluy
nsfdaauanld wasriannazeiatunulansdan dmdunisanadeumdaunnsas
sufugedinsiamunsoanagaumeluilalanzld iy 38n1suuy RT vide UT imnzdinulng
Hunsilssagnielu (Internal defect) SImpETuNURn DS UN NI BIULLHUAS NIENTLIET
fiawanisluresuuadonlugii 8 49 fnsdiiliegiiiafaunsoasaseulddsment wui
dumisrasnsthiinzaunulyfureuraunion dnvasdusunsemTdamuwasniully
firmadeniumaden

5171 8.48 Snwaiiaa eIy
desiidaunniasuuuauanilsly
PRI TON (M) wuudand uay
() wuulan

71 : Welding Tips and Tricks, 2019

(v) suandsluuuidaiia (External defect)

agnlsfioumiasndeunudsunninsiiauandeluiiadion Adldanisaaglld
nufinliiiugunin szdesimalianaiisudunaigiuinannisesnsulidla e

dWnsnnidudeunnsasnianudesnanindiswSeuisunudeunwissuuuseaunan (Cracks)
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iy inasteanug A mIasdaadlisuysalye asrmansEnagaEmMNTIN ANATEIL NBN.
2722-2559 vaaszindlng wiatnaminuuinsgiueenguiszineaglal BS ENISO 5817 :
2017 N3 N5U 3 T2AUAUAIN WID LNAUTIATNNIAIFIUNITEONTUYBY American
Welding Society : AWS B1.11:2000 (udiu

4 o . = :
511 8.49 MpesTuuNILTN

nanwudaunNwIsIwUuawantaly
YDILUINTONNNAGDUNIYID RT

77;1/ 7. Journal of NDT&E International,
Vol. 86 (7-13), 2017

auanileluuwuydy

2. daunninawuuasaanluatlily (Oxide inclusion defect) %Jmagjsluﬂizmmaﬁamw%mﬁ
ade 1 funuuawaniluuddnfufidumgianessmsulantasuyaauiic (Non-metallic
particle) Tnediaunniesiiasinnnassznaveenludfivsuu viaindoveguuiuilansad
WNLTeN (Base metals) wazfiiaadnudew (Filler metals) 1 d15isznaulasiaveanlad

PN [ =

(Cr0,) Nipdsupgfitveamvanniliaiy vieasenavegiilisveanlad (ALO,) Nindeusg

Q
]

finnvasTonzagiiidien viiefiadavagiimlnmdie (Tio,) wiefiiaTansaiiadu 1 Afiadeuin
inUnilasnisianseu Tanziadeudined wdpudyn uaztafoulastiown) Fagaw ludadn
wndaufialanséng Hudy mnlsnavssnladuuiuiinmailiarimadeniuadllinesla
woavazaeiuilaideniutanasy udzzuagmeluthlansiman uasdsmaiaany
wnuiuiinamninhlavemaniados 1 assshiuanagfimuesnisnaamihimiioulineniu
fisfurasnundelane iaih TansBusmalenaumailfieTauidneguinmaduiuns
widon TezGunammeudsiithinegin “mmonladily” fuandnsuzsasiaunnia
Lmu*fﬁ,ugﬂﬁ 8.50 TaednsBetioyain CSWIP 3.1 (2009)
matlasiulailfiAnansenevreaudsiiduimoneanladein 1 iednagludladanay
nanenfudounniasilifin)szasdiiu Ansfifilszansamanniigade mavanuazanaiiie
vinnanladindeufiani q ualiuuilanstunufivsiannmaden fienaslfinaiia
N9na U M3da Mage viemadenis vieanlfinafiamuad fierdemaadlumidaiiarh
anuazea Jaileliiaseanlsdiifudumauasiiym matlesiumaiiamasanladilduile

A < o &
WaNNILUTEAUANNELSD
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nsndaumdaunnIainazdenldiznsuuy RT AL UT iazanunannansyes
g‘ﬂm&aaﬂlﬁnﬁ (Irregular oxide shape) gﬁ\‘lﬁhx‘ﬁnﬂg‘ﬂﬂiQ‘IJENTWNmmﬁ (Regular oxide shape) 29
o o oA P o = $ a 2N ¢ =
godldnmuuwsuiduuimnesinSeuiiey flasnfanifvesanlsznavesnladaziiany
wnuiuiandIiialanesay 1 dany sxnnguinuanulideiiisaniggnsmanvansuasd

iy (Dark) vuwkUAdNAWEEITAY AaudnsdIaeelugiin 8.51

aseanludialunuiidoy

| 1Y o ] o 4
71N 8.50 dnwazvnddpunnisswuuaesnladiiiiluseuuidon

ﬁ;v? : TWI-Deftects / Impertections in welds, 2016

v a d L4
WHUAANLDNDLTE

aanlue flaly (Oxide inclusion)

=~

(n) wuadannioanladdaluy
(1) uiuAduATIREDULLL RT

P o =Y = e = o =
31U 8.51 MegsBunulienuazuiuidanavgauniaesnladdsinluwudey

7371 - Defects observed in radiographic testing, 2013

3. daunndoanvuarstansilsly (Metallic inclusion defect) (Hudaunwinswvvainiaa
wantaentliimagluiladondnafianis Tnsdwdandasusananasiudmanvedans
(Metallic) eldiafi’mslmy'L?Ju‘[amalﬁ@ﬁﬁﬁmmaummtjd Wi AU Nosuas win Tanzau 1 Tae
Tavemanilsgainlilzusgluiavssuasmeluglvaaawiadoudn 1 (Particles) Lt
TanswonianasuasaadudiaifadurswiinantasuiledhudadeniiGeni
“Favnnsasanstansilily” nmsdnmaniddeiniedomui mslansfifutiymuasnuies
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futes 1 dniiannTansaeuilfduunedianTnge (Non—Consumable) tiiavhniseninasa
YUIUMITENTN (GTAW) YUIUNTLTONNAEN (PAW) TasUndvazion$nlasuesain
‘ﬁdﬁmuﬁ]xﬁiﬂagl:mﬁa%ymmﬁﬁixﬂzﬁ’mLﬁﬂﬁﬂiz&l‘zm%ﬂmmmﬂ%‘ﬂu (Arc length) %’aﬁmmuqu
Tazezvinani 1 fulinsaamsidon widinsmuauldlidemsaiamanameaiatia
Tijuadluiavaeuazas Umesesmafiunanuazdnazanangadnlulnhlansinad e
manuiaslanzmigauiozduduandaoy Ehéfmgiimﬁm%au (Metallic inclusion)
wennil Saewsaiannifadedu 1 168n wu fieannsensnidendenssualnfigann
wWuly Wsemsnmuatloundsnuanudeuniniiuly (High heat input) w’%amﬂéﬁl,l,ﬁ”ﬁﬂﬂﬂquﬁ
fleanduunanagun lasthismmdwdudifamnaanusouimlfaaamaunao
azane uazgaTheailiiniuradegmeluuundoamnsdu MU 8.52 uansdnsazninms
adnidandaaaa AU LTU (1) n) N wwdanildnmsarindsaaridau (31 9) uee
é’ﬂuﬁuzgﬂmemﬁﬁfﬁimﬁaﬁmuﬁﬂqé’hagﬂulﬁa@'au (31 A)

WTaNin

AIANIELAL

(1) MID3NVBIIATIIELAY (v) wanniilansnaauifaluy
7131 : American Torch Tip, 2021 7131 : Weld by scott raabe, 2015

P ) a
3UN 8.52 anwauzMstinua:
suuvvesdmsTaveiadAuN
maensnfiiiamailedluuug

, Naaauilaly
JoN

(m) dnwazynlavenidauialy

7’7&/ 7: NDT&Condition Monitoring, 2012
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natlaaiuuaznisnsvdey dmsunmisilesiuligeennamnsamls insdunguasans
wilandasusnnnmeisaauitanlferinden Iduanufeumnnifulianiammoasy
asmeletluidnan uiladenmsananufeuaivieliananufeundliisiiunnavesnin
aaaulilady viieenliismadensiiavesamaiisuuuunauiiyanasumadiigau 1§
T4 Thoriated tungsten %38 Zirconium tungsten uaznAfiavioANNINNYYBITTaNTITIE
TumsSnsneansniuquizazarinliasiuasmnsaielilfAansgulmemaiaaung
Tuenaaussme dumansedaumisunniasiiinnnlansiaauillu sananlfifuuy v
nmdfifiausnafiuuwndenmnadudounnieafidudainn éfummiugﬂﬁ 8.53

711 8.53 ManTIadaLm
Favunnsadlavznaaiauelaluwug
Fanihausnafidedsuuy VT
A : TIG welding problem, 2019

dmunsdinifamailifeginmeluasiugeddifuuy RT Andefinnsananamas
innsgrestiaauidufizlneibiviuey uasusndiinaugada 1 liuieu difieen
wHudunTesauLTonFEASuuy RT sesmiadslumaidasmasenumanndlSaiianig
AISI 316 éhemnumadiaadin aansafuimenifilududaniaine Tugi 8 54

' PN PRI 51011 8.54 nsATINERLIN
wwdipmanndnl5adin AISI 316 auns.

saunniaalaneaaauele
\.- = \ ) 3 X = o A
\ J\))) m | TuwwdondedSuuy RT
- y ; /s " J & |
L e LT T TS Ea e i 7141 : Key Engineering
Materials, Vol. 833, 2020

T o 4
LRUNANLDNALTE
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8.4 mmaauazmﬂLtazmauﬁn'l;iﬁnmm“luuu'aLi'au (Lack of fusion and penetration in weld)

miL%E]NLL‘U‘UﬂﬁE]NmmEl (Fusion welding process) ﬁﬁﬁ]fzLﬁﬂﬁuuummummaamzma
yaslansnuiidounasmadoniiauyaluuy innesdufaimmmasuarmed liauysoiasdina
liuudomdaiudounniasiu Tdounnsaaiiiannaungilaziogaasdnum: fo a3
wasnazanalaanysol (Lack of fusion %38 Incomplete fusion) NUN1swanNEN N1yl (Lack
of penetration %38 Incomplete penetration) lagazl@nanluneazidenvastounniaamdans
e luil Tﬂﬂé’ﬁ@qmayaﬁugmﬁnﬂ AROTEC Inspection Partner Co. (2021)

1. MaviaaNazaelianysol (Lack of fusion) Fudeunniasinuefuasudnaisely
madauuuunasuazaennasIunEdanImadenuudumauaslifvain Taedu
faunwiasiidnsacliianimasuazaslunsgaviaunadiunisesuuiiiiay (Non-
melting) Halsziuiinnnnislianuiewdenud Tansduaulinasnazas mmnmm@ﬁ
nanavane I&ua anufeudeniiflouddniuly mesenuuusesdeligndas maniuaui
dewligndas (deiidew) yuidenligndaslasanznndonlansasiafiganaoy
armednaiu Hudu Taetnfdumisedaunnsasiivialagd1admunasgiu 1SO 6520-1
wozn1AIgUYading ISO/TS 17845 ldszysunisraimaindaunnisauuunasnasasly
anysarld fauandlugii 8.55 1 3 dumis fadl

° mimamzmﬂlﬁﬁmyﬁﬁﬁmﬁqﬁmﬁw (sWadhaBa 4011) suniaitAnnnmslainasy
azmsvasimimientwessesdalansduauden fnifannmametidenvidamsauay
vidiawliaiaue nazualwideusuiuly yuidewligadasiliilansnalUreunsanin

wazanainnRgunuiieanladlzlu dwansseendaunwialugii 8.55 ()

v
=

o mavaayaemelisuy el iuTon (sWadeda 4012) analiauyseidnusued
wdatunsdaalansfinn fimadusiadeninnnimilauus (Multi pass welding) fuwtia
fhzfafAnutuesdssninuundaly auvgudnananmslinsudlwideuiiiuly vie
anuiidaugaiuly vielfinaianmadonligndas iy unsdidenunnafudaiumih
Taurumsidensturiomaianiieiy (donuuinndisauiums TIG esfiuniinge
YNNI MIG) uazupnaniifisnngnnmsianuasaauiidauusnliauysol Sauan
andadlanunisendn Wud é’mmﬂugﬂﬁ 8.55 (%)

° miwaauazmﬂlﬁﬁNgiiﬁﬁLLuaiﬁﬂ (V81989 4013) suniafiinnufighunn (Root)
vasuunion Minamslinsasasmevaslovendniizasnaninuduan smaianavans
dausaniu ldun nseReNszesieItann (Root gap) wauvieniradull aadaudniie

Tnaiiulyviaynaralignses anwduiusvenszualiivanumlunsdenlimnizay
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tamamelauinlanzaamaden MIG/MAG [Hudu auudaimegndaunwioslugili 8.55

Q)

Lack of inter-run

= a o '
fusion 317 8.55 mstindaunnInLuLNITHaDN

| sz lianysallusnumianing 1 ¥eaunn
\Waw

| 77&/7 : Technoweld, Common Welding Defects,

() Mavisenazme liauysainuwINn
#1471 : BOC —Lack of fusion, 2011

(n) Mmaviaanazans liauysainuiadudng
ﬁ;i/’l s Journal of Optics and Laser Tehnology, Vol. 90 : 107-116, 2017

FIUNUITENTNUITDN $ 2 dnumislinanuazan

L TN Bt SO 3 e TN n"!

() Mmavieanazme liduysalsEniuuEon

777',;(/ 7: Gabriel RIHAR. Lack of fusion in welded joints, 2000
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matlasfumavassasasliauysainsmamumisiinanideduiiy mldlisnnnn
wuhilsasdnfidasmuanligndeauaziisanm fa diud 1. manieusesdeveslansiuan
ﬁaamn%ué’mﬁﬂﬂugﬂﬁ 8.56 (N) NA1IAD éfENE]E]ﬂLL‘]JTJSE)EIGiE]Tﬁﬁ’]Nﬁﬂ’JTQHNﬁ’JL%@NvLﬁ
andes Taewznmadelavzssinfifyanasnazmesaiu (idaslmutenasuazmedie

U q

ywmadenliBsalumslonsfigamgisavasumariigaing) desasszesvinaastasnnli
winzan Afuaudesazena Taufamadieuuna (Tack welding) Tusudasangauasiiilion
fi990 39 (Alignment) éfauﬁm‘lugﬂﬁ 8.56 (1) fudud 2. mamunuathsenadenfiunzeas
Tﬂmawwmm%ﬁmﬁ’ﬂauLei'htj%yuam (Heat input) Winnadenauiunisiden sunalnLdew
wimlnaguuunienfiinzan wldfsanuilumaion uasiiddnyiign Aedadoudaad
vinslumsmuaunidenliiuinsensmeaiaiden Finwenmanuauazezenin Tasams
msidonTane vy ﬁmﬁﬂﬂugﬂﬁ 8.56 (a) agnlsianlvisz@negianainnnuisuain
maasnasiludinmsdifyfiildiiadaunnissnuunaenazaialiauysol adasnns

< o [ =
muqmﬂummn‘lunm%au

(n) masennneenalavznuieden  (v) Madeuunasesnslanznunasidion

P = Ao oA o
71N 8.56 mswassnnunauiveilaanuy
MIAATALANTBILLUM TR AZANE

Taanysotlusumiaans 1 veaudon
77,;!/7 : Tack welding—General Technical
knowledge, 2018

(m) MatasNa lanznuNnENAY
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manmadeumMisunnsasvesnuliauyssizasmmassaraeiy lunsdifiiauiion
feuuuduwuuRitlaasunsansieaaualeaen (VT) ¥seliiswuy PT waz MT wad1wsy
nadifidaanaanamludmunifiiicegnmeluwuadended#isuun RT vie UT meiianzv
naApuinIdsmMEdnaE Nz Tuduuasdisnumiamaiafinanléd duandugi
8.57 uansesLHuR§NMNITNIaTadeuLLIY RT Swzfiudeunniasilinaenazaediu
LEUAIEM
7171 8.57 wrivilan
ATNEDUMNYDLNNTDY
YpaNsHanNazane Ly
ST RNIRTTE oY

sunuaann luauy ﬁﬁ 713/1 : Image processing for
radiographic filme of weld

o ] v C LY o
(ﬂ) (ﬂ”lLL‘V]‘L!\‘]ﬂ'l‘JViﬁﬂNﬁuﬂ’]EllNm\lyim‘ﬂ&lu\‘]ﬂ']u?ﬂﬂ inspection, 2011

¥ yﬂl m

furisaawludwysol

(v) Muninmaavazas lianyseiniuun

2. maviaandnlaanysal (Lack of penetration) Fudaunniesfiiiaiuiunmadsuds
Taveansduiindeiy sluuvsesdaunnieafudnsazuundoniideTavenaanasarsainms
afnlimnnigamedesinaveuundoniidosnmdefiszyly (mamesudnildiaeniims
mauﬁnﬁixq) TagainnuldnnadneuzesseenssuunMENNULULMULAEN (Signgle V joint)
WAzLUUVINWEIUEDIEIY (Double V joint) wazsanlidesaadauwuuyw (fillet joint) A4
nNeasBeaveIudasgluLLasse il

e n1svaeNdnlianysalypsanvuzIpsAeTULINNINNULLY AR (Signgle V
joint) Founwiesdnsazuuuiiiatuasudann mmadunsnuinusu e dsesss v
figneefiguassalunsatianasnazmelinnneivenzglunasudnduld Tasam:Tans
nuiifianumunn 1 wesiidadianteisuldausouinsadldduidien Sainianmany

' & A o IS > ' o 9 o ' " a
Iuﬁuﬂuﬁiﬁ‘ﬂu‘ﬂ@’lLLﬁHQU‘SL’Jﬂ!ﬂ’]H‘J'\ﬂ‘UEN‘JE]EIﬂﬂ (Root gap) Mldvovvesseenslilinnvasy
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azane wazlaiauliaiannazluaaanuiiudinenuidudn T9u19AsaEenda NI

“maviaananlianysaiuuInn (Incomplete root penetration)” AIuaAlUILN 8.58

(n) guvureamavaendnlianysaiian  (v) fregnamamesndnliauyseifian
%1 : Australian Welding Institute, 2015 7’7{1/7 : UT of butt weld joint by TOFD Technique

717 8.58 nMaviaan@nluanysalvesdnuaIe A sULINRTINNULLLRULREY

mmqﬁé’ﬂﬁdaiﬁlﬁmﬁauﬂw%mﬁﬂmmzﬁmmnmiﬁ%'mzﬂwaaim (Root gap) L4
wzanfinanhadulyvdewavinnduly waznmadeniBunanszudldond i duiusiv
fudesinfiadels swlifianudiussssmadensunawesmaiion 1wy deennuauldan
denlnainszuas vistasnnnhudenlfaradevnadn Hudu é’aéhashﬂugﬂﬁ 8.59 (N)
LLamé’ﬂHmmmmﬁuﬁﬂﬁlﬁﬁwiﬁﬁmﬂmiﬁmumims'mﬁLmuLﬁulﬂ du 91 (9) wanad
dnvazvastanninfaiuly egndlsfinniadenamnsaufdaymmmznilddienis
Ysuasuanasesmadenuaznszudliidon i’mﬁammm%@mmﬁﬂaudnﬁm%ﬂ (Heat
input) 13U FRaNNLALINUTLIIAMINTaNaT innszualiidoy Auainiias viensdves

sinnhannasadsurmeaindenliladu wualndiag (Judu

(n) @519989710 (Root) wanAull (¥) 65199899510 (Root) nFatiiulyl

7UN 8.59 aN®aLUBINTETENTBITIA (Root) NHAKNIAYDITOHABIULINNUM UG

7141 : TWI-Weld Defects/Impertection-Incomplete root and Fusion Penetration, 2013

e MIVeaNAN LIaNYIIYDITNBUEIOIADAULINNTNTULLL §896U (Double V joint)

vnaztianuMaanlansNianuiuNn 1 leernsuniinauNI@aIs U anANNLE
o = v U o o a A L A

NNNIUINUMULAED uapgalsiaw Sadunlinizifansrasnazanenlianysoizungg

IDEADYBITINGD V 1apId U dauandluizii 8.60 (n) Manngndudiulviiiadounnsag
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dnvartinnnnaeieusesnligndes imadendhlednldlid wielfnnamadenls
wnganivnailadulyfudosnnfidn 1 wud luunaaunsaldesnngaimualily
FasiafiuFuudlNles fudenamnsadenlivunamadeslurunadie 1 auanumazey
Wy Jupsumadeuwnnnliaradensnadn (Root pass) wariunihldaeniamnadilaiy
ﬁ%ﬂﬂﬁﬁgﬁuﬁﬁsﬂ%uﬁﬂmmﬁu Aalduuunsdendin (TIG) nmMadenuwwILsn wvnzn13e13n
LANNAIANIELAY (Non-Consumable) ﬁmmmmmaamzm elinzquavduaila NN
deariunthluwudalusesiunsdesin (MIG) ﬂ'%@?lmumﬂ%'amvlwwamﬁ}awﬁjuwgﬂ%
(MMAW) azganteyrinisiiadaunnsasainnislivessluwuidnle sgnelsnany ninwe
anuinnyresliendasgannismelunismuguanasNarMef LTI 1IN0
AalRadaunsasfinsasiauniauniuudnn (Undercut) visuudonnnludasnuniuly
(Excess penetration) w’%amﬁ]Lﬁﬂmmhjaugiiﬁmmgﬂi'nu,mL"i’iau (Imperfect shape) (Hudiu
wenninannimuilamiiiannnsidedennuiiisssinniiiseiv (Misplaced
welds) é’mﬁm"lugﬂﬁ' 8.60 (%) L?Juﬂfym‘ﬁLLﬁ’léﬂenﬂél’aﬂﬁﬁﬂmmmﬁﬂmumﬂL%ﬁmLﬁ'aﬁ%ﬂaﬂa
voswazaeliliaglusumisrasiasnailianiu uazanldinaiamaidaufinfiaiuuas
muguuianasulddmdanunmniaystineuuddedessunadoudvaaiiangu 1 910
mydudumAselaimainnefianmadeswuylaie (Hybrids) Wt ﬁ“ﬁd@ﬁl@\‘l TIG +
MIG/MAG %38 TIG + MMAW ¥38 LAW + MIG/MAG %38 PAW + MIG/MAG (THusiu Taef
ihienasusudasdsinli Tasmmemadeuwuinnel#Hsnmadeni orfnuuulidvain
(Non-Consumable) wazgimunimaiianisidesuuulaikaisdenldtumadesselansiiona
#iaNU (Dissimilar welding) memiﬁiauLLu'Ji"mmmTamﬁ@imJﬁ@ﬁu%zﬁmmgjmmmnﬁu
INTIEWHANITNNTNADNAZABILUANANNY LT HYANADNVAIAINY VEIUNFNNLATANY
puisanumnadlansnuiihindemeiu fy hadendesinsanliisauaaunn 1 this

Mzglunsananudssimaiadeunnisswuumvesndnliauyselvesmadoy

=5 €%

(n) wesndnluanyIalLULNdD Y (v) veandnladuysluULIBELNLED

.J = 1] J £ v «
gﬂn 8.60 miﬁaauaﬂ"LaJﬁuyiiﬁmaaiamaﬁumﬂﬁmmuammu (Double V joint)

7’7.1/ 7: TWI-Weld Defects/Impertection—Incomplete root and Fusion Penetration, 2013
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o nsviaaNAnlaanysolvesanuazIasdayy (Fillet joint) é’fﬂagi‘lu‘i’fanﬂw%mﬁﬁau‘im
wutsaldiasmnuasmadenuuussyu Tnsfudnsausansdoniivonsauazanslaldnan
nequinluUinAnanudngaiosde fuanguuussdiounniaaluzii 8.61 (n) wasdiuauai
filiadaunwiadlugii 8.61 ) mm@ﬁé’ﬂLﬁﬂﬁnnmmé’uﬁuéﬂlmmmﬁlwL?iauﬁ’ummL‘%’ﬂu
madon 1 nrsudlwidengiudanuidudoni wsvhlihlavsmannaadeulnalldey
aranthlufiumaduuuiden ﬁﬂLﬁﬂﬁ’umilﬁauﬁaﬂmm%'auijWé’ﬂsﬁ (MMAW) TagWandd
WmmazmaﬁmﬂuamulﬁavlﬂﬁgumiaﬁﬂﬁﬂﬁhjLﬁﬂmiwaauaazmﬂ‘luuué’u (drulnaidu
yun) uannnilfafianimdiasiuguiBeassszaninuasmaidondeudhdn tmeesd
nadaNIENILavaeNazme wasficninislnaveniarama flumeafiatesemdii

Wendpiimuauazauauifdslunadionligndsuasinanzay

- veandnluavyIal

(n) uvvesmsvaandnlianysaingy  (v) mavesudnlianysaisessdey

A = v N . . .
311 8.61 maviaan@nlianysaiuessessayw (Fillet joint)
741 : KEMPPI-MIG/MAG Welding Defects, 2021

naasdaLmdauNNIBIsIMaeNdn lanysalawaliismmadeuldnnisuuy
laivhans (NDT) Sussfudnuassssanuliauysal nanie nsdififufaunwsasuuandonnn
laanysalawnsansvdeuldmedtuuy VT inziuansazessdaunnsaadaiiiansangld
nadhunnaassesss duunuindngluldesienl#isuuy RT vis UT Wy madeuilad
anwswrdemadienrie (Hudu dunsdivesnnalianysaifideuvuidenaasdu (Double V)
wazmsdtendeyw Founnsansintumeluuuadond limmnsafiasueadiuld Sufudads
FBuuu MT viie UT via RT fauanasnadeuainsnsindauuunds RT ffudiudlinesudn
vuusudduendisdlugui 8.62 Snvazvasdaunniasznuiuiuduasendeiiios 39
ansaiansinaldasudnautiug vaz Juiounnseaiifvueilng wisuasionvesd
Fnwaziugig 1 fu 1 lunsdiumisfianmslivaenasas udeziudnuazade 1 fu fafl
AemalfTuuideiudeunldfusunsesdatun
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(n) wuandaniivaananliauyseluuunsu

(v) Wanonaisd

UM 8.62 dagnanninyadaumnsraandnlaianyseldiedsuuy RT
ﬁ&/ 7: EURASIP Journal on Advance in Signal Processing, 1687-6180, 2012

8.5 anulaioysaiunegisneunsiAunaidon (Imperfect shape)
Faunwiasdnuasiifulsianidiatugpnameuenaasundendlidullmugingd
asnilu Fufudeunnsasiiamnsadiuldanameuendaay vasdeunnsanlsaanias
dIRARDANNEBNLLAZANNG BRI EaNie Bilaaamsdnsasnufiniuany
mean viauiuanudeuiessaddanaiudends feunniawasgieuundaniudly
douuanldlienn semnzlnngliiuianuegmeuaniiaansnsineanudhmadentey
wawld Tasdnlngfnansznuivaniinenaduddny waznntilymioadadumsiides
ihdunilissneusmiuliudidy 1 Hhudu feunwiadludnuasiinanmasgluuulase
Igndnddugiuuuiidlomafeliuwaswuiesagiios 1 Aol
1. 308fiaunis (Undercut) iluanulianyssiveawuandonfiialudnvaus e
winaevslansndnfithaniden sUuuusasieseniusesuniesienasuasmeimiiou
Taufa Sadend “sesfaunis” Tnsdamarilfanununasdansnananasiasgoydeaiy
uFassaslaseadeuuadon faunnsesdnwadziadunsdendagy (Butt joint) NUNTS
L%amgu (Fillet joint) seafaunisinaniadsmunisiazialdaenikin fe
o 598iALWINLTINNBUBN (External undercut) Na0UNASI38N 31 Crown undercut
Fusestauniafiiaiuiusnadumiueuuiiey (Face weld) ﬁmﬁmiugﬂﬁ 8.63 (N) Bail
Tomainldmsgasinuwesrsuuuadon
o soafaundaisaniely (Internal undercut) Wap119A53381 31 Root undercut 1y

anulianysaifiiadmunnniadulurensdiavee Juiandunalune aMeludimie

]
[

melulassa$endanlugnasdng 1 laadudnwasidauniseslanznaniizessnn (Root
weld) Aauanalugii 8.63 (2)
aungnmiiiiasesiauniannnmeidsndinng ldun nadesnnszudlvizongs

viuly saszezarsnunniiuly Mruas s @ann lumnIzay NMTLEABNIUININLTDNLAE
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denuianagulignéas wasifuilymanniigade Fnuensmuauiadensiuiinsds
aadenvastadenlifneneliaiane (ndindeudeuauna (Automatic welding) ey
fiAnaten) Methisfinmnaesinanridiiasestauisiidunuuuwnenesiismesn
WWAEeN (Continuous undercut) waztiluunuinuniaciuszes (Intermittent undercut) Nilszee
du 1 Suge 1 luwesadeiu audsessauniafiiaszniundessensagenioiy
WaELUI f3eniudn “seefaundessnineiisnden (Interpass undercut ¥3® Inter-run

undercut)” L ianuMaianlaneNTaNNrUININ 1 NEBwTaNraININTDNABLLI T99E
LNNTDENALAINTEINYDLYDILUILTDNL AR LU

IDENALANAUUDN
(External yndercut)

Undercut

;.

LRl 2 I RE W P
| 43 RIS - S 1 2508 -’ v 11

(1) LUILTDNNLAATDUNAUWIIFIUUDN
7147 : Arc Helmets, 2000

saenawnIaculy
(Internal undercut)

7”7,1/ 7. Arc Helmets, 2011

(1) wdanfiinseenaunisiuly
77,;(/7 : The main welding defects, 2014

A i tﬂl o v
31]"(] 8.63 ﬂ’J']%JvLNﬁN‘]aljiiﬁ"llaﬂLLu’JL‘HE]?Jﬁl’lﬂﬂ’liﬂﬂLm’N (Undercut)

seefaunisdedudounniasfifnansznulasandeauiinunavesuuadeon nande
Fneasrsesiauninsiuendereniiiuyaunay fuufismuennuidugs (Stress
comtration) wdenAansuaninldine fuil fasnsasauLasTeNwsNisuuEeuAnTe e
nauwrie lnetn@Asesnaunisziinnalnausudulddanuimesmemamsaliismsasadey
uwuAs VT sadulunsdifidadudumelurssundonnn limansadhllanegléfadald
BmIaraaeuLuuds RT Aglédnnusuilauonaad duanslugil 8.64 naiianzilienn

WWzIRENALRIRzRULdUR TN oRanwEa TuTuszee waszduluTuwufamafenu
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Femaamienennsallding drurnaessesiaunisasandafiumuANFILRNIINTTA
uniafiintu falasndsesiauninzuandudiumuriiasuiunaden nade suaumns
deudlinssualunmsariniquunilemaiinsesiaunisiing uaslasmemaiidasdeia
Woniduanta

508NN (Undercut)

/'J
/

508NALNRI (Undercut)

308NALNRIN (Undercut)

Radiographic film

(2) Hduenasduwndoniiiaseeiaunlsmulu (Root weld)

5171 8.64 mansnaeuaaliauysairasuudaimnmadauniadieds RT
7 : Radiograph Interpretation Discontinuties Weld, 2012

nmsflasfiuuazmstenuwsuwuidoniiinsesiaunia dnsunistlesiulaidufeusnniin
e Suifdsnadeunazasdilznauidesfinsanidanldlunmadealigndaaninzaudad
IgnanmudrinsduiaamaiiliiAadeunnies dusefurasmsdenunnioudlylig
sndmiusesiaunisnunieuen Aaansalfiaiasfiosinveusesuniseanlulyiyuunay
naneuynldawu (Madeanie) Wiadasmadendnuudeniiniamunsarld uadmiuses
Faunisdumelufiduuuidaunnuamsndadinusanudu flimunsadhldalfiy
sufudasrimasaudesialuudirinindenlng udsenalsfiny desiansansasduine
WasgumssensulElldauanvaresnuy wasmamdnsesnaunisdasldmldanaumnaes
Tavendnanasmninnasinasgiufisenu Sanaviinasguniseenivaansa glénnusas
anasgufisansuiu 1éud AWS D1.1/D1.1M:2015 ¥38 BS EN ISO 5817 (Jusu
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2. TanzidaniinduAufonthuazn (Excess face weld and root weld) fludaunwiag
ﬁL‘ﬂummﬁﬂﬂﬂafﬂmgﬂénu,mL%aulﬂmﬂﬁé’iﬁmmiﬁaaaﬂLL‘UU"L”JT Tnenfudnpasvaanisfid
amadendhmnduldadadiusesyuiu fdunsdeanuuusesdendesuilomaiiosia
iadendmduldnumiuazdunnveudenuuuesy fudnuauludunieims
\dondayy faslddinefinesBenfduseudgluusesiaunwiadalil

o dautiuvasdunthiIuuden (Excess face weld) lunnanssaz3eni Excess weld
reinforcement FUuvvfiuundongeiniiuizaslavendnannidiuly dawandlugui 8.64 (n)
sivaNugaILuIdeniidaislaeUnfesanauiiuinvedansndn udsenlfgauldly
wnasinaspufiseniuinsgnimualilugiionasg famaesfeunniaddudnumstasi
Tlanahuiadeunnduuazudusannnilansndn GaasnaldiAinanuidugs (Stress
concentration) fiauasudandideiulanendn uennnilsaiugUamsarasmalsnaudn
fududiuduresnulasai wasfudasmadoadindununaden nudiwnuliasn
ypanwaien dulnaiisnndaianaiavasmatnuatihdsnmadew wu nadenatadenii
vnalamnnifiuly anududosiuiuly viemadeuiwuwuaideninnduly madmsunn
wisunthauiinhanndulufidesduandaumnniy

mMinTdauiaunwIsating lIaATIEaU 8@ (VT) N2z N TALIULULLD
deu Tasfiiasdafifiuinaiaruiaanugaeiuuidendznaunsamaaey Hifianu
nanvaevenain duanudusadeluzli 8.66 dmiuudlyvdetenunuiioamanuerh
awsanldliennfisaliismineandremadessludladeuduiusenly

o duALIBITIULUITINTIN (Excess root weld) UuuvYBITBUNNIBIAM BN LLLD
Amihuainalumuntieesuunniewundvansesiulunuads éfmamiugﬂﬁ 8.65 ()
dnlngiannmadeniinszualuidonguiuliiihTavenzgeanliinn viansasuszssung
nanhaduly TasUnfuundesdudniiauysolaludeaninlusdudsiulanswdn wazeas
WiAveeninldidntosmannaminasgumssensy fideslimnuiuly fiezdadfiaiadio
naarnauuaidon duwandlusii 8.66

nsamedsuMdipuNnsaslaiedmensinsangnnaemitiisanalagiinainany
\fisenss nadifinuefihnisudlugenumuienisiineandenadesslu dmiunsdifiuug
nnagmeluriordadimausiuaulisinsadildaneialdededdisuuy RT Smurnazes
wwdennndmiuiliannsosensuldfidasrinimdeninit dau madesuuinnluny
dnuauzdmnanil dedidficuiumndemioananudefiazdoudluiowudenTauyfiast

weaNFuld
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° damﬁuﬁmﬂﬁwmLLmL%'awN (Excess fillet weld) founniasludnwasiliiniuum
Rwihuuwwdew Mfile L%awu?]’ummﬂﬂ’j’lﬁﬁmmvﬁmmmiﬁauGimgu (Fillet joint) ‘ﬁ§ﬁ°}’ﬂ
fudlumadendsuuusa T TauasaGendaunniaauuuiin “ANYUFIULAY (Excessive
convexity)” sauansgluuuasdnyuluzlii 8.65 () dwyudvrsniadouwuudeyud
anuLdesfiazinanudsmessauiidosannniduiiuraimdsuuderu Memguwag
ﬂ’ﬂNH‘u"ﬂmLL‘L!’JL%E]Niuﬁvﬂﬂmzﬁ’ﬁ%’mumﬂfjﬂ‘ﬁﬂﬂumLL%@N%‘IA‘JZ%TJ”NLLu’JL%E]Nﬁ’JuLﬁquﬁJTﬂﬁZ
Win MUNAIFINYB AWS D1.1 dunainiseansuanuyuliduandduamad 8.3 wasdd

o [y =]

NAIgIudu 1 Nlnaiiededuezivuduiuanaiuiiamisaiiunldiuinasilunig

o v ]
4 Y =

anvapunsansuld NilfvegiuanvazuNs A IuTisanTuMNTaaNa

| o a 2 ' . ..
M1979N 8.3 N’Kﬂiﬁ’mLﬂﬁu"ﬁﬂ’]iﬁlﬂNiﬂﬁ’)ul_‘}utﬂu‘ﬂﬂﬂﬂWiL?IBNGIBQN (FlllCtJOlnt)
77;1/7 rAWS DI. 1-Structure welding code steel, 1 7hEdit1'on, 2000

mmﬂ”j"nmammﬁiamimgu (Fillet weld) FIUYUNUGIFA (Maximum convexity)
anunTe (W) < 8 wu. sonsuldn 2 wa.
ANuNTIe (W) < 8 fla (W) < 25 aa. sonsuldn 3 wa.
ANNNIN (W) > 8 wu. gansUlan 5 W,

mmmmﬂmﬁﬂLLmL%amﬁguumLﬁu"[,ﬂ%uﬁﬂmﬂﬁﬂmmawhaL‘%amﬂuﬁumiﬁmuﬂ
hfamadeniiligndes iy nssualwidonmudiismnnnuazanudidons aenalsfia
fuflulnAvesmadondeyuuuusn T hadieuazauguievassazmeliinanuaunaaiu
(Symmetrical) ¥peeanssuvaslanzndnaaudnaennmmzuuduaad mﬁmmm%ﬂﬁaﬁw
TavelnaBesnn wadauduilaidonliiduiuuuigudsfasiliundeniiuinnnh
fimsvadiy uatlaumilasiadutoennnadiiilendewsuna (Automatic welding) imdens
Besidante Ty namsduahomiddelumadeuseys wuhidymmsyuseauuda
wniuldasifafumadenlansdraiiafifianuaansalunndauuandisiu mlvidas
muauMaANaIaTiszia T TasamslansAfiganasummismaiuasianmneyuseau,
dowuulavsndnfineanennni fadiasderinsensauauiadenfidnng uasiiisanss
finnufuiiineenuuunmaiendoyy dasdihfimudadmuaivziauuuunidouny
NAIFUYBI BS EN ISO 2553 @B A1 a = ANNUIUBILYI (Throat thickness) W z = AINEND
91 (Leg length) &7U s 3z8z9aaNdn (Deep penetration throat thickness) A4 LLﬁﬂﬂugﬂ‘ﬁ‘ 8.67 i

FOITUNUNTDBNULUIDEADUUVLTBNYN NIk T —joint WU Lap joint wazwi Corner joint
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]
=i

M3aTIREUMTBLNNIBIEIML AUNUUIREINTaRITaN lameEea (VT) izt

faunwieameuaniiintuau Taslfiaiasfiainainnnauundeundelunmnageuunss
dadula Mwaadlugui 8.66 dunsudlysenwenansaliisnmsmiadnyuiueenllde
Bmadeselusen uadesziasTifahiimivulansndniioraiaduilymnisliesnsy
udu 1 veaudeadindin Tasamzmadeusuiiihiunsasn T—joint fuwL Lab —joint
duUY Corner—joint uflaldiefigannzuuandansgfiyunesuaniiiufiananaluns

1NN Ly s

5%CO,+95%Ar

Face weld

Excess weld

metal, h

(R) WNWBNEIUYULAUYDINTHBYN (Excess convexity weld)

J k24 \J ﬂ‘ | a dl v a 4 v
JUn 8.65 Faunnsasaslanzuulioudniiundmuiminuazdunn

771/ 7: TWI-The causes and acceptance of shape imperfections, part 2, 2012
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*

M .

p - -
\/7“ e o3

P O 3

L Jomm ,%E N 8=

N = <

S\ ~ &

ol omszm  CQTAN 3

, \uoe= «nSIZE? 2 ; \5\\ "-Z
N -’\V) —

711 : SUMO auge tool, 2011 i1 : INSICE auge tool, 2000 11x/1 : FUJI auge tool, 2009

2| pai o A .
U7 8.66 FULLLNTAN®AYDANTINYUIALUILTBY (Weding gauge)

(n) LUNTONNNENIIAT (v) wudnaadudn
(Mitre fillet weld) (Deep penetration fillet weld)

P VoA Sy A Y a
jﬂ‘n 8.67 ﬂ”ﬁ@’ﬂﬂLL‘]J'1J5E1EJGIE]L%E]NS;INYW\ENW%’I‘J?M’] (9823 BS EN ISO 2553)
ﬁi/? : Standards of BS EN I1SO 2553— Welding and allied processes, 2019

3. 908008 (Overlap) Wudaunwinadeginsaesmadenfidudnsazrsansiiilans
warnnmseinlnadesluuimiheedansiunuvieTanendnlaeilifnmesuazans
fany @ulun) %’amwéaﬂué’ﬂumzﬁmmsaLﬁﬂlﬁﬁumi@'amaﬁ"'qmeimmuamnmiauu
auanalugUil 8.68 wasnauudeumnnuazuuadeuduioni Hufaunwissfiieiumenan
ansadunadiulddanudeman Tasduvsaislansfigundeneasninfiufinizalans
filiiRanamasuazarsazilinmasuasarefiveusesaadululdsesnsliauysal
Uszansnmessundenanas iuurasazanaudy hilnansznulnsasdaauiannases
wuden uanand Swsziataymnistansaumelusenuay 9 lufidy (Crevice corrosion)
meldsesine Jufusuanemnsliamsansadiuldnnmsamnageulaem 1 1 dawans
shatagasmaiiamaiansauluzii 8.69

smandnusmaiadaunnisannnmaiiavierinusassihadeonlid fmalyfms
@onvuiunisden matdenataden uum'sﬁiamm:mmL'%ﬂumilﬁiau dwsumsidoude
wuu T viiadauyuinwudaunwindudnsasiiissinn uannnthisnmadaufidenud
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mslnavenihlavzaneainasndwsusuamadiuazznamnauduluiufinTavendndidla
naN MeLraeussliingsweslan (Gravitation) é’mﬁmiugﬂﬁ 8.70 nMsuAdndiosade
finsemamuauyuraniideuiierzaamialnansseanilavs dmfumadeuuuuderuasiia
Fovnwsewuuillunsdfidmadenlanzluridessuuueu enlamaiilansdos
Tnaauniiuivreulansiunidusaiaduldie dumadeslummudnbadunmsdenlans
fifienumuanasuiudesdounansuud wuihuwgateiniuwaudusenlluansesde
naeluseaineiu eglsin nmsnemunumensiseidaunnissseing wud
ﬂiymfhuslmy'Lﬁﬂﬁnﬂmiﬂaumm%auL?Tﬂgiﬂamamzmﬂﬁmmﬁulﬂ Badandieanu
FewmasBain B nauilelansnnaindensudusenuanienasuazats Tasuwimaudleid
nalaansa Ao aanszudliden idonlfmadensnadnas Minafiamadeniignédaauas
wianzay Tagtamznn)fuyuBeaaaadeniiazislunnlszasniTanslinalyly
fumisimingan fondaddinadeniidesianuinnaanndisme faansaligadiialy
mIuftlagmamzni gy nsdinndenseilansiianumndiiu wdenaindandianu
nueenals %ﬂaﬁﬂlajlﬁizuwﬂEiN"ffﬂLﬁ]us[,u WPS (Welding procedure specification) (Juu

398N (Overlap)

(@) iﬂﬂLﬂﬂLLuaLﬁauttuudauN (Overlap fillet weld)

J ¥ \J a‘ a
3‘1]"(] 8.68 YD UNNIDILUILTIDNTUATDYLNEY

?7;(/7 : Macro Defects in Steel, 2017
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naasvdeumdeunwisiuuusesng sapuinshmmzduenulianysalveagng
meuenfimansafnsangldnnmenvieisuuy VT wazdunisiiiafiameiveuyes
saegenauInneuluazwwiaduni wazdinsamanufiaansouslavedonuanl §
Fensmineandieniniesrly wazdmdadelansdenasiuiszeansulafamansaden
wwainlFauanuanzay agalsfionn sazihnmautlagesurniidesfiansdeany
sraiasr i d@emnisnady 1 Srades e lnsznusudeliiAaduilamdeunnsadnaizu

1d

[ 1 . : = P [ ' . a a
NMINANIBULUL. Crevice U7 8.69 mM3nanseuuuY Crevice Nt

PNNTDUNNITDITOYLNBVDILUITDN

&
e
-

7 : Thesis —Universiti Teknologi PETRNAS,
2016

= PN a a ¥
71/n 8.70 seeLneNiinandnsnatnlans

fammsliayailove <
? [ gnaslilnasaiidmsussliinalasdan

EY)

(\ ’
S? 717 : Weld defects fillet weld, 2012

4. ﬂWiLaNi"rNL%”ﬂ Wl awiﬂi (Incompletely filled groove %38 Underfill) Judnatia
wisvasdaunwinsimdifginaesaden Tasfudnsazrssmaidadonlidu ool
Waiufiressasasun dneuzgluuvvasiounnissanandluslil 8.71 efin1sanain
sUuediaunwissmuiade 1 fufsunniesuuusesiaunis mafufisesfaunissinuy
falansunuus Underfill iinlusazninssese talasnasgiuaesinnnadeaudaunnias
wunden maduseadenlianysalinunefofifialunuinn (Root weld) wazutifiIwn?
(Face weld) ininannmadstilaidosladining uanuilumafiasnnuduiutes 1 fuia
Tushuvtiseauundenionth hilenmaialdnimadeswuuuuaiien (Single pass) LazUUY
vaN8LUUI (Multipass) 6'1’@LLamLﬂuéhashmmiu”a‘unws'aﬁugﬂﬁ 8.72 (N) Wz (V) MuAAL
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Underfill

P ] o a v v A a & A ' .
71 8.71 anwazwssmaiiadounwissiidniiio@onlaiaysal (Underfill)

747 : AWI- Weld impertections that lead to poor geometric shape, 2019

Underfill Underfill

(n) MAADNULULUUILAEN (Single pass) (2) MIaTONUULNAIBLU (Pultipass)

= o o v A a & oA ' a o .
711 8.72 anwauzdipunwinsAnilaionianysain@amii (Underfill face weld)

731 - Laser Application in Materials Processing, 2010

smmguandafaunwiasimmaduilaluseadenliauysaiazannnanufianmazes
doaduszneundn fe diuresmIsenuULLIEeNT fMWuaszazreasaann ldnRusiuiy
mM3densuamadiondidaun samuiuiusIuILYeELYeINTTENIULE NTBI3EILN 910
amﬁﬁfﬂmaau%aumﬁﬂﬂﬁmﬁuLmeﬁﬁqa Frevurunisdenuuylauia Laser—MAG
Welding HONINARBINLINIZ82HNYDITDEADNNANIILAN Underfill AILEAININHANITNANDY
1ugﬂﬁ 8.73 Tnensdinszezsnsnauay 31 (N)—(¥) 9ztna Underfill MM LY TN ED
919 LLazﬁwm’fmnﬂ“ﬁyuﬂxLﬁﬂi@ﬂ*ﬁﬂﬁﬂﬁﬁmmwmu,u:)gﬂ ()-(2) wazdmwuaszezimINzEy
alitiadaunnsesas 1 (a) fau SadpeenuLULTzezanTaudelFInzaN a0 vee
faymmaduiadenluaaundenliauysoludnvasls
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Omm gap

31U 8.73 Bndwavesszezspssafiiiiindeunwsasiifviiodenlianysainidomin

ﬁ&/ 7. Steve Shi, Laser and hybrid laser MA G welding of thick section C-Mn steel, 2005

Sndiuiiianswadanisiadounnsas Underfill Ao tasenianden Tagianizaiy
dunusimmnzansanszualiden snamadesuazanuiilumsiden Hudunaiansdae
ypsadnden Undluniadudnielanslusessesdaiidaadonnars 1 seuluniseenuuy
sogdaldinadaioaiadeniiiisamedanindeufuuuifiendnnisiufiinemis
adinmans walumaftanuiniladesliiisaia Underfill 1u faymiiinnnnsuesing
wadnssunulanginerveailanzfiinmadaiiedudias (Solidification of metal) &
ufhudesimaiiailansliidnuiuliiemagudamaamadoudi wldiilalansiisiwe
lunmadnadlusessesdaldgnanysal dmiunisasadauwaznsuilagenuaniodnluiu
gulaszaluneians dremqnansiudounwiasiiinmeuandunadiuldda uasamnn
Wauduilaidenauduiessnadeasauysalld eaddunadviuaeunsion

aldneuadfialunmafrafnniulaglisni

5. uwLToamsq (Burn through) Wudaunnsasfiianuquusdilismunsasenlfiiniu
14 ToenTudnuazassmmasuazasaulansndnneqiiiug fasiotuldfunadouuuinn
waznsdanunimthilgeiugawuaden daulnajinifaiufusuiunsideureviaidas
Tavzusitnng fauanadnuazassiouansadluzli 8,74 nmslensitaaumanuiniann
nsdenieundanuanuieuduuadeuniniivly (High heat input) Tagunainnisle
nazudlv Lé}d‘iamﬁquﬁum wannnil wifuanufiawmasasmaimuasesinesesdaiin
il uasfisansnamnnigadeanudinngeshadenlunmuauiuiew viedu

naliaNMIBUBLALINNATABINIIBZa 5N IRgNFal daunwIludnsaziiuanainaznsg

Q
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daduguirdaiudnsazaninmdeuvioguiznsianasuazmenuiuvguin faunas
Fundaunwiaeilin “mmsau (Sagging)” SiAafidumisianaiugansidouniegasesde
yosmaiiauuifeu fuanalugli 8.75
msflastunmninsesideunzgritldlisnuazlidudou iisuiuanuazifonves
ywumadew ldud mansada WS wazasdtsznaudu 1 Tigndas TnsameSunmana
faufililunseninuaandiaslimnauiuly visanaudideudadliiuiuleriiidaan
SouazanauumeiRomiadulurevsaduaaiammaesnazats uasdefiusaliing 13y
senililansmadlnansduaniiity diwavliAneevdourionsgld
dmSunisanvdeuuazud ladenusyansamldasudieie inaziudounnias
mevenfifiunalngneaiiulddeaa dumsudlagesuanamansarnmnnuassesssli
srmnanazagluanmiianyscl nndufrmadeduiladonlfifusesfingritendaudi 3
wdpmnziuudentninfidadliinnauiunaeineensuldmuinapudaunnseauud

LD

(n) FOUNNIDIVULUITDNRID () FOUNNIDIWULUATDNAIUIIN

J 74 1 d'
UM 8.74 dounnInauuLBauneq (Burn through)

773/7 : Buen through in thin plate welding, 2012

(n) mavdauadanlanerie (v) Mmaveaundanlanswaurun
77&/ 7. Pipeline Pitting and Repair, 2021 ﬁ;v? : Welder LAB, 2020

< o ' = = a ' o .
j‘l]”ﬂ 8.75 B UNNIDILLUNZYUDILUITDNNLNAIINNTHEDUAD (Sagging)
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TunsdivasmadenTansfidure wiiadimauzanusuiiliamnsadnldimsamageumely
lﬁﬁmmﬂmlﬁéﬁLLﬁméf’mEhﬂugﬂﬁ 8.76 (n) 3 Tudnaliismsasiaaauaiedsuuy UT vise
RT I AAGI0E1999IN15ATINE0 VLU RT UuTuausiansdounnia 1u§ﬂﬁ 8.76 () 71
sansaiuiisunniesiseensqiiiugaeuinasuia dewnzdusesunnnissiivnalng)

uaziwudaunwiasivunaiunaeinaguneensulafaarinsiiandauua

|

ENEg 588NLQ

[ s =
308M2Q

asifeenzg - Wewdnasel

(n) wpnnNNiinsaeauneg  (¥) MIATIVEDVUUY RT DUKUATDNIADA

A v ! ﬂ' v ' as
31]7] 8.76 PDUNNIDILUIILTDNNERATUIINYDINDUALNITATIVEDULULIS RT

771/ 7. Welding fire protection piping 101, 2006

]
=i

6. s08pYDUHaNLEDT (Weld misalignment) iHudaunwiasfigadagnseananiy
suudeiiaiduasuudsiu Tnsudeudswsiemadpgudiusnintunulans
wanfiinadeusaiy (Misalignment) ounwsasrinlitinanugasnvis liamwisaniinig
Usznaunuaslasaenudenld Tguuusesmadameuuudeniiandald 2 suuy fo

o sp8aYeUEDNLERTdY (Linear misalignment) (Huanaiaaluuuiszuiuung
Tansdunungasfivhadenseiu Taef duniasdumas (Low) ﬁﬂ%yuﬁﬁﬁzﬁuqﬁu (High)
Fadlufizdnduluiioves “Misalignment Hi-Lo” sasvauidadludnumsdiniiidadunaden
Tanetszuaniuwsunun (Plate) waslanstszaniidurianin (Pipe) é’ﬁuﬁﬂﬂugﬂﬁ 8.77 ()
Laz (2) AN il’auﬂw%mﬁl,?i”mﬁﬂﬁummﬁmqu’mimjmmnmnm’%ﬂuL"TiauﬁﬂﬁLﬁﬂ
ANNURANAIAVDIALVIUIE R ﬁmmﬁﬂmﬂmnwﬂuﬁwmeﬁhjgﬂﬁm é’auﬁﬂﬂugﬂﬁ 8.78 ()
‘vﬁamﬁ]Lﬁmnﬂm'sﬁﬂé]’mmzﬁ}amuﬂmﬁammﬁmmﬂ LLa:ﬁLﬂuﬂiymmﬂﬁqﬂﬁmawuLﬁmm
Funmadestunulansidanamnamsiunassanuiuezlssanne faudaseieumsae
iﬁ’]Lm‘tjﬂ‘llmiaﬂ@iﬂTﬁﬁZﬁﬁﬁmiL%ﬂNlﬁﬁNy’iiﬁ (Alignment centerline) WHINAN MATIELNNZ
Sammavenauaznmsvasivaslanziialdsuanuiouluvaefdendisnaiu undeiu) szidia
mstamaunelifanisdswswwsuuudenld asnlsiau naeseadudaunud sl
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ANNRAKNAIAZADINNITATFEDLANNNINNAIYLATDINDLNIIAANNLERIYBITBYRD (Hi-Lo

mismatch gauge) ALAAIFIDENMIATIVEDLIAANNLEDITUZIUN 8.78 (9)

JUuvuIRELERATILEY

" R Centefline‘»‘;ﬂ-' a

(Linear misalignment) e = = :
-— = = v g -
By e i Sty d-ﬂ

(n) seeEpsfiianumMaTenlanzyssinnuey
7 : Defects and Discontinuties, 2014

Funulanzria

. Fualanene’ Aufige (Hi)

L da o = '
(1) soeiEasiiianumadanlanzlszinnms

711 : Integrated weld defect : Linear misalignment, 2011

IJ v \J ' 1 ‘ﬂy = ¥ . . .
§1J'n 8.77 9OUNWIBITD LAY LLADNLEDILTILEY (Linear misalignment weld)

MADE IN GERMANY

(n) MaasenIeeaafilEaigud (Mismatch) (¥) Nste3ensaeaafignang (Match)

o = ' a a o ' = &
717 8.78 matiRenIpesaNNANSWAluMIAnTaUNNIBILUUIBBYILLIDNLEDY
737 - Welddotcom, 2020
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]
= =

° iawimlam%am?jvau%mu (Angular misalignment) tJudaunwisangatdagnsnin
maflansiunuaastufisuuiflianuiudeliduldaaumesmiamualy sy
atefunsiadaesden SuilamaniatuldimadenTonstsanuaunassian
19 vﬁ“au,ﬁmgﬁmemﬂﬁﬁmﬁiwﬂugﬂﬁ 8.79 () wae (¥) Muaay argdulnaitinan
ﬂﬁm%ﬂmasséiaﬁvlajﬁu@a Wu Matiuszezyineeessesan liwinnu (Cap width) WWerhnagen
wianadadlidaduiliviiu Taeyaiidadl ufiemaiifissesinasessesdeiinta nadidl
fndafumadenTanstlzanienn dunsdifiiadunadenTanstsanuauinasiinan
AN T19289889910 (Root gap) T2UILYBIAITIN (Root face) ks NLBEIUDINITALUIN (Angle
groove face) Baadisznaumamiideaninastunidasinaedunlansfivssanday iz
Liamanasiuaznadlivindu sseefivhynhasienmmadafiinanih Tudusumguasma
TundauiamadasguindauudenBusing uannni ddithisfunanauumaiaw
Tasamsyuseaindeniidasautianasuasmefiaugaine-1vesdiuam innsdiinns
andnnaanasmedulainnduinsiammadannuaziiudiini asfedunsenaril
Aamstadudauidatiu mldunudeuisdeunwisauuusedon deadauiiy

wuimatlasfuiifilsdnsnmnniige de masdeusesdevadlansduanuliauysal
aufildnaanudiineu Taensduia douge wasinsseszeine 1 Wgndas Muanifadi
ﬁmﬂugﬂﬁ 8.80 mn%auﬁﬂﬁmlﬁﬁ’]Lmi,iq@uﬁﬂma (Centerline) W5ANATIIADLAINY
LﬁmmmmiwzmmmiawiaﬁéfmﬁizmﬁmﬁunﬂﬁwLLmiq (Gap) LazNIN1IATIVADUN
FANUTRUGI-A83R (Hi-Lo) aenslsfinaifadsmadoafiviansaniuanuiinge
\Wonfiduddayd 1iu SranuquiisnasazmeliaugauamiaeueLTDLfe TDERRIAANS
vaanazmefilioniuuasusifiiineiu feadudumgreimbadmuguiamadaey
wuandteandy wazBelunilududunndenlansfidrriauazdnanainesiTonain
Founwsasludnuaedlfiretu

manmadaufaunniasuuuveudaudasdiiunanageunisuan Aswnsadiy
Founwiaalddamunnziamadspnasedanshunaieon minmeseuesliiniasiions
Tumans1aday Ao Hi-Lo Welding gage fauansluziil 8.81 ifaanuwsiuiussmanmadey
Bemudounwsasludnuasidoudladonurndaindunsufladenadesininu Tae
wwefiiafumadendelavssnmeilflumsdieveanandouia filsesidavevey
wdemzdugeiihifiAenalmedurainmilnain fadmadauundonanindanms
Fnnsafige iiaanuidug uasfihlinslvatuhusewsunavieufameluna el
ke nnsarhmnniuvdeaansgauinanudsmes il madeniililddmumisgudnms

(Misalignment) 3atfluizasnidaatlasnululffauazininszdaarinmsudlalvanysal
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!

PO TEREIRRNTREY YNLEBY O
(Angular misalignment) T

o 1% : '
7UN 8.79 daunwiniseenavay & ; '
(n) seendpadaynsamadanlansiszanueiu

REHERIEY W (Angular ﬁ%/? : Measurement of angular misalignment, 2012

misalignment weld)

(1) soeLBpTINYBIM T TaNTavzszLANTe
7141 : Pipeline Safety, 2014

MTONEA (Tack weld)  NIATNREDUIZHEWN (Gap)  N1IATIRERUIAL (Hi-Lo)

TIJT] 8.80 ﬂ’]imi&mLLa‘"G]'i’Jﬂﬁm_li’e‘lﬂﬁ]ﬂﬂﬂuﬂ’]ﬂ’]’it‘ﬂﬂuﬂﬂ\‘muLLu’JL‘ﬁﬂNLEI?NL‘INEJN
771/7 Assessment of Weld Misalignment and Shell Distortions, 2014

77;&/7 :G.A.L. Gade Co.—Hi-Lo Welding gage, 2011
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FounwsespenprpulipNEBINUTUFULaz T andilElassaweawudonly
aNgaluLLININAI (Unbalance centerline) Tanniuansznulagnssdanisinluysznaudhny
Fud I laNa3PuUNUeNINLY5zNaVNNTULED S9N IR TATNEIAANITANEDAAID U

a o =3 A o Y o g ws A a o £ o
iiaduanuduazandy WaldnuvidasumszaufazmiBivnuwudisyiansuaninaule
) o ' A VoA a & A o £ ~ A o o A

AauannIngn maianlansrefiianistipadaduaulugln 8.82 e lyldnuuunie
foannepvnzlsznavdinaliuudauiiamsuaninIumelansluanneninnansasuls

FUAUIN

R o e ' y L a o A o
3’1]7] 8.82 Mpgudpunnsesseeveupugauinnmsuan’disunluldou

71 : Welding Construction Issues , 2013

Tumdeuilfideuldnensanhminunudsunniesiiiennmadandelansluguy
3 1 vesenndey fdududaunnsasfidinnumaduiios 1 weziludounnieafifinansznude
Uszansamvaslanaiunuidon uazldnensuduaimiinuasdumelmemguasnsiin
founwsasuassndeisnmatlesiulailinaiadounnseswasguuuneng 4 T wuhuresaud
Founnsoswasniaien (Weld defected) Sannaneaulaionathwiausldnun Siidaunnsasdn
snounnfilemafieziniy fassmnznaluladveinadande Tanzdaiordeiaiovie
asdLlsznauTIummesu iy duiagithanidesnilansiunuuas Tagaaiden duihieues
wdnefiaidion dufinszresnadenndelusuninanaansuna wasndiannuIndanye g
aonufidon Tudazdufifiosdlsznavdos 1 adludnann daiu lildGeswdannboGasiidas
arnunanlnglndadouudnindaunnias mmensfiasrimaauaudauilsdn 9 Wi
masfinanuaaildeninn uathiadesvdadiufidnmsmudennmEeuimmaiios
Aeliiindaunnsaiu wasmismatlesiufiannsadatiumdaunniesfivniaduld Tastsag
fioUfransfenuennniminifisnsasantszaunmssianudemynnummt Sady
flanzasmsaanaspussiuanudsmgasnaandunudoniu Suianasguae
AnIgaLN3NT (AWS: American Welding Scciety) 41015 ﬁﬂuqfiﬂ (IIW ; Internation Institute of

Welding) Hudu
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Q) o (.7 A
agiiAdwiunn 8

Angular misalignment — seeFanfiians
aslunun B

Burn through — LLuaL?iamﬂsq

Carter pipe —Twsmﬂéhﬁﬁmﬂamﬁawaauﬁ
AdeNUTIagUELEY

Cavities — Founwinauvulnssnne
Changes of geometry — N3gaytdezung
Yo lEirY

Cluster porosity — JWgHuULTINTUNGN
Cold crack — MsuANVEULEY

Continuous undercut — 398NALRIIULUL
gsaLilninaaauuLian

Crack propagation — N132£N80IYBITDLE
Crack susceptibility — A1wla6ion13
UAN312

Cracks — 398517903u0L 38N

Crater crack — 308UANTNTLBVADY
Crown undercut —398NALRINLILIUATY
Awthuuadien

Defect prevention — N3ilasnudiaunwing
Discontinuies — A1lWgtilawails
\Bau

Distortion — WL dantAansing

Edge crack — m3uaniifiveuwuaiie
Elongated pores — LWS$0 1N ALLLLLILTI
Excess fillet weld — e3utfinyaauuido
Y

Excess root weld — 62U(ALUDIAULLD

RNTIN

Excess weld reinforcement — 6ULAU94
Frunthinuungew

Excessive convexity — AYNYUEIULAY
Excessive penetration — wunTendndninn
vAuly

External defects — 40UNWIDINEUDN
Fusion line crack — nsuan3nluuwiidion
Hat cracking — saeuanfifigUnsadne
NUINEINHIDIINBNLTA

Hot crack —Msuanvaziou

Imperfect shape — ANMlaaNysalnagIN
wazffveuuion

Inclusion — ensnaiuililudaido
Incomplete fusion — nviaeNazaalal
anysal

Incorrect shape — jUnsaiAzY
Intergranular crack — NIULANAINYDULNTU
Intermittent undercut — 308AALRIILLY
(IuIzez

Internal defects — dunwinamelu
Internal porosity — Iwssa1nmeanaly
Interpass ¥138 Inter—run undercut — 59819
wnisszafieadon

Irregular oxide shape ~3Uns9vaseanlydi
Tiwsuaumemed

Lack fusion crack — ﬂmmm%mm‘?‘i {ARNTS
Taivaawazansvenuiiion

Lamination defects — 40 UNNIDILLUIDEY

N
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Linear misalignment — s08aua 1303
(Houdadu

Linear porosity — WUty iuuuie?
fatiin

Longitudinal crack — MIuLANIIAINLUY
gvaITesian

Metallic inclusion defect — #AUNNIDILLLI
aslaneilaly

Misalignment defects — #0UNWIBDINAT
\neguivnssesiion

Overlap — Sounwsassaedoning

Oxide inclusion defect — 79UNNTB4
wuvawanilsluwuiion

Piping porosity — [WsaruauuuuTinlva)
Regular oxide shape —31/n3200anly S
gﬂmaﬁuﬁuaumﬂﬁa

Reheat crack — nMsuan$dial@suany
Sauan

Root crack — M3uAn31AiLLITNGN

Root undercut —308NAULRINLILIURINUY
Tusaauwaiiton

Runoff tabs — wrinsaaainilaafiunsuant
Umsuwaidon

Shape inclusion —31/519v89eN VAU
Shrink defects — YBUANIBILVLTDEELA)
Single toe crack — NMsUANFULAEINFL

LUITON

| 657

Spatters — dzifiarsaiRalansunuudon
Star crack — sesuanfiiugLadeninn
Stop filler defect — faUnWInfigaANEAMA
Stress concentration — ﬁgﬂ‘ﬁtﬁ@miﬁxﬁumm
Anaduige

Throat crack — F98LANTINANANETILLD
o

]
=

Toe crack — MIuANZAFULLITDN
Trangranular cracking — NFUANWULEN
ABULNTU

Transverse HAZ crack — N13tAN3192719
WINENIENUSDUYBILLIL TN

Transverse weld crack — N13LAN3192IN
Wi

Unbalance centerline — LLuQL%Nﬁﬁ A
Taisgaluuuifianms

Underbead crack — asuan¥niguuion
Undercut — so8fiaunisiivauuuiiion
Underfill - mafsnilasaadonlaiauysol
Uniformly scattered porosity — JW3ULUL
N3N

Welding defects — founnsaasnuiiaw
Welding shrinkage — N311A9/6UAIYD
wuTay

Worm holes — Iwsanupuiunguiniiougy
Matan

Wormbholes — dounwiaauvulnsavuau
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(> 74 A
wULRnYATEUNN 8

v a = a ' o ' A a o o ' ~
#ion1. adisuaSuneanuuanaarstaunnsaaniinnelu (Internal defects) NUFBUNNIDIN
tNaBeiN1Buan (External defects) Wiananaiatelsznaunisssuieatioent1ins 4 1iio

FOUNNITDI

Vv A N v > v =
#99 2. JUBNANNLANANYBINITLANS1ILUD Hot crack U Cold crack winsnSunenalnaag
MIANNTLANSINIEILULINWBEILYL (AT suM WU IEnaUNITaBLNY)

fiafl 3. weBnBAMIMmINErBINTUAn gL 1 FidalUil wienssymumisuasns
eIy (MANMWU3NBUNITYFAIUNLITRELANSTD)

- spguandmuagUsviaay (Crater crack)

— MULANS NI TN (Transvere crack)

- mmmn%”nmum’mmLLmL%aN (Longitudinal crack)

— mMsuan3fibivasazans (Lack of fusion crack)

— mauan¥miiveuuuaden (Edge crack)

— MIWANF1IUUITUEN (Root crack)

- MIUANTNYINUUI HAZ (Transvere HAZ crack)

- ﬂ”liLL@lﬂ%”l’JﬁauLLu’JL?d}’rﬂN (Toe crack)
$afi 4. asueninaiiamstlestunisuanininnsesuiiey (Root crack) WiaNUBNHASNST

T@anmsldinaiianinaniegsdaau

Y| a a = A a o ) g
#i99 5. 2spSurenalnnmaiandnvesasludamureuinsuniiaanlianuieusn (Reheat)

| a o a o v = . o
YO1N 6. JIDDUYEN Lﬂ@ﬁﬂﬂ‘ﬂmﬂﬁmﬂiaEl@ﬂiﬂ‘llﬂﬂl,l,u%lﬂ]ﬂmmu Lamellar tearing WIBNUBN

fasnstlasnunisia (@snanwdsznaunisadung)

v A a ' o ' 2 N . a
#iah 7. 2seSursaNNLAnNANYBItaunNTa NN AT IOUL TN TUAINIU (Porosity) 3UAN

Iwsaviueu (Wormholes) uwazaHingnd31991nM51aeI (Shrinkage voids)

E 74 A = J a a o v
481N 8. ﬁ]\‘]‘]JE]ﬂﬂ\‘]ﬂﬂl’mLLG]ﬂGI’N?I@QﬂﬁIﬂﬂ’]iLﬂﬂWf]Glﬂ‘J‘iN‘llENﬂ']‘iﬁG]G]’)ﬁ]’]ﬂiﬂi\‘]ﬁi’]\nﬂulﬂ%

(Interdendritic microshrinkage) AUNITHARINHIUIBLLNTY (Trangranular microshrinkage)

v o a = o ' 2 = o . .
48N 9. wabuefnuvesdounniniuuidennilanenanuidaly (Tungsten inclusion)

v o a w ' a v t4 .
dinfl 10. avenargaInstiadaunniaauutianasnazae lianysol (Lack of fusion)
Tusmumianamalyil 1. Lack of inter—run fusion 2. Lack of side wall fusion wag

3. Lack of root fusion
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P [ ' 4 A a [ [ . '
#iof 11. nngUfudaunnissuuunzgueaawunlisuniinnnnsvgeus? (Sagging) Y0918
naonazane wuanismailasnunaiauwaidile

AP : £
LB YA i ¥e A = o an I
(n) Mavidousdanlansyio (v) Mavgpudndanlans i
77;1/7 : Pipeline Pitting and Repair, 2021 77;1/7 : Welder LAB, 2020

] & o A a ' =
fiaf 12. 1ngt) (n) waez (@) Wuswunmasuneuesls uazriiessls wedineedvaziBon

77;\/7 : Assessment of Weld Misalignment and Shell Distortions, 2014

J o a L} =
fiafi 13. 9031 (nyua () Wuwwiun1sr Runoff tab 3ap51neyaiszainaeaziden

e

-

(n) M36513 Runoff tab Tavisukiuung  (¥) M36513 Runoff tab lavisusumn
707 - Aluminum alloys MIG Welding, 2012 71 : AWS Syracuse section, 2012
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VIFDNYNINUNN 8

MIAIIURAAAUNYATNNTIN (NBN.) L3N IUAN g IMHBAANITEAG N TIN NI TANUDE

A5 IUMSTUAYITR-N159 WAL ANy aeA I aNy sain sy adinluiaalans o 1

i77§'lilﬂi\/7/iﬁﬂ&/ﬁa‘l’ﬁ7£/3\|@ﬂ.2692 LA 1-2558

WIITIURRANUNYATANIIN (WBN.) MIATPIUN1IATIVAALIDENTANIATUNAN TN TIUA 2/

I5misnadeuuyylymale (Wew. 1561-51) 8 vek. 1565—- nsnlesisnsuazaaiing Raw
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