-
unn?2
NSSUISNISGIGIIA:MSIBISDY
Cutting and Gouging Processes

71 : AUTOMATED OX Y-FUEL CUTTING, 2012 1 : GOUGING HOW 710, 2015

v A - v J
yavszeRAnsGeu] Uni 2 neandBmsiauasMIzing

o SnuaztinlatinnudIAYIBINTAALAZ ML IBIEHILNUT DN

eane

o 3inuaztinlafaruiumaalavisseauiaaandazaniauy

Cane

e Januaziinlatsuaunasaalansmedennnaldan

o FinuazinlataiumainzsadlansMmedorinnanedan

o FinuaztinlaaumsaauasianziaslansMeenA-asusuesn

e JanuaziihlatswunsaalansMmeduasiaisns

e aninuazidnladiinlumsldanuddyiuanutesanslusasdfifnudauasau
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“Cutting Porcess  flusuunsdailalonsitousnaanduiu falanuddny
wagsudulunudumaluTadninden insnmaadensesdevadlanzasriniadond
nansznudnllszansamaanaidienuazamnimsessesiden TnsanzToniavasniaia
Faunwiasrasnuidion il mefuazdilafuiumadadeiinai 1 (Hueeisfasrinle
snsadenlfumsdafigndeanasmnzaniuanwnuiiluld dagrfunsaismadad
wmavnanedslidenld Taudas5idad-Tades wazanumneauiiuaneeiu wuiluny
mesmalulagnudenisnmisawuulindinusssanusoududming duly luunilia
wanmpthiiommsaniudaznsaislumsdauuuldanaseutielumada léun aumums
aafdleuiaaanTdLau (Oxy—fuel gas cutting : OFC) ¥UIUNITAAAIBNAENT (Plasma arc
cutting : PAC) PUIUNMITAARIBDINA-ASUBUDISN (Carbon arc- air cutting : CAC-A) une

[

PUIUNTAAMIBAUEILALYDS (Laser beam cutting : LBC) Tauaazisansardenldnuide

q

TaviznmanzanluAnANNEINTNURINTAA AILEAIIUAITIN 2.1

“Gouging Porcess ifluaumsdamziialanaieliifnsandesiaiialans
Fenndudaunnsewssesdeniermsidendeuieudly filnsndsmamezseaiieonls
unu ldun msinzselansimemeidnnananiuazauiunsiangsaslanedganme-asusu
an3n ldihmeasdeavesuiunisdaans ssdUsznaufiddureswuiuns sndeauuzi
1 1 gasmaidanlfaiunadaunsdasiivanzan §asulddnmuasnusnlluunGeud

DHNATUAIU

J A = N k74 4 d' v a s
g1l 2.1 maumadeannasisnmanauuulinnufeunivinsaniuaiinuesiaglons

77;1/7 : AWS- Welding science and technology. Vol. 19 " 2001

manndaiueau @ @ @ @
wmannal5aiia @ @ @ @
manwnan @ @ @ @
agiLiley X @ @ @
Tninidie @ @ @ @
NOIUAS X @ @ @
Tagmuln X @ @ @
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2.1 wnunsaadieuigaandiau (Oxy-fuel gas cutting : OFC)
‘IIU’Juﬂ’liﬁﬂﬁ’ﬁﬁﬂuﬁugﬁ!QEﬂﬁ]Lﬂuﬁiﬁﬂﬁuiu%ﬂ’h nsaaaleLaalw (Flame Cutting) 38
NIANAIBWLAE (Gases cutting) éfummiugﬂﬁ 2.1 nstdanunuunsvanelaiinesdunisae
Tanzitenuily vienudawdsunuiienadenlaelfatasdisznouimiu A Womds
wilel (Fuel gases) NUBONTLAY (Oxygen) Fudamdwuiarmidldanuseuunlanzfidanis
AnaudauLAILiaUiaaNazane (Ignition point) i]’]ﬂ‘l?uﬂﬂlﬁlEJLLﬁﬁaaﬂ%Lﬁ]uﬁﬁLLiQ(gfug\‘lﬁ)aﬂNW
el gRsenduilelansSouuntudnianiseandlad (Oxidized) léiduTanzoanladiged
AvaRNNIIal SaAnmmvasnaranezauielavefiiauasnaditu lususdetuusdiu
vosufiaoandauiiguandhiilalansinaamaeanlrililansanaeanindu TasTuiinau
fuitudamdudaiianlifinmesio wasudazafinelindnuanusouuandaiy fudn
Tummafi 2.2 faansndenlfmuanumnsausassiiaTaqlave nsdnmsialansifaua
Fumusemaineendladesdaeiniy uuzsinhsuiugeddndndiadl (Chemical flux) viaaws

Taniz (Power metals) 1infinnuesnduiiagialinsandiedy (Low melting)

(n) MadadeiesasiiagUnTal (2) MIAAFIEND

IJ v = 1'% o4 =
j‘lJT] 2.1 miaawasenlavedeuiumsuideandiay
77;(/7 : TWI-Cutting processes and application of oxyfuel cutting, 2000

2.1.1 iesiauazgunsallusumsiadeuiaoandiau
rumIRadeuiaeanduiniidueiaiondnuazgunsalte iy Fof
winmaldauligunavieaduiudou fiidassias vtz iuGeweaanaansde
iinsnnifumnumsiaimianudeu dssmel wazdimaeidanudufiensaiaviognia

Il danu fUfiiansaadafigaglniniilasiusunne Tasawizuiuniasua (Goggles) 6o
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denineianudnvesaudimazay addouuzihmusasgunilosiuanaaaes OSHA

(2005) wazdIEmNAnALIMUUUN TR

A 24 s a d’ ¥ o o o v v
M5197 2.2 uiadisindenlddmsumsaameuigeandiau

77;1/ 7: Larry Jeftus and Lawrence Bower, Welding skill, process and practices Book 1, 1 2010

uiigez1aNau (Acetylene) 5,589
wiananlalasasueu (MAPP)® 5,301
we5IINA (Natural gas) 4,600
uRelwswu (Propane) 4,579
uRalwsiay (Propylene) 5,193
uialalasiau (Hydrogen) 4,820

3,087
2,927

2,538
2,526
2,867
2,660

NNBLNA) PDINTNN 2.2

® a= MAPP Juuiiananns Insivau (Propylene) Insmau (Propadiene) waziufinozianay

(Methylacetylene)

Tug1n 2.2 wamdulsznaufidAneeaainsiiawazgUnisidmsuauiumsaadieu i

2ONTLIUANTBIY YD Harold P. Manly (2008) Harlszneudg

(1) 09 LLﬁ'ﬁL%ﬂLwaﬂ (Fuel cylinder)

(3) MeufiadainGs (Fuel hose)

(5) tnaFaufiaiioinds (Fuel regulator)
(7) Wanauwid (Torch)

©)) ménulnnay (Non-return valve)
(11) 13213 (Spanner)

(13) 3013121961 (Trolley)

(2) Mufidgaan@au (Oxygen cylinder)

(4) MeuiaaanTiau (Oxygen hose)

(6) (nATALAdenndiau (Oxygen regulator)
(8) MiuUan (Nozzle)

(10) gUnsaigalwl (Spark lighter)

(12) giUn3aiANEze1a (Tip cleaner)
(14) tA39UINT (Cylinder cap)

nuaalanzmeuigeandaulldanimelulsajifnuuasmeuanluiuiisng 1 aou

sluuumaeisnanunianupiAsasiisuazglnsalidmsumaadeuineizuandnany Taaue

azgUuuudasmisnnulasansuazannazainlumsldnudunand Any 398 3 sUuvuman

aaaq13lu Kehl (2017) dauanaslugii 2.3 ussgnalsiony neazideausiiainiiiouazginsal

liuanaeiuuenanluuianuniujifnudaanonainiudefiinsiionsaginsaiitaudy
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= (Y o

ESuia U {URMUTINAY LU AnuLUNuNgs Annuludgaunouwazauway dnaundy

Q

MAULANNAY ViIBARNUIUNUNTFUN Wudu

A #I IS v b4 24
UM 2.2 indesiiauazgnsailumsnadisuideandiau

7 Equipment for DI'Y and Lincoln Oxy—Acetylene Cutting

i- i

() uovlulnufifou (o) Puovuenlndfifou  (a) gluuuwaw (DIY)

J = d' = e ¥ (24 =
§1J°n 23 ﬂ’liLC?’l’iElNLﬂ’iﬂ\‘lNﬂLLﬁxqﬂﬂiiﬂuﬂ’]i@ﬂﬂ’JElLLﬂﬂE]E]ﬂ‘HL"l]u
?7.;1/7 : Equipment for DI'Y and Lincoln Oxy—-Acetylene Cutting
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2.1.2 ¥u9uN13aA (Cutting processes)

1. 99AU52NDUYBIILIUNTITAA Prior F Willis (2009) ldasuneliinnisaadie
Hasefiuandaiu liheuduriaveadomas siavesaewada (Tip) YWWIAFDDNTLIU DA
mialnazaseendiau uazdananuilumadalfuaseseedafiuandreiu ldun soedaf
Fund “Kerf” aznauansnaiu falugiil 2.4 waelfifludmyfigunwaaimsdnlazgnay
IHluwuuinu TaedadTunufiianamunannanaes Kerf asiaianniu wenanil e
84 Drag filindsiudsinsanlédnnlugli 2.4 nande Werhmsdesusduraseandau
rudaIun I IsseanTiaunzqaangiuaaetiuea (Funumisiii “Zero Drag”
nniuGuAteuda fuiinanulumsdarieanSnamsinaveseandauansdiuar
TdeanTaunzgeenludundianas fnnufuamasuimaienuazinaeeninns Ssaans
Funaldhdweseandausaglunudaiusuuiaiamundluiemamaedewiide
Fenssezinaii “Drag” Unfspfhuefifudunsamamndunuda wu 8% vanefauuans
Fanaysoiveaduaia s UUUAMMLIRANINIAA 8% 109UNAANIVINTINL
n3diA1 Drag nnduazrilfgauniwmadaanas dniannanuidaiiganaiulimlb
Usunaueenananad LLaﬂuY}’l\‘iﬂéJ‘Uﬁuﬂ‘iiﬁﬂ’nm%’mhLﬁul‘ﬂaﬂﬂ%lﬁlw\l’lﬂLﬁulﬂ@mﬂﬁ‘wmﬁlﬁﬁ
ﬁhjaﬁﬁlﬂﬁﬂ‘h}mzﬁ’jﬁ “Reverse Drag”

damdailFdmiumsdadsufaeanduiivanesialfdonld Taudssaiiaesldndm
anaseuzaaanlilsaiuuasidef-doide Sedaudonlilimaneay duanslflumaad 2.2
WaRansanaznuiufaeswiiay (C,H,) LﬂuLtﬁ"aﬁﬁﬂﬂ%ﬁuiumﬂqmﬁmniiu wdnlulde
Tanufouge snsaldldnimadenuazmadanaasuinegs TnsmusadSuilaiils
anusouuananiuld §agui 2.5 (n) s manuiassmma axlalusuim 1 1 Twdsau
anaseuligunnuasndanagn Tasnmniiviuieshgamgimaanuseuduansly
517 2.5 (1) Tasmalfivhma3ud 5 uuuaalvndn $1989913 American Torch Tip (2020)

1. Wl ludfvesdamdiiuesnduuluusssmelni Taedsuauliiady
2. wanlw Carburizing WunlmfililFanuiauneunsdheenauda

3. i Reducing Huialwldgquanunauda anniauligannwedmsuaa
4. ol Neutral iuilmlwfiianufougedmsuda lomauuudia Jet Open

5. waalw Oxidizing Wuia Wiz andmsvdnlianuiounauan (Preheat)

msUSuarlvezdfuamsuuiinauid (Torch) § 2 UssLnniniaa @s
o o w A o A .. .. A o & a
n. maalsnnuanuianlaeyiany (Mixing in tip chamber) (Hutszanfiuiddamnwas

wazuidaanTauldsunsuannunmelutaesuesiifilda (Torch tip) Aa31i 2.6 (1)
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Y. WsalszanNaNLAaN#aeuaiada (Mixing in torch chamber) (Juisayszuand
widdandsuazuigoandavasl@fumnaniufinie lukesasiida (Torch) é’fegﬂ‘ﬁ' 2.6 ()
il 2 wuw Tdenmuszauusssureuia laun

— LUUUTAY LLﬁ'ﬁ’gjﬂ (High pressure gases) #39(38/131 Positive type lfldAnung
Fasheuanfundugunnzufganunsadudnllgidalddesie v ufidesaiay

— WUVLSIFULRER (Low pressure gases) Win(38n71 Injection type MNZANHL
uiadomasiidusesuani 2 Psig TﬂﬂLLﬁ"ﬁﬁlmﬁ]xgﬂﬁamuﬂaﬂaﬂ (Ventury) LU MWINUAH

5ITNIA

, ¢ U 2.4 funiiarad Kerf oz

## (Cutting torch) N Drag 9939UUMIAafeuia
iE) 2ONTLAU

707 : Weld Guru, Oxyfuel cutting

equipment and operations, 2019

Taneuanu
(Base metal) T | eezlEpII0IMIAA (Drag)
5090a (Kerf)

e [ —cm

W lWluussenmalnd wWanlWluussemadnd

wanlw Carburizing wanzdwsuliamufaunawihan waalW Reducing Anudoulisnnwadmiunsin

wanlW Neutral wisnzdwTumsda fgnmgiigs 3087°C wWanlW Neutral anzdwsuanuaunawinnsan

o e

wanlW Neutral msnzdmunsdaiiinisdasandiauh

v v o

Wl Oxidizing msnzdmsusinfidasandiauh faldszain

waalW Oxidizing imsnzdmTunsiin wWarlW Oxidizina wsnzdwmSusaibilasandiauith daldis

(n) (v)

70 2.5 Warlwanaou (n) Wernwduideziufiay waz(@) Wondiiassswna

7 : Halverson CTS, Oxygen cutting process, 2011
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] -
j«- @an@iauaa (Cutting Oxygen)

% aandiaun(Preheat Oxygen)

T, Wawwauun(Preheat Fuel)
1

ENATH
(Mixing
Chambers)

]
|« @andiaudin (Cutting Oxygen)
AN

— aandauLun (Preheat Oxygen)

P Wawasin (Preheat Fuel)

" vinsuau (Mixing Chambers)

__ ¥hda(Cutting Tip)

() YrzLnnuanuianyinaiiag

p @w o v o o w .. . .
3U1 2.6 Usztanvesmsuanunadnsuriinaune (Type of mixing gas in torch cutting)
7’7;1/7 : Welding — Skills, Processes and Practices for Entry—Level Welders, 2010

599U8IMIAAGENI “Kerf” aztiallufinsesdna (Cutting surface) Hanuwauzuanaenyy
authieflflunsdatinulufanuaunysaisesnada daesnsssdainiiauenian
aungealuzli 2.7 adalsfiany masenfuluqanmsssesdafiiusg fudssanyasny
neie U NYszNNudeINIANasBsALAzLNUEN g (High precision) VNS NHMLUT
dpsmaannmansinsasdaiaann visnsdnsasnuiimsiraunayesiesia Uszana
Famaigaudonlithislunsdaiiouiauiuiuasiinuslumaiags uadmunumg
Ussnlidaansanuasdengs 1y nudaiiarme ridanudaiedosmanenduudnily
rmaanudsialuduneusialy auludnsaeuuilonlidasmslivinuviaisiasieglnsally
madafiaunnuazanansanauldmnaEind uaeenalsfionu fUtamsiafdeadiiuguanug
anusnaalusdufidifismefiismansadald Tasamzanlasadsluszninmaieioy
gunsaiuazluszninnsdn nndsdesdanuilumadidgmduiaumdsdndnnualwlumg

o

1214
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[ ] o oA
{ 7595@]9]1]?1”}45@11 — P 31]“ 2.7 AN

29950 EAATNLANDIN
flavslumsnna1any

7"7.1/ 7. Halverson CTS,

Oxygen culting process,

2014

spedaniannifageinndunwiull

seganfiiiannuigeandaulnaseninniuly

; s fy@)ﬁhmn‘s;« | | Cheia et LA el
Ny i ; 9 i,

2. mafiauaziBmsdalansmeuieandiou
wannniadassiianuianudilalumasisuaiediouazglnaciignéauas
Yasaseudaiu dafezrlduanunisiaiUsdn snmuasaa N L unuiil faeinnse
Nuguazmaiedsmang 1 iddiesthinlfluswunsdea dseluil
1. NILFTENRIAALAZYITL (Preparation of cutting torches and cutting tip)
vadaufa (Cutting torches) LiugUnssindniiddnlunisda Sadamusoidan
aNANNENIzEN DS nEzrasy Taem lUATenlEiui 2 wuy Ae Wasauwuudy (Short
cutting torch) NURIAALLLEN (Long cutting torch) é’al,l,ﬁmé’ﬂungﬂéﬁﬂugﬂﬁ 2.8 (N) wae
(1) EeY FedauuuduesnuuuN e g mEuNsRalans ARvuaLEN 7 119 JUN3
nzvindaazaanlunsiu dwinun uazagasilumaad sufividoauauldusiue saerihns

anvzdassziinnuiaunazznmaliiiicnnnsdadisainiisduegludunisnlndnulans

v ]
= =

PUNUNAA dIMIALLLEIRUIMTNABLTINNN ANBuiaNeNNNENEANEINNTOILNTD
Uazapaldnuainagaainnuuiun Jamsaaalansnunianumunan 9 168 iwazanw
gfvnvasaamlilassssideegiaingan Meaaanuiounaziszmaliiaziia
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Suane waruennni taildaufaninisesnuuufitawdmiunuenzusesiiaaiia
avsumidauian 1 lufiendesdianuennniisalnd éﬁuamﬂu@ﬁ 2.8 (A) enalsn
auIdaraInIgaILuEsalsEneursedduduasutudinrnsdadaaindie q Taly
nasgudsnuliinezdumfinieszuuinded

——— —_—

:ﬁ:— - e -H:,-

=
o]

(R) MIAALULENINDDNULLNLARLANIZIU (Special long cutting torch)

J v v . .
§1J°n 2.8 IWINANNYNIVDININALNE (Size of torch cutting)

7"7:1/7 : Courtesy of Victor Equipment, a Thermadyne Company, 2010

WiUda (Cutting tips) Ae gUnsailssnaufiegdlmegaresindaiiniiiainay
sUfaealmlndn Tedudaiuanusou wald uastsmelidasasihndalasns Sede
wAnnnTaaRauTAnuaNuiauge Tyanaaumalgs uasthanufaum dainufivnguan
dulnaudadielansnasuasuas (Copper alloys) §131fl 2.9 () uazunaauihlladouds
Taafisuiefiaegnsliiu mquanzinnauiuiuimedandeuieaatymidialons
WMIERARINY é’agﬂ‘ﬁ 2.9 (9) pglsfionn lumalfianuhanuuansavesdnsusnufidaues
siiaveuiadomdilida Sandudadimandamildaieaoniuiuanuminzanluns
donld Safidnvasnaifdalugtuudng q W sivdmiuaulansusy Ffudssuui
waaLdu viamivuuulsznay 2 Tu Judu fuwandlugUd dgUf 2.9 (a) uenand difing
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ppnuuUzIsIlmerIfilieaiansanmuaglsiesdailn mawnsadenlildaninany

WaNzaNMNTaedarsaMrualuaLIUMIAA

(n) Mifidanasuaudy (v) WnUdaadoulasden

(Cutting tips copper alloy) (Cutting tips chrome plating)

Hiliell

(m) Wdaeanuuulugiunusig 1

(Differently designed torch tips)

A U a o > o o v . .
3U7 2.9 vinddwmsuvanauwne (Tip for torch cutting)
71 : ESAB Welding & cutting products

natdenldvifidaathgiugilidinasguimuanuivey sxiludauusinsdantd
yasgudninnlwalasBandnanununvesiagiiunaminuun ntugudanimuann ey
o I =2 & o =2 ' v a P % & ' U Ao
WnLwe5 (Number : No) 2untiuvesdiies fauaazfudnvzimainwsiuanaienu 35ms
wisuiiisusnagiidezivnainueiveahngnzdmeesnainuiudifisusua (Cutting
orifice drill number) ESAB (2009) Tnadaimunusiunazdndniifilinuniounu Indiaes
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i wazlimiaunu Awdasiagnmadeniildafivmanzaniuanumnigglanzupiguda
vuneniudadamunsnansuasisnldnuiunmlyluannd 2.3

4 = U a g ' N Y a
M1TNN 2.3 mmﬁemmﬂmmmmmﬂﬂﬂﬂmmmuﬂammammz@Nam
i Larry Jeffus, Welding and Metals Fabrication, 2011

1/8 1/4 172 3/4 1 112 2 212 3 4 5

3 (6) 13) 19) (24) 37 (49) (61) (74) 98) (123)
Cutting orifice drill 70 68 60 56 54 53 50 47 45 39 31
number
3 Airco 00 0 1 1 2 2 3 4 4 5 6
"ESAB 1/4 1/4 172 112 112 112 4 4 4 4 8
Harris 000 00 0 1 1 2 2 3 3 3 4
Oxweld 2 3 4 6 6 6 8 8 8 8 8
Purox 3 3 4 4 5 5 7 7 7 7 9
Smith 00 0 1 2 2 3 3 4 4 4 5
Victor 000 00 0 1 2 2 3 4 4 5 6

NNELNG YBINTNT 2.3

® 4= mpganNdreirdnineiang Airco NS 00 uanshlsarBIthnvRUmINUTweS 70 203n8N
ailddalanzianumn 1/87 e 3 Hadwns

® b= fedmilrpindniunYes ESAB tiuwes 1/4 udgasihlsunasesthnvidminutiuwes 70-68
yoananaiu lidalansfinun1/8-1/4 511 vie 3-6 Tadwns

T v =

Tuunansdiwui gaaluideyanisdanldnngudnengyvie wissgluaaunisaifily

QU QU

A 24

ausomld fadeudeddanumusaiianliviail daligndeld Tasdnlssana) Fald
nanmsifSeuisunutivwesreadvrinanudaze1anaid (Tip cleaner) visatiaunUsEAL
LIIAY LLﬁ'ﬁ‘ﬁsL‘ffﬁﬂ (Gas pressures for cutting) ‘ﬁlﬁﬂdnl’“ﬂuﬂﬁﬂ GRUGH Larry Jeffus (2011) N
waaalumaed 2.4 aglafiou ninndenlivhfiddatuanamnessoufivansauudniu
TurazUfiiRnugannudasapsdinauazamedeuiialsz@nsnmwasimasaind anuanysol
vidolal fuAnanaunwiadla 1 fanansonmsdsuaeuudlald mouamwaediithisdu 1 7

Y o

fidndwavaimaaaiiu dnwaesgUniol 2119ANNENYBMBIIRA BALEuRILgUINa1eTe

v

WAA ANNGIUNIAA FBEEIIBINIAA INTNN¥IEFaNinanTeNUADANNINYBITEY

v

%1%
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IJ = U A o v = = e < o
M1INN 2.4 mafseuisurnaresnnlaaseanaumnlanelagiigufeanu@urmany

geanamnUnuusauwianldlunsaa

i Larry Jeffus, Welding and Metals Fabrication, 2011

1/8 1/4 172 3/4 1 1172 2 2172 3 4 5
3 (6 13) 19) 24 G @y (6D (74 93) (123)
Cutting orifice drill 70 68 60 56 54 53 50 47 45 39 31
number
‘WYPO tip cleaner 10 10 15 18 22 24 26 - - - -
number
‘Campbell Gausfeld tip 3 3 6 9 10 11 12 - - - -
cleaner number
bOxyen pressure, psi 20~ 20~ 25— 30- 35- 35- 40- 40- 40~ 45— 45—
25 25 30 35 40 40 45 45 45 55 55
"Oxyen pressure, kPa 140- 140- 170- 200- 240- 240- 275- 275- 275~ 310- 310-
170 170 200 240 275 275 310 310 310 380 380
bAcetylene pressure, psi 3-5 3-5 3-5 3-5 3-5 3-5 4-8 4-8 5-11 6-13 8-14
bAcetylene pressure, kPa 20— 20~ 20~ 20~ 20~ 20~ 30— 30— 35- 40- 55-
35 35 35 35 35 35 55 55 75 90 95

NNBLNE) PDINNTNN 2.4

o o & o o v a v & 1o s o
® 2 = TuweSnaveadnhanuazmainiUwmzgudamiu dudduuesidunasgv)

® b = et LTuie (aga1dszano)

MIMANNEz01ARINUAA (Cleaning cutting tip) (udeWslfiand A iwszaazrinnis

aarfiteziiaanudounaaglnddanuiunuda Sailamanesiiansgaduaasgriafivann

wewinlave (Spatter) edasldidnrianuazaiamuavesinesndunusivsuIne gy

i TasnaungaslTugiverinisssadsant/snesnangussiafiy dauaadluzii 2.10 (n)

wiansdiniawinlavznazihuandafilmevesiniyl uuahldlfyamanuazeiarliansluuuy

Aananslugii 2.10 (1) Mldmenudzoaviomnanuazealidweandsnwariazineng

NUNSIHAUDILAEANILAANANIZNUADANNENYINYDIAITD AN ATUU HANFDIABEEILNA

KAZTNANNEZDINDENFNILEND aianstinarilansfautusnauliavisavIneanlea

MmegarianNaza1nfilvselunstingagiiidaudu lihnsmsdeeenaihunisnesen

whiusuaguesiitwizduiiamanuazanald dunmeusngamsalinadsssluwiald

azluvieNuInean LAuNY LAFDITZI AT ANNIEEEN AL AIUNUINUA A LS
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(n) MANNEzBIAFINLAN (¥) Manuazaalmemnlan

(Cleaning holes of cutting tip) (Cleaning flat end of cutting tip)

A o o A (v . . .
5UN 2.10 msmanuazenminidaa (Cleaning cutting tip)
77&/7 : Larry Jeftus, Welding and Metals Fabrication, 2011

° v A ~ v @ . .

2. MINMNUWINULAZNITLATDUNYDINIINA (Alignment and movement of the cutting torch)
MIMAUAFILRUINADINITAANIDMINULLLNY (Layout) NTALAULAZNANNUNUENDE

I LY R l a oM o v o~ a a A £ [ I o 4 A = 3
Wuddedudinldldseanaiivszdnsnwiaau liindunseeniigud (Punch) wis Aaidu
uanficn1an1sAasuNuesiace (Cutting line) Tnsldvadnwinfuaydaidu mnuuiivun
muntsniauesmillasmaiarsantigiailu (Preheat holes) agludunisfignéasiale
wuzih i lundnmasalae Larry Jeffus (2011) Na19@8 NIANIAALLUA (Square cut) JUD
wmlWdesagimunisudumrua (Layout) dunsdimidauuudes (Bevel cut) yaiadln

o v

sospgiuvtiandninursuduimua dmiugesnTitauda (Cutting holes) dzaglusuniu
AsnaseaduimuaduigagudnansaniifiUia fuaninnuuanessinianidges
wulu 97 211

Harold Phillips Manly (2013) l@uuzinl3imaiBesvasywimdadntias (1-2°) Tunns
aauuuLduas wadlwonsdmazanszneldmihselunsguau (Preheat) noudna waze
Tpviadsanysnuuintuny fdduwamlndaeziedhlfaulans (Slag) Tinzgligaua
TaliAndfivausesdaudazlfnagiuaslonsuiaunudigi. 12 (n) wasdiBeasm
wdanniuf 5-10° ssheliananaadalangldmniiiniu Tnsdasmuguasiailaidia (Inner
cone) slﬁﬁizﬂxﬁﬁdﬁﬂﬁ)%ﬂﬁﬂiﬁﬂgﬂu‘jxﬂx 1/8-3/8 #11 (3-10 313) 112,12 (@) daunsdimada
Tavewiuinaidaanumnbimnndaslfugmasidaliuaninn uasdaaaiauiivadadis

anuHgannzlanzuruindauiuasvasnazmeldihenuaaddugn 2.12 ()
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PREHEAT HOLES
CUTTING
| HOLE CUTTING HOLE _
PREHEAT ‘ Ie /
HOLES [EREHEATHOLES™  CUTTING LINE|

/

(n) MIAALLUAF (Square cut) (1) NMIAALULILBLI (Bevel cut)

P ° ] U A (v . . .
51171 2.11 MIMNANUAUYBININUAA (Tip alignment for cutting)
771/ 7. Larry Jeftus, Welding and Metals Fabrication, 2011

5°TO 10°—

1

1°T02° 900/’

SCRAP OUT OF SQUARE T ”
!
A \
SLAG NO SLAG
(n) YuIAALBEs 1-2° (AIndwan) (1) yuinaaBes 5-10° (Aalavzvu)

(n) yadadeaduyuuvon (Galavizung)

IJ =~ U a e . .
gﬂ‘n 2.12 msmmummm‘nﬂm (Tip angle for cutting)
741 : Harold Phillips manly, 2013
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Davis (2017) l@aSuednSwavesduan (Slag) winiaulansnanuwaifilauiesnly
(Metals oxidized) 1331 ﬁu,aﬂﬁLﬁﬂ?iyu"luiw’mﬂﬁﬁamiﬁﬂﬁ 2 fnwoz A duanfiidiueea
Tavefilifusanladiiniuiios (Less unoxidized) anwaziugnguandanunegs nda
sanldihedmensmzesndalidnnninnin Fenduandnyaruuuin duansoy (Soft slag)
FozAatulunumsdiadeiaiefigndounnzanuassesdaiauyso diuawandndnpaus
Fudmeddansilaidusanladiiafinaniu (More unoxidized) 1520101 30-40% Nawgu
tosRauuuagnnyauduaN unzeanenasudamiewazudsmaneandennisszlu 3
Genauanludnvaruuuin auanuda (Hard slag) %QLﬁﬂ%uﬁ‘lﬁ%ﬂ’]iéfﬂﬁ?'&lﬂ%‘ﬁ&l‘ﬁllﬂgﬂﬁm
o lumanzay annguniiennifivaaanlsn guaudeuiuly anumdaduiuly szeei
yasmdataeiull WisanudusssesnTaulignéa

Fatiu maruguiiiei 1 veamafasudmnidnunwssesdasnadaau agals
gy MnUszaunsainuimMdadeisal (Hand cutting) §lamatiaanuiiaanaiauazla
\isennnaaaaeeInsdia ferainnnanuinnalimnnwe viefinnnanuiiesd 3
snAatiymesaanmasssesdaogians aldmenenumiaiasiondieiaiuanuusiuel iy
Qﬂﬂ’iﬂiéfmﬁm (Bevel cutting) Qﬂﬂﬁfﬁﬁﬂiﬂﬂ (Straight cutting) E}ﬂﬂifﬁﬁﬂﬂﬂﬁu (Circle
cutting) isegUnseifiatie (Pipe cutting) asatauandlugui 2.13 dudmdunudaifisna
Inaifilimanzaniunissadisioaunisnufindasiuaunin 9 (Mass production) 9#pafl
wisnafindaiaiaadnsmimnldniugauiafia (Machine cutting) Halanuuaiuegs arwau
rwumsdaldifienss sesdaiiguamauazamansadauunnugnmdfiimsen 1 1§ dauang
sheine Tugilii 2.14

Larry Jeffus (2012) lénamansiadewimsiaufiai snnutfamlunsdnmidadieiony
warlifigunsaldBumsmnelinussasddaiiufmamuauida daiu msfinafianiaitng
fidedeianlszansnmmadaldifued Tasfidouusitnanaianndssaunisal wu

1. TaemdnmsiugudeuGudanuss fudenaimaseuadewisavaeidilifiua
IWreu iiaamagauanuadassnlumaaieulmnuiiglasiama 1 lufienssinsdan
Bechmufanansouiudseudlald Taefilidaanudsmedudunuese

2. fiafiduvidafiovdaminiufieilioda nande thiadeuniafieieliderdadie
famuazthinadenainiisunliierdadeiiaine mguammeiisninelfoeiumanei
dFaufiamuaumia lenuaiadielimauauidaldd sansoedeuiilulufiemala o 16
A2AINUAZARDINT

3. MIFANUAUUITAFY (Short cuts) wuziilENaFIFauuTafiad audAdeumsadn

WIALB9 AaLanIlugU 2.15 (n) drunsdinsaanuiuuiaaen (Longer cuts) THINHIAAU
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ﬁa‘i’hmﬁﬂLtﬁatﬂﬁauﬁaﬁﬂlﬂﬁwm’mmuLLuaLﬁuﬁﬂﬁaLLaﬂﬂugﬂ‘ﬁ 2.15 (1) usnandinuin
seazviavasiiaatiaiufildanisdalimnnfiganiivld innzaansadaldnuiuuasusien
eensIn sz esiafiann é'mam‘[,ugﬂﬁ 2.15 (M)

4. mvalanziiiaiang (Flame cutting hole) HinafiansdadiemaGuigagudnaisuns
g e GuiAaiiumequiidesemaadewidauuumpunasesnliuendinauni

aldgmuaung awaaalugin 2.16 (n) wazdpgnaduBINIRauaEAlugLN 2.16 (2)

wannninaiavieismaaiewihidafigndeaudiiudidadisuiu de anuiilums
§ia (Cutting speed) Tan13imuaanudlunisdadasfiansaniinduesddsznaudy 1 i
dendaslaeas ldud anunuvedlansfisa usduuiaesaiay unduuiaenndu uas
AaAIUANNNINNYRITDIAA (Kerf) Tﬂﬂﬂﬂﬁﬁwu@wéwﬁaﬁﬂﬁﬂﬁnﬁﬁmiﬂmauLLé’aﬁmuﬂl’i
Hugiialumadenld vieunafildfinmasswudniufindudoyanaspunndanld &

sognslumaai 2.5 alananilumiidemaluladnsnanses PN RAO (2009)

(n) gUn3aifaanay (Circle cutting) (1) ginsaldianie (Pipe cutting)

o o v Il U A o . .
;nl'n 2.13 maEl’]ﬂ@ﬂﬂiiﬁ‘)ﬂ&lﬂ)‘ﬂﬂwwmﬂﬂﬂ (Equipment support cutting)

7 : Krakowitzer GmbH-Hand cutting equipment , 2020
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(m) Lesnannlavenaneiong (1) LATReAnlansenaw

| LY ] = [ v A o . .
§1J°n 2.14 maEl’]\‘ll,ﬂimﬁ]ﬂ’imUQNWmﬂWﬂ (Machine flame cutting)
7'7?/7 : Shanghai Tayor Heavy Industry, 2019

A L2 £ L L %4 54 as
MINN 2.5 anudunusveatfatelunsanlanemeuiaazianau
77;1/7 : PN Rao, Manufacturing Technology V.1. 3 "edition, 2009

3.2899.5 21 138 814 207 0.356 84 0.457 1.5892.5
9.59919.1 34 207 93276 0.305 99 0.381 2.5992.8
19.19938.1 34 276 94310 0.254 93 0.305 1.8%93.3

38.198950.8 34 310 99 345 0229890254 3.3
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(n) MIAANUNUUIAATY (Short cuts) (¥) MIAANUNULUINABTI (Longer cuts)

() FzezvinziInlonatanuINlan

pu | ~ v U o I .
§'1J°n 2.15 MItAadULazN1TALRIAALNE (Moves and brace the cutting torch)
7"7&/7 : Larry Jeftus, Welding and metal fabrication , 2012

(n) WEMIPAGTNLALNANWNTLATDY

9IMNTIANIBINTIALALF (Hole)

I— { | —.m“ { i— &l

(v) udaanaliaaiaun1stingnnmsdatziiiaweny (Hole) 1dnu

= a A v A A o .
gﬂﬂ 2.16 mﬂuﬂmimaaum‘nﬂLwammumg (Moves the cutting torch for hole)

7 Larry Jeftus and Laerence Bower, Welding —Skill, Processes and Practices, 2010
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5. inpfianstadeuillunsdalanzszuantia (Pipe cutting) Masiaviadeiiafinsuii
madian1saalddauuy wuwsn As inalladsnsaareuuutdurududnanssuaidniiaune
anulalaslszanaudnnd 3 i vidadinni 76 faduns TaefidaGafigaasnandiuuas
ria nuadeuiidalufiazduainanuldame (Step by Step) Fawanslugil 2.17 (n) i
wufiaes fe inafledSmsdanauuuidusiugudnaannalng Janaanulalaeszana 3
i1 v¥a 76 findns vilefinnalaniuasmnstumaminnn Tasimuagadudaudiadou
wdalumalamaniafioda lWuuinldmefiazdns (Step) auniiseurie é’aLLmﬂugﬂﬁ 2.17 (@)
‘ﬂmzLﬂﬁaummﬁ’sﬁﬂﬁm‘lﬁ%ﬁmmﬂ@uﬁﬂmwamauammﬂﬁuLé{’u@uﬁﬂma (Centerline)
anpaan drilwiAnsesdadugUdimdss (Cut square) inafiadananlduusilas Larry
Jeffus (2010)

6. maiamaadewnivlumadalavstsnnundniifau (Angle iron cutting) ifunadia
masialanzene 1 AfgUnsaslugmanasmae w yumn yuunan vidoyuihu Gududensia
Nnilanznuiigauulizauiamuniiunanzay Tasasageuniuduilaudamnagansann
asiulgndelyl Alamainanudemeriely mndufihmsmuuadusmumismsdasasaeng
Tugufi 2.18 (n) maﬁfwé’iué’@ﬁmL’éuﬁmau‘ﬂamuﬁhﬂﬁwﬁwuiﬂﬁ’luﬁﬁa (Step 1) TnsLadiaw

Wdafiemnnaeudmyy uiinedaludndmuedsuiinauuudediv (Step 2) duandly
UM 2.18 (@) Barldneuazsesnanduglsesdadiwdennaysailag Larry Jeffus (2010)

4TH CUT 1ST CUT

3RD CUT H:,IEI:“ 2ND CUT
P
1 1
h 1
H 1
[N
(n) uanuNATAIBMIFATIBIIALEN (1) uananafieismIdarisualyg

A a ﬂ' U A ﬂ‘ o 1 . .
3U1 2.17 inatiamstanaunindiivenana (Moves cutting torch for pipe)

77.1/ 7: Larry Jeffus and Laerence Bower, Welding —Skill, Processes and Practices, 2010
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Ly

-
y \ 5
UuInA <

/
/ (Cutting line)

(n) ABAmMUAMUAIIAR (Layout)  (v) inadiaddnistadeuiaadmiulansNdyy

g‘].]ﬁ 2.18 mﬂﬁﬂmiﬁﬂfﬁﬂsﬁﬁuu (Cutting technique for angle iron)

7"7.1/ 7: Larry Jeftus and Laerence Bower, Welding —Skill, Processes and Practices, 2010

a. matlasumsiiadienyeauda (Distortion in flame cutting)

nsaalavzdsilailnendeiinannuseuasuingiwaziinidanansznuiou
Wurendn TaesdSnaenadou naguanu wazanudlunsfadeeduiusiuaNNnuIYe
TunuwazaIavahfivda fianusouiiiintulusznitimssainansznurildiianis
venefvadlanzdalioifunniinaiuiansdadetuaue TasdindatuiuTanswd
Urnusiutnaidaiianuminliinntin andsaumscluesdiinsUfianianats 1 viud
Tdwuwarutiymnisbadeuasldanmisnaieviatamanan nudh 35mstlasiunse
FBannsiaderduiieandndnaanusaunnmasaamunsariild 2 3513 Tae Larry Jeffus
(2010)

383N 1. 1ABnANN1IENYaYRIANNIBUIINMIAA lA8N1IDDNLULRIAALULTIG

QU

]
~

ﬁ'&LLﬁmﬁﬂummmﬁaﬁﬂTugﬂﬁ 2.19 (1) HMmssaadouruuiuuuuiulanziethiansdad
wilauiy Tdunuldfuanufeufiifuuasmitanentaesinausassin feanmaiugu
wazdlastumstadenananuseulds é’maﬂﬁﬁn’ﬁé’ﬂiugﬂﬁ 2.19 ()

38msfi 2. demdnmssaiuszendunaiueeulisanseauuatsetiios iiold
aufidedndedauiuTans13lilRdaen ndmnanuieuanassarnisdadudeda (seee
faduanusaudzantion) auldeedanasauuniiunuwazanassnaniudslyfensbaden

AIUANIAIALATMIAATUIUN 2.19 (7)
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JuUADUN 1

(n) WMAALULITIGVUIY

SCRAP & ~
\ - IUNDUN 2

SINGLE —
cuT

UNDUN 3

DOUBLE
cuT

SCRAP :

crar” PUABUN 4
(9) ABNMINALLUAAYUI 2 T08HR (R) IBMIAAULLVLIUT T AA

P PN 1) A X o . . .
3‘1]71 2.19 afiailpanumsbadernnmnnlans (Distortion from cutting)

i Larry Jeffus and Laerence Bower, Welding —Skill, Processes and Practices, 2010

2.2 WIUNIAAMIEEIBIANAIEN (Plasma arc cutting : PAC)
sumssalanzafiniodeliswssuianaraniiiannniseinswiundaalnge
(Non-consumable) fiuTanzauauii@ninisezsia (Metal work) Tnga1denann1ianinss
nszualwihuiieliiaanueuuiuiasnans edrsuiaiulilnadunin i anwieud
dAnnnauumsainilfufadeuanmuandlaglusUuunyesdesy (onized) naneiiy
wianaandadanti@milnilg nnduuianaaaniasgniuidulFlnaiugauay 1 7
(38N Nozzle damarilinamnufafiununasiianudigia 6,000 wasAud wasliseiy
anafauLiingaliuie 10,000-14,000 °C milftuagfunszualiihilnaslunmsainuaz
MeaIEin sndinnuhizewsudainaiudonianmeann Tnendsnuaing e
psnilsseanginvesiuiuauiamavasuasmeuasiiussuivsinihlansmateanluée
LLiaﬁquu%ymmmﬂaaﬂmﬂﬁ’u winlunsdifithnmssneenuuuzses (Gouging) Wisufiay
whihTanslngasanlunndumssasmesudaiiusesdnmudains faiu liieedums
Foavrmpananiuniotnziedlansiuanu nalnnisaieuianaranielianasouuilans

Funuzriauny N1595U18AINA181989910 Plasma Tech. (2017) Tasuanstiansnlsenay
yasnaaieasnvananmeluimdawnatanlugii 2.20
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LAANAEN

INATZUILANNTOU DINATUNIEANNTOU

wradtaalnia (Electrode)

POWER
SUPPLY

-+

i mduwie (Nozzle)

wailaanu (Shield cup)

|

lavizuay (Material)

%’Tﬂm (Dross)/
511 2.20 ssdtlsznavuasnalamsaaufananaunmeluidanadn
77&/7 : JASIC-Guide to Plasma Cutting, 2019
1. safsznavYBINIINIBNMIAANAENT (Plasma arc cutting component)
sFULIRIUMIFadBmaiinaaNznaufediuman suaadugiil 2.21 e 1.
LASRIRANANEN (Plasma cutting) uunawisndnuiiodenszualnihnszuans 2.
098NDADINA (Air compressor) ﬁﬁ]xi’]aummm%’wzjiwn waz 3. 1999 (Torch) tHudiu
ddalumsesniieaauianman suansneaseaiain faralyil

IWinszuanse (AC)
(220'V)

LN IALBLNTDIDNA
(Filter regulator)

f9aN8A (Air compressor)

isa0ie el
E (Torch)

LAIDIAANAIEN . SuT—

(Plasma machine) Tavizuau
(Metal work)

J v e 12 4
UM 2.21 dutlsznanveszuunisnadmsaaIsnnaIan
71 : JASIC K~ARC CUT, 2012
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o LATRIRANAEN (Plasma machine) IHuunasandsnunszualninielddmsy
mininisumiimelusgarnihfindetueionden (waliamnsainaioadenanldunu
1) ﬂﬁﬁ;ﬁumﬁmaﬂmlﬂum’%laﬁzuumﬁﬁm’m%ma% (Invertor system) Riatazasfiduunalng)
ﬁiﬁj‘luﬁwmqmﬁmmm (Stationary) %381 T1LA3DIUIALENLLUNAN (Portable) Fauandly
511 2.22 (1) wae (1) Mudey Tﬂwé’ﬂmiﬁhaﬂ‘%mmni:LLa%?uagiﬁJummL‘%ﬂumséfﬂ woe
anunuedlansiunuiidasnisda Jaadnsdafianuigiiuanumndunuiinn des
UsuanssualnfisedesivBinug wasnndssaunsaiveddeunuii wniesdaiifivnalne
wienszudlwlfiadennndmariliufanaraufiseaninianuiaasdaiua i
auAmmNnneEnafinnaEnEauuwm Tasuunssamuauthismdayesein sl

Yanthien 1 dawaaarfudayanseisng 1 Tugii 2.23

(n) LAIDINAUVLAAAIA AU 32 (2) LATDIAAULLWAN
#1301 : Falcon , 2019. #1301 : H Powermax , 2014.

gl 4 o .
§1J°n 2.22 L AIDINANAEN (Plasma machine)

® WHAIEDINIFADA (Air compressor) LHUunaBIDIDINMABDNTIOU uiadlon vie
wiady 1 Arunssadiafiuusduietlauingsuunseiniieaiuuiawmann sinves
mmadanliduagiuriinvesiaglansidasmaiawnzinanssnusogounnaaisosda iy
ANNNINYDIIDIAA (Kerf) NIDAMAINHIVDITOYAN wazfainansznuapanTAveialans
TumsTansAne daiy madenlfomedainasesuiumsae Fausnanamesanasanda
wanawfi3en31 Orifice gas/Cutting gas fuiaiuwiadaainsnasnlaanndisndudeiug
i melusasisanmandldinsesnuuulidsuuresnisszneanyieufiiaiuanms
AN5NFILTTULBINIA (Air cooling) 3aSIHIZULU (Water cooling) ?Tuagiﬁ’n {RaNLULNIAG

TasAauuzinnngudaesesiouazginsaimdadiewandani JASIC (2017)
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TECHNICAL DATA

wgen Ul nazualw
V| N Power Voltage (v) Rated input power (KVA)
: 1 Phase / AC220V £ 15% 10.1KVA
159 ﬁulﬂunqiﬁqqqu uiaﬁ'u‘lvlmmz'l‘}’msz
Rated output voltage No-load voltage
104V 254V
) AAaln AND
Rated input current (A) F,E{Zﬁg,', ¥ Frequency (Hz)
) 43.7A } 50 Hz
Xl | nszudlnlunisvineu UszAninn
el Rated output current Efficiency
_range ) 1)\ 80%
AMAAINIEa lUMSYINNY wrasunnnas
Duty Cycle Power Factor
60% 0.73

) szaufasnu
Class of IP :
Ihsulation Pyspa| Protection grade
W) P21

A v o > tﬂl U
717 2.23 FyanwaluutrgamUANTITENIFALULATDIRANAEN
731 : SUMO Industrial, 2015

] v
N v "2

e danalaN (Torch) WWudintsznovdraanizdudiunairaufanaidaund
melu iy vesisasnlsnaudeduduidfurnaeiutazudasauiiniiuansafiv
fuaasdulsznausma 1 vesidansaniuesinedmunmisznaunamminfivesdiudiusna
Tugil 2.24 hguduaaimdalfoanuuudnuusgUnswavihdaiianumanmmediaiinge
anumanIalunIFaLAs U MIBITEERA Tasansanuiuiidagiamhafiuandiu
wianfuimsesnuuugUnsaliaingaalunadea (Accessories torch cutting guide) fivannane
mugUuuunuiice daaaddugii 2.25 () was (@) udaenalsfiou ssuunalnvesnsasauda
wananmeluidaazliwandaiu uvvresidafinaanieduiasduidadlftunig

o

AFeNaAL (Manual plasma cutting)
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dmsunudafiduwuudaluianionsdaiFseuy CNC unuautiues Tasndnues
wuMsdaiasdlsznaursuMIRafimiioufudiufinaaiuguingaasgndaniss
STUUABNAILABILALFBIU T ANMILLATEITNT Tasminziumasanuludiinamnn 1 wazsia
Ifatndaiiios Taurundaguufianuzinseensuumuanmesidnsazaufiiniee
LU NMsAnlansuiy (Plate cutting) ¥ispnsaalanzne (Pipe cutting) AILEAIAIDLENYBINITAN
aulugtii 2.26 TagwdafilfdosfianumusalummuanasoulddfssuundeBufidme
Fumsrhaouwuuesiiisaunauuy Hudouuzinweguda Lincoln Electric (2014)

X K= _—x;-o)
©) @ &

5
\
1

-
l

,’

311 2.24 drlsznavveamnidanaian
ﬁf’m : PT-60 Plasma torch Consumables , 2013

nIeuay 1 Drag shield: \Budnaegavasidariminitlasiudmuesidanie
Nozzle lilAtAinaNudee

YaENAY 2 Retaining cap : Lﬂudauuanqmmﬁaﬁ@Lﬁ'a%’uﬁ@dauﬂimauﬁu 1 NUEIU
289lATINANNIAA (Torch head)

1R 3 Nozzle/Tip : Gonfiuivhaa Wududnlfimihitudersnwaranlan
MufuLEIrIuTegdn 1 fedandmerasiidaieaiunanuduiuuasnativewda
WENENN

naenay 4 Electrode : \Dudmaasnnilihanurasiieussaulniiln (Power supply)
elHiAaruIunIenin WisBenhdnmaimsaiuanaseunnmaeinils

meay s Swirl ring : \JudniegAatudiaalniarimihilunsiiudasiniailng
sudantisugdn 9 mashudhadelushaluuiawmaniisiaalngg Tafdansguasis
mugunslnavesenmalilnaeeamiianeuasiifiamsfiviveufiGendy Gas diffuser fivian
NNIFANUANNTDUG

116409 6 Torch head : \Tugugunsciuengailifudadiuues Retaining cap 1iioBa
dntlsznaud 1 dhdefunmuagesdiussnauseaiagia
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(n) Meegnguuprasiidanman (1) gunscliddnneaiuaNiaanaan
%1 : TRUSOXIN , 2017 71 - WS—Welding stop , 20174

J LY e =3 1 o
UM 2.25 gUuvnresidanaanuazguniciiadniialunina

NI
;‘4{'
“
|

:

(n) MananmauLszianlanzisiu (v) Mmadanandanyszianlanzyia

A L U L N4 L U
3’1]‘(] 2.26 :5"].]LL']J‘]Jﬂ’]W]ﬂ‘Wﬁ’]ﬁN”IWJEliz‘]J‘]Jﬂ’]iﬂ’nJ@N‘Vi’WlﬂLL‘]J‘]JEW]T‘HNG]
77;1/7 :LINCOLN ELECTRIC TORCHMATE, 2016
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2. INAAYAINITNABTNIAANAENN (Technic of plasma arc cutting)
suundalaveiinnugiennuasdufoutio sniauiumadenlans Wissznaninmla
Nnenhinld Memnzthsereasmsaatoeniiues sgnlsnaw yaaalandeanisfivzdnlans

momaiiauianmanndesiuazinfaunaiianianalnatsddenau asnazldnaniunaia

v
~N v A

19 7 vesmseneuianaauiuuzihlag John Kechagias et al. (2016) §n3il

2.1 M3LEBNI2UUN1ID1INTHIAANAIENT (Type of arc torch) NMIAARIBUAFNAIEN
ndendnrainisenin TgiiuldfinaiannfunaiiasesnmerinsasEuiaiunuseansdn
WA 2 inaila Av

1 v
v A

e (NATANTBNINITNAULL LRI AGUN TN (Conventional starting arc) 1138150

' v
a o ~

Guduwuuifuwusuanigediidaduiatulansiunu viiedeni maanz Wismade
FadaTuLoa (ﬂé‘wﬂﬁuiﬁmiﬁam’mﬁuw&ﬂﬁ) s inafiad bAoAl duaudianig
wnieud fiafu viefimnudeuiiioiunu damnadugeerinldennuazaamalfoussi
Faastuvitaiadinmsdaunsiienienin uaidedilfaudaligunnuasaunsadoniids
yasaumNaNrIadlanznuld USutidseeinisaaiiaiena) faLanidnwazanIng
andnlugii 2.27 (n) ﬂﬁ]@ﬁumim%ﬂLmuiﬂé’ﬁmiﬁwmtﬁmwummﬁgmﬂsﬁ (High —
frequency alternative current) naAe lugaslimdaimzuuuinismauuiunudinade
FUUANNARITRANINSINNETY (Ad1efunadeniing AussiunineieseaiefiGen
131 A1 OCV (Open Circuit Voltage) ﬁm’mﬂaaﬂﬁﬂqqLwimiéméiuaﬁﬂﬁwﬁaui”lwmn o9
efatuTuLINgdmTUaufiGaEnianslfiegede sruuensnuuyduiaiunudas
anudgaiisaldouiusnnluilagiiy

o tnAfiAN13D13N BuFuLULTIGAlIEUEaTu (Pilot starting arc) (fumafians

v v v

famswianaraunnuaNenin ansacuduainlaslidasduianulansduay (ludaed

Y =

Tuauinrinld) tissnaGuoinfveiiniarerinyseanuuiudensn niunaindauu
Ifunuduwudaldiud mserdawuuiinnuldihefanuasndegs urdesdisduuns
uRFueIMENnResaanalnmseinfaezauysal fszduanuFuanEomaiszuLznga
fauriuf Ssndudeadunamisusssuanilnainaneuastlouaudnagaai ianeazinly
Uszansnmlunsendndadnn masadmeszuuiaziauldhelidaddanuiuasnntngd
dald sadalaisasduiaruitunulidenens duh Wdnsdengmaldodieniun deTomnd
videdaiauvasszuuil da mansielilumadalansunuifisUngda 4 Anannanedilals
sUnsamnadia innzaansalitugUnsalidiudieniuguaade 1wy 2adeu viedoideu &

fragnnuanalugii 2.25 (¥) gUnsaldiuminannawisasanuuueIldnuanazaud
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Foansaadsamsnainduuuunueddanulansldnuglieduuuuld dnsaznalnassns
915NV Pilot starting Aauans Tugii 2.27 ()

Electrode
~ Cutting Gas

«— Shield Gas

i Electrode
5~ Cutting Gas
Nozzle | 5 !

«— Shield Gas

Shield
~~ Cup
Woﬂmleﬁe

(+)

Shield
~~ Cup

Workpiece -

(+)

\

(n) IAAWANENILUY Cutting arc () AANAENILLY Pilot cut

37 2.27 dszanaesguuuren1senineriaaanaan
71 : JASIC K~ARC CUT, 2012

masialanzdenmandainduninisndaifuasivads Senlitunnuununs
aacsuiideandazufidumnsidafivaisndne wu amnsadalaveldnnuiia aalddr Usna
fianuasasie wazaansadaldiuilidesguau dnaidedanisiaiiuazuansznude
Tanaamslansinentos fiddasendeseedanuGeuinnniiGentuil “Kerf”

v v =

nsmuueifaensaadmsnaaninansznulagasisesesdarintnadnfitmiesgun

]
v AA v =

Funu Juiinnusuiihsessefiadeiianunhassesdatosviadaclinfanniuly Tag
P ANFBIAIUANTIILA #181989971n Hypertherm Shaping Possibility (2016) #ail
1. szeziiaunstaneiadaiudueiu (Standoff distance) sasadadluvitanniiuly &1
WRINNAMNNI9aITaRa (Kerf) 92n19nniu
2. MNAYBIFAAFNGL (Orifice diameter) FipsmuauriainmmnavasgEudusialyiiin
figa Tafesdenariliisesdanléfinnaiiuay
3. MIRIANEINUEA (Power setting) Ayaandsnuivdddadosnmnzaniuanumn
wozafinvadlansdiuau Taigadaauiulisdinailfifivanuniunsiasdie
4. anulunisda (Travel speed) Srdiadaanuiniinduazilinnasssdiauay
a1 usiTomafiveuduuuuaIsasfinazinn a8 (Bevel angle) éfumﬁﬂugﬂﬁ 2.28
waztaslansfidafamureuunuiinniy (Dross buildup) midRanuliawysel
5. atinpIuiada (Cutting gas) TUAYDILATWRIDEIUNENIDILAFVLEINAADAIINNTN
yasgaena inzuiasadusmmuaanucilunsiedeuresiofng Masuse uaz

ANNLTNYDILAFNAENINA
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6. Uapuriadianlninuaziiifa (Electrode and Nozzle tip) ginseigilazt@onaninly

aunaldnuniaonainanudemedessuddsuliegluaniwanysol tnnzd

nansEnusslsAnsmnlunmsaindauazanunnavesaian

. MInyUIDILAaNaEN (Swirling of plasma gas) luunsjurasiianvzidesliufia

wdaundurnaniusey 1 ursdaalniansunazdnligihnmevesinda namau
wuuHIFnTzLana @ NNan U LAN ANNPUILUUNINTY wazlseAnSAnYaInIs
v a' 45' J v £ [ d'
AANAZLANGIIULOIOWNANILUATIN AILEAININYUIBILATILZIN 2.29 (N)

. 32UUAAUN (Water injection) Tuunaguaasiinaiszuunisdaundnlududanuuia

NAENIVUENDDNNINNUB8YDINIRA NN FNAENIFNHEUIzAANITU W)U
Winiiananyuiliufanananianudniuvtenunwiuanniu Hremlvgunin

MIFAAIY T09aauay sl LazBiaeignishauresaerifa dland

madsdinvesiiaalugii 2.29 ()

TRIAAWAEN P
Kerf width
/‘_

= a o =
VDUAALDEN jlh’] 2.28 NIILNAYNAALDEN

Bevel angl ~
evelangle 7131 : Hypertherm, 2016

unsdanlnge

unadianlnga

s = uianalulasiau
AN Electrode Cutting Gas (N,) Electrode
«— ufidUnagu
Shield Gas ﬁLUSﬁTﬁW NOILA
Water Injection Copper

miilaanu ..
Shield Cup NINA
Nozzle

Waawanann

Plasma Stream
!

S

(n) YIAANAEN MUV TN

wind
Ceramic

() WdawaaNuUDasdun

A as A' ' v v i
U1 2.29 ABMaiiwaNNNLLLaLianaaMeluiaangy

77,;1/7 : Courtesy of the American Welding Society, 2010
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2.2 ANUNTNYBITBIAA (Widths of kerf)

nnihiefifisdewemuunsdanmaninananiiedu ifuadelszansnmee
nadamenmanlainmaglannraAdenniudouuziinlag Larry Jeffus (2010) Aaudasli
ATl 2.6 Resyanaspuanuduiusseninanumnaadlansidaiuanunfasesisdia
(Kerf) fizawsuld fanaspuanaanunhavesesdaiihllfustsnidmiunteulans
nufiazsanme 1 JuudIn TrdinanszNURDANNN DGR (Kerf size) Wiasniile
%ymm‘famwmLﬁuﬁuLﬂmLtﬁ"ﬁwmﬁmﬁéfﬂﬁ%lﬁmuLﬁﬂﬁiyu faug 1.5 8 3 paen ﬁaﬁﬁﬁuagi
AuANrYedlanzau ANuEIAa Ussinnasauiid szegiann danmuesniauida (Jusu lag
yuufanmmndaiBeasinasannaiasiauazanmineadaiudfoy aalsfinw tam

yuiBssilashifnanssnuviaiiatuliosanndmiunsddalansdunuing
mafalansdenaandurnumsdaiisanmsgydodlslansiunudauinann
wazivuesasdafiaaudnanannnidadfisuiusuiumssagiedznisau q dauaainis
wRsuifieuaunsesia (Kerf size) ¥9an1ssalansanndriarfusufinnumun 1/2 91 dae
yumMsdafidaiuinaasslag ESAB knowledge center (2013) sauanslugiii 2.30 asifiuld
%’mﬁm'j’m"ﬁéfﬂé’aﬂ9’1’:1ﬂ'ﬁ%miéf@é’aslLLﬁﬁwammﬁ]sLﬁm'méTﬂTwajmnﬁq@ (0.150 fr’s) AN
FredTufdeanTozwian (0.045 17) §re35asdin (0.035 7) wasdedzde1iniawes
(0.025 ©17) awasu aeslsiniw Afadnsiendenldnsdadeuianarauunizanld

]
[y

70177 JURBUMIAALNEIENN AnuIvuINnld Snansznussanifusiiisesantios Nd1Agy

@

o

FaumumnanaAsuingm
J 13 1 o . v ay
AINN 2.6 WIATFIUANNNINYITNAA (Kerf size) foANNNUN Lzl
771/ 7: Larry Jettus et. al., Welding —Skill, Processes and Practices. First Edition, 2010

1/8-1 32-254 +3/32 +2.4
1-2 254-51.0 +3/16 +4.8
2-5 51.0—-175.0 +5/16 +8.0

a P
710 2.30 Wisuiiguany
LANANVDIYUINTDIAAN

YUIUNIAAANNY
77;1/7 : ESAB Knowledge Center—
What is Cutting Kert; 2013
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2.3 nMataenuiganalaa (Gases for plasma cutting)

BOC (Plasma tech. & Cutting) (2015) l@@nsfisnisaanardunidesodanianag

o
y

ianahafuufanasndaiuiiaddydesiumianmann thyfuwuiu el
Ltﬁau%qﬂé (uAgUaLALY) wazuidnay (LLﬁﬁmﬂndm{’iwﬁﬂ) fansahnldaiadunia
wenawld Tngdndwavesudaninadansan dai

1. u39nIzUNNAA (Force cutting impact) EnﬁmlmLLﬁ”aﬁﬁmmwmuﬁquzﬁLLiaéfu
nnIeenNITILazLT unfurasiidassgedalalonglfiFunsfuazaninsadalans i
anavnanle wazfinatumsnszneeaAulans (Dross) duuideiaiinnaumuui
fazaseiudng ARt uNIFalansng

2. ANNINYDALAENAENT (Plasma stream) WHEUNNIHALNANNDNYDILATNAIENN
gudsdanarnldladodnvesiandnasiinarldnavesassauauuazianulunsda

@4 (High cutting speed)

3. 33uAN3au (Heat content) ﬂ'nN%auﬁlﬁﬁnﬂm%nmmnmm"lﬂﬁwﬁqw:damwh
Tismnamnaseuvaufanaanildgaiumy fansualwfesdisduiminsaumusiouas
anwrnveslansiuanm sudasluase 2.7

4. ANNNTINVDI5DIAN (Kerf width) LAGUABLIHALTHAADIUINANNNINYDITOIAA
warlnadaanudepdlanianardun

5.71 WUUYBLARINTANE (Dross formation) wiiafiasnldasudintusziinananis
nernemzeaamhlansidasanly ufausiaeniieslansAnagmauseuiuieniioia
sauandlugii 2.31

6. siinvaslansiuay (Type of metal) uiiguasfiamaunznulansunssiauazaala

winnznulanzaindu 1 inszialvedlanzuesiinezinansznuasnisrindjnsennuy
asdlsznavvssLianaaudedanligniauazivanzay

: # o - -
TomeBuam (Workpice) U7 2.31 Mafiaeslansfinay
YOLIDINAGIUEN
I b i ) 1 P 7 My Favorite think about a plasma

[ /// //// /////// //”' cutting, 2015

¢ a o
i lavieNifneen (Dross)
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A L2 v d v L nﬂ' 2
M58 2.7 anudunususanszualnihaetfadeduauy 1 YBINITAANAITNN
701 : Dirk Ott. High precision plasma cutting, exactly. May, 2018

0.5 250 N, None 35
0.5 270 N, None 40
0.5 350 N, orH, H,0 90
0.5 150 0, Air 100
1.0 1,100 N, orH, None 100
1.0 575 N, H,0 60
1.0 300 0, Air 70
1.0 400 0, Air 80

nninanndeduaziiuldnuiansauianauiidaniinldaedrensnusuia
waniuansznudalszininmaainisaa anu Jaldinsuusihmadenliufiangndaiuas

WNzENEMSUMIalavizunaztia aauanalunian 2.8

M191N 2.8 N13LADN LLﬂﬁGlﬂﬂU‘}]uﬂﬁlBQTﬁﬂz‘ﬂuQ’Mﬂ N %EVREASEN
77;\/7 : Larry Jettus et. AL, Welding —Skill, Processes and Practices. First Edition, 2010

Tulasiau+ensnau fiu 0-35% lalasau HANNEIAISUBY LazRENNEHENE
TuTasw+ansthi (N,+H,0) wanna [ 5adia

Tulasau+nnie (N,+Air) agNtHaN worpgNtHaNkEEN
815nBU+35-40% lalasiau dmSumsunzsaaiann

2.4 enuanaiennszuumMIeIinidana1an (Type of arc torch) F83a1n Michal
Heinrich (2007) 1AYn15@nen15aadign1saIaIsnnaIanIazaianan19en 19 aes n1aues
atu uazlmlnsdasfiansluiufiameuasnadidadefiafdasmuansaiilaadiudau
yaaaaenad Huutiueainsuansld Mnilymasiansnuiiinnnmiadinarian Tl
fimsfadumis ity nuhmssanaranuuiuinlagndunuiideanmssauu ugai v ld
inlansiuhesnumdeanuiadauaziulsznme s 1 anadiluthannisnszansun e
TawzvuiuiBuduane Teszuusindndeaniaynndessds (Sound) wasairafigiuly
(Light) aTufiy (Fume) uazduaneaindszneln (Sparks) léduadied dauandugii 2.32
wannil Siidaansariananmizldnamun e Naunuiidgeamssallumhuddaiisans
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T WiiAnauaunsdameluiilduansiiiannnmadagnaiuaudie uaddadde
dmsununariiadelavefidosmadaunariia dauandugui 2.33

PNUMIFAGIBNMENLdadniiennnaanasn e dusuanedameni
wilaufuruiumaien Sadesmuuiunseaauiiatleatuaiin Tagszauanudvrasaud
e psaudnmmraNtunLgn i nnananduuzti lumashsanadl

agna 300 8 9
300 - 400 9 12
1NN 400 10 14

U4 (Water intake) -

<“— IAANNENT (Torch head)

MU
(Water shroud nozzle)

Tam'?%jm f?'\ N1 (Water level)
,
' N
|

gusalansiiuau o gusnalanzguau

L ViEiAWEARNA (Torch head)  ~

TomeBiuan (Workpiece)

| ax o = o &7
JUn2.32 ABMsnanaaNaen13NTuILHiB LN

M : Kjellberg Finsterwalde— Underwater Plasma Cutting, 2011
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WIAANAENT (Torch head) — o
HIU (Water level)

!
ey v
1 Tavisiuanu

Tam’i?ugwu
agldun

711 2.33 FBmsdanananilasniandunulén

7 Kjellberg Finsterwalde— Underwater Plasma Cutting, 2011

2.5 M3UAMINN1TAANAIENT (Plasma cutting distortion)

John Kechagias et al. (2016) I@asunadamatamaesdununnmsadisanuiou
fodnfudesiiintusdianauasdudfidodloaiulailiidin innenstadarilftunude
sunssaulisansnih W lfnuld madadasdatuldnedmsumadalansuriuin viefian
wndinuudaaulunmsdafigannfifilonmafiazifamstiadldnnduiu madadeuda
wenawilafisuiunsdadhauiaeandesafiau (Oxy—fuel) Turmlansilanmaiansiing
fifesnin innemadadenmmnanuwiaugainiuasdeinulufdunuinaduuulides

Y = o ' ) "y oA v <
guina Judumglinsuninszarsvasannfeullulanzaulinin Sedadisanudigs

q

ANNTDUILUNTLAAIBT AILEAINITUTHUN U TINITUNIANNZDUYBIVLIUNTAAMIELAFDDN
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Fozaiauiuufawaran lugUi 234 vingiiulddanuihmsdadenmuiseandezaiau
anuauunsnszangluduilevedansiunuiidaduiuinie dewSsudsuiunisdade
uigwaann faiu nadiagewaraniangaaiaymnsiadldd wazdrdenafinveuian
psnmenanianamnuiugsiisedaldSuadansfinnldinniu

L3IUNTUNTVDIANNIDUNNNTAN

! 9171 2.34 WRsudeums

LNTYDIANNTAUNLAAIN

MInn

773/7 : Larry Jeftus et. AL,
Welding —Skill, Processes and
Practices. First Edition, 2010

p2LINAY (Flame cutting) WaANdN (Plasma cutting)

AN3IUN39A (Cutting speed) NM39ANIZAUANNEIGI (High speed cutting) 922578
antdmin1sdamldsnnie innzmsiaumaasianuieuszazantiosunsnszanelUlddios
TaadasdanszaunszuanmanzannausgiuaunuIreslansuau AILaaiaIng19n s

L3 o d U £ < Y d = s o v v
anudNusainaniumsdalarzmanndasueuluglnam 2.35 wazlunsdiviinisanados
gunsalieBufionuiuieinsing (CNC) WinLATEIMIUANLUILAASATUNG (Automatic cutting) 9z
ausamuaNaNNnldduazianudsiiinieiniae awdaainsgngUnsaiidinieaauuy

WNW1 (Portable plasma cutting) WAz ULAAAITIL524 (Stationary plasma cutting) Tu3i 2.36

150

A o o
\ 17 2.35 anudunusueq
120 ANUTINA ANUAUY
= \ .
c a v
S 80 Punuuazszaunszual
a(lg 0 ¢ <
~ BVINAWAN 77 - Larry
[ce
Zg &0 Jeftus et. Al, Welding —Skill,
= 443 Processes and Practices. First
& -
& ao Edition. 201
\Qﬁ; \..\ "“‘--..\-‘ dition. 2010

JA25 0 250 375 625 T3 1.0 1.25

w

< [ I3 Y
AN lanzannansUau W)
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(n) gUnsalldBuarBaauULNAN
7131 : Anhui Gusheng, 2018

(1) LAspIRAuUUBRLlUIRA (CNC)
713/1 : Micro Step, 2014

(m) LesosRauDUBATUNRATIBULUG (Robotic plasma cutting)

7"7,;(/7 : Industrial Robotics — Robotmaster , 2021

< A o . .
311 2.35 gunsalidBudrslumsnmuguaanaaNIUNLAY (Automatic cutting control)

3. NMIAALTILTBIRIENAEN (Plasma arc gouging)

ARCAIR-ESAB (2018) l@nanfsuuiunisdatmzsasdisnarannin iunisszgnd
yunMsesndadeufanmanililddeinsdalanslinaoennniu uadesmadailalans
sanuiinaisesdniiiugiag (U) viiesiailalanseannndaunnsasiiineguunuaiian
aanly wiatamannusdasuauiialoe inGennguandildufavmamniin “madamnesa
fEeWa1ENT (Plasma gouging)” uidwaa@ndmiumsanziasdanunuiniussswanganla
dasgann Wdaunsazeanuuuyiisinhenidefiashlienuduswfanmananas wia
wnaanidealiiuiuufsaninounaniulalasau 35-40% anafudidiTavidasugunsel
nauuida dmsuauanzsaafinuaadenldufadidenile duuiadmiundaidu (Cooling
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gas) anwsaliuiaerineu uidlulasau vieemasssmild IBn1sRaLINzIaIYNYBIIAN

wdpadsaiuadaios 30° AudunuasuEudy nnulfuBsmuanumzan et
fuanudidia anuhirsimdageieamssiuuazasiuinuianmzasinidiaanudin
wnuMadaLnzdasfeuianmaniansolildfuTansnnatia uaszmneiuTanamannd
saiuuasTanzagiifion Sosldesiamsifauamann difeeudnifodzunnsdia
LNz3peNYNAYBITEIRAMITY YBINaANNNTIE (Width) ANaEn (Depth) waziufyeIgen:

(Area) AILEAILLAT519N 2.9

< o A o v
MINN 2.9 ﬂﬂ%EIY]Lﬁa\ngﬁﬂsﬂﬂ\jﬂqiﬂﬂL?ﬂgiﬂ\jﬂjﬁlWﬁqﬁN'}

7 : The Fabricator-Gouging plasma process, 2004

vy

ANNGIAA (IPM) 24 48 24
yuaane (°) 45 45 60
SEHERINIRA-TUY (in) 0.125 0.125 0.125
wNAuwie (PSI) 50 50 50
ANNNINTBIAA (in) 0.300 0.260 0.210
ANNANIBIAA (in) 0.248 0.131 0.216
Wufiseeda (ind) 0.040 0.015 0.022
Bnanilelansdisa (inhr)  57.6 432 31.8

NNVDIMAALZIBIMEBUATNANEN (Torch angle) WUANANNUNLYNYBINIAANAITN
namde yunzsasdaslfumyaranifaliiides innaiumsahamhlansmmlinszas
sanlUduinsauiiniasin dauidmiudaaznanasminiuiunu SudnhTavensgenua
Tudhuane fuansBeudfisummgueesndasmiaaauyluzii 2.36 masuyaasia
inssesanansauFulanslunununi X wwaunu Y uas uawny Z fdwihldunasesiesfions
ldRsUnsauandrsiudanansluglf 2.37 §198991n CANADIAN Fabricating & Welding
(2021)

Wisanzsadeufanatan (Gouging torch) fia diaufawanaunildsiniu uadod
mawasuiafil (Tip) fesnuuumndmiumaanzsas lagsidlginsesnuuuls Tagguen
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fiasfinnailanihgasifldmiumada mmedasmaanudurdoanumnuiuseauia
wangafisnd uenani Umevesiasavzikaseuilasiuanuidsyssiony (Tip) (389091
Shield cap body aztethlsvifiengmalinuienumiu

sosfiumaedeuiavmaneenuideuuasauysaiamldhnadanlidaions
insfignéatuazanzan Nayudiai: anuidamne nzualiihdmivenin sinzeda
W uazsEEsiIasdafuTuay Judu Muaasedsiesisumlananinnd
anduan Tugifi 2.38

unedtaalngg
wiaUnagu

(n) yuaacmsuianatayn (Cutting) () YNZITDIMIBUATNAEN (Gouging)

4 L Qng L K2 L J o o
:nJ*n 2.36 ﬂ”li‘lJi']JGNMN‘IIENWNIQLLﬁ:WJL‘H’]SSENWJEILLﬂﬁ‘Wﬁ’]ﬁS\I’]
71 : CANADIAN Fabricating & Welding , Update March 23, 2021

ANNUADANHYDINITAALINTDIMBULATNAENT ADITENATLIUNNDUNVIVIUMTAA
wozrIUMadauEy 1 Fainawafismaua madess naanuieu aiu wasmednFaden o §
UiRnudaneiaugdnsailasiusuanalinion mmezssdudmiiiananmeaninuas
wifawananAannga 110 dBA fiseeiv 400 A szduaNNGRgf 5,000-20,000 Hz Teoglusedv
puaeApf RN m‘samzﬁummé’maLﬁmﬁﬂﬂﬁimuw’uﬁwmﬂqu (Water shrouded)
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wannnil fifesssinsTidemaufaiiunfumnemaneiafinmdanznesanlasme
W AenaralviiAnmagnlnidld vidaiiansszdavesdeudiald nuiiainssnnadeuszuuh
nasLiuvaAnagIaNe 1 duduansnnuRauliihidesssiase Tannsiusaiugds 150-
400 VDC (FudaarsszTaiinanal5lu Plams Tech. (2017)

X = Vertical angle e
Y = Arc stretch”

7. = Horizontal angle

* X "o o o
“Jupgiuszaunszualinh

L]
=...| - |
¥
¥
I
¥
¥

vertical angle

Decrease
vertical angle

Increase arc
stretch

Decrease arc
stretch

Increase
= herizontal angle

| * 3 Decrease
L 1’ ] horizontal angle

<= =@

A o & R CY i [ o
U7 2.37 M3USUMINIBINIAALAZINILTIZIDINIBUATNAENN
771/ 7: HYPERTHERM —Plasma Cutting Gouging Techniques, 2016

| v & v o o
711 2.38 M3UTUAnIBINALazI
LNETRIAIBLD ENAEN

7’7’3(/7 : Plasma flash remove gouging, 17-03—
2011
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2.3 MWIUMIAALLINZIBIRIEINA-ATTUBUD1IN (Carbon arc—air cutting and gouging)

ARCAIR (2010) lgaSunsfananvasruiunisansnlniidisuraainaisusu (Carbon
electrode) TIMNUN13L1AI801NA (Air pressure) fdusvrumsfiendendnnisensnaea
aszualnihlgnalninszuanss (DC) wazlwihnszudady (AC) iiednsnsliiAnanusounas
wapNaras MNTUUdpaLTRLeINA (Air jet) panu i miorimilanzinasnazaisvea
FunuesnlnniBnaihamsein lneedUsEneuLazsuumMsMNuYeLIUMSHAILEn
‘Lugﬂ‘ﬁ' 2 39 wumssindeurmaaiueuiisansaldlaninieinga (Cutting arc) Waz
N15915nL912584 (Gouging arc) %dﬁaﬁaaé’mﬂmmmiﬁmﬁﬂizﬂamjmﬁmﬁ’uﬁwm A9 U
WigamInayuesiiiea dnayahdansniuliuimuiianhassaeenunilanzasimegas
ginaahlilansiunumasenaniu meidayadsaidanhadasananilanzazgn
yiaeanlydunissfianianisaa ildaalansiunuiadusesdniiGondt seans
(Gouging) uadulngruiuniseindisarnniueuiisnlddmiunismeso@ioiuau f
Faamaaiades viiamaadeudeuwruuunden udu Fulu Tusnunsiuiuanuianu

whlalumsszgnaldiivenisinzsaaudagy

waanulwih
Power supply

LATBIBAAN
Air compressor

wwandasn LAIDID15N

PT-1000 Arc machine

Lol T 3

aIAASUDY
Carbon electrode

AN

Torch ¥ Tamstuou

:;‘\ Work metal

—_
L

711 2.39 99ALINDULALIFUVYBINIBNAITAINATUDULAZEINIADA

7 : Trade KOREA-AIr carbon arc gouging, 2014
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1. ¥adaLnz3e (Gouging torch) : (Hugtnsaifil#funiaaiuauianmsanin dnwme
sunsadefuideslwiiundnd uanduiuiimelusssidaunssasesiivaausaiidudy
uasrenuanegiUmeveniife fadaneasdealugli 2.40 malFnudeudeinelasns
iemeaiveulUiuduidaidmuminhngy uinhlldefidunufidesnamsses mniy
imsendn sauaadlugii 2.41 (n) derhTanziienmasnmadfinalllandiusasasnele
TnavaldFaiTanema wmhTavenamaafezloudneanlauiaduiaamefauaadugi
2.41 ("’IJ)TﬂEJéﬂaﬂax‘l’mﬁm%ﬂLﬂ%‘&mﬁuﬁiﬁmuwm\lLWiW%‘UmzﬁLﬂ’]ﬁﬂﬁﬂzﬁ]z‘t’jdﬂizﬁnﬂaﬂﬂlﬂ
Tna innelinszualwiihiienseninds 600-2.000 A wazusadLnIINAGITa 80-100 psi 92

LHENAININ

auulilih

Insulator

AIAATUBY
Carbon electrode , .
NN

Compressed air
NBNUBINA R
Pipe air

Handle

A \ L o \ 2
71N 2.40 dauLsENaUYBIMIRALINZIBIRIENTDISNAIAANSLDY

7'7?/7 : Weld Guru—Air carbon arc gouging, 2019

Al

i

\ VA n“ g . I :
mamueu _ / A uﬂfﬁnvﬁf@'{’mﬂ%’

/LY

TR

(n) GuaSnaIAAMTUBY (Arc electrode)

(v) Uapaomendninlawe (Arc compressed)

J o o o J
311 2.41 MIUANIAAUBUYDINIAALAILTOILBNIDI5N

7371 : Welding Productivity-Air carbon arc gouging, 2017
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2. \PIDIRALINZ38Y (Gouging machine) : Wuginsalunasnenwdaau VATIGENT “§
g dmthfiadetueeaden 1 1 Tasadasdendunulunamsseafiaeionldi
Infhnszuanse (DC) AldiuasueudianTnindaun (DCEP) %ﬂ‘z’f’amlﬁmmzauﬁqﬂ WAt
Tunasnelwihfidulwihnszuaadu (AC) dasldfiumsuaudianTninfiva LAseadasiia
Fosswsntienszualdad mnzdmevstriimansueuduiaiuivanlaslildadae:
lAalinsngs dawademesalmerasmaniiueu faihldmeninfanmeassin
uazAaMIszaNyaIAILaLTIII LY IeFasdansTasTidfiaamnmdasmansoinewdanudi
usssulihlénnndi 60 v adredadioyanngudnaieiiodaimnssas ARCAIR-carbon arc
gouging (2015) AILAAIRIDENNATIRALTIZTO WIAALNLIRILazgUnsalddNNITF ALY

Salusid lugui 2.42

(n) E8Waz¥IAA (Torch & Cable)
77;‘1/7 T ARCAIR~—carbon arc gouging, 2015

(1) LATDIAALIZIDY (Gouging machine)
7’7;1/7 :ARCAIR~-carbon arc gouging, 2015

(m) gUNIEILEENNITINU (Accessories)
7131 : SYMEX Star-Trac II, 2016

4 ;ﬂ' L L a 1
UM 2.42 LA3aaL: MsuaInAIUaY wazglnaalddunanzsn

3. 198N 159ALE12989 (Gouging parameter) : n13nvUATladalunIAANZIoIiaN
Wupsddsznaundnuardidgfzdinansannmaainiina Tadeaingn awaadluaised

2.10 LU ANNNINIBITHIRALINZAZgNIMUALABYUIALFURIUAUINA1NYBIaIABLaATN A
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ANNENYBITBUTNZILYNAMAUALAB ANNIZIVBINIAN YNVBIIAA LAZIZHHNYBIIAANY
fuau fifemasrTadesranwaianiniadeligauiulywnsdinansznudamauiioue
aduaulusasiaumneldine agnalsfiony maseimdamsfminsaduanunhaeseansd
dmsunsdiidasnmariauedweenainiatuny w elavsdend sl sradvdovens

o ] Ay o ]

v ' U U J U T a v i74 )
munisdaunnsadliniedu waiidanmuuavesnisdredeeliiu 4 tieeasuatduniu

AudnaareIaInasuaudanlngm Jadumuuziilees GYS Invest in the future (2017)

LY

= o A (4 ' o J 3
A137971 2.10 T9eN Nz auw0IN IR IBIMeN13813NaIAA LAY

0 : Thermal Mechanics—Welding Cutting Automation, 2017

64 275 6-7 9.10 120 609
MInaeieg | 8.0 350 7-8 10-11 114 711
Ay 95 425 9-10 12-13 100 660

13.0 550 12-13  18-19 76 508

8.0  300-400 2.9 3-8 100 1,650-840
MIAIY | g5 509 3-12 3410 142 1,650-635
CECECG I EPYP 3-15 313 82 1,830-610

160 1,250 3-19 3-16 63 1,830-710

e nszudlnihunsniseinanzios (Gouging current) : mIaninaanzunisening
aoadesnszudlnihiiaiganngs 2,200 A ansaldlanslwinssuaaduuaznazuanss dau
Inapzduszuuninszuanse madennszudliinmuzaunusuinvesainsianlnia

3 < A Ao w 3 = £ o A [ o =
msvaududsnddn TasvunavesaiaarsueunladudesdonldrzadunszudlWihguay
U a o o Y a Ad' =5 LAl U -&’
fadsaiuuzihvesgudaaamiveulun e 2.11 Teaddauihatadeenananuiuues
mstnumaulannnungamgiivszana 177 °C (Jua 10 Tl

< o A L4 I3 o 1
A1TNN 2.11 ﬂia‘:LLﬁv[,WW'TﬂL‘ViNWZﬁNﬂU‘H‘U']ﬂ‘llﬂ\‘lﬁ')ﬂﬂ’]i‘]_lﬂu?]ﬂﬂﬂ'ﬁ@]ﬂL‘lﬂz‘iﬁN

ﬁi/? : Thermal Mechanics—Welding Cutting Automation, 2017

nszualaiin 90 150 200 250 350 600 800 1,200 1,800
MR (A)

nszualain 150 200 400 450 600 1,000 1200 1,600 2,200
49ga (A)
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® 3 UYRIAINBTINLIZTBY (Gouging angle) : viNBTNANUBBITBIMIAITNANTUBUT
Fadstuivediunudauns Sdlufideznanedanilinmssiawe (Gouging position) funa
daunzazinyuBealimiudezegluingming 30-70 asm Tasfidafsudadiraand
Uasussiadasgliainaisusutmesaaays wazszeslnar89a1aA 15U UINRITUAIA
(Stickout) fipawalaitiu 7 i1 fnztiuussavena liaansofieshenawinlanzeanllanios
ungldnun Tedumisidaunesasiliiu § 4 i1 Ja8198s91nd03a389 VICTOR —Air carbon
arc guide (2013) fawanalugii 2.43 TasfineasBenvesudazmumismiamne sselud

v
"o

1. mamz1esaeluuuaszay (Flat position) : Msaainzmiiiudumimnieuazldnad

] v
a £

Wnnfiga Amugumnaieuivasidaeiinldine Tasviidaduduaninlduddesdnmases
ninliduiigaiielisanmmesnasmevesiunudulagadaiias madnmmsaninléd
aatinsndaunsdldanuGsuuasaesny

2. mhdaimizsaluunani (Vertical position) : nasiaanzniil it yni3909u5asy
smeihlanzean innzunmadaume dufiemaunag ihlansasgnithoanldietumne
Husalinaraneluniseda

3. mamnzsaluu g (Horizontal position) : M3aawanzlu mumiarinil adenu
Mumisiunsiy uadasmuguliunanihaaniisuwnniegldaaumnssaaae madu
wdamnzraanilmansadululénsduineuasdnam

4. mamyzsealuuunnilaasye (Overhead position) : MsaaNluam wishildasiuaie
mduauiifauasnnuiuiidia TaswenenuivimdaliaglumumisiiBeanniismeiiaun
wouihTaveftheenanlaugufiinen

muniarhdaunsfinaninsumuiluoesififatiymiiannanufiananau

Usznnaiwutios wavzagiumaald dell uasdaenewuinziasiudaadlugii 2.44

I'4 ] s J [3 d%’ 5 a = [N
« 913N ludEuazIelatuazAu o nszuaainlunsasunaIntveiuly
L d‘ v N a g U N U
o TN DAL UULAZAINASURUZD UG  ARENBNAY fasnalianasuauLiiy
a &
vl 2990
« 9150 luaaina TNl Gey o ANNIFANzALAULWIDITEEYINYR I

aanuTUUNINLAULLY

o HiemnlavizRnadaureUunITaz o anfldihdussaulaiiesnws viiounaes

~ A& a
ﬁ’]EIﬁNN?luﬁlﬁﬂLﬁﬂLﬂulﬂ
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(n) MAALNUUITIY (Flat position) (2) MAALNUUING (Vertical position)

Travel +— Travael +

(1) MaaLNzuUInlaeIEe (Overhead position)

(n) MAALINZUUIYUIUUDY (Horizontal position)

Py o Vo o I I
;ﬂ‘n 2.43 MULARINNMAALEIEAIYDINIA-RINAIILBUDIIN
ﬁiﬂ : VICTOR -Air carbon arc guide, 2013

a

(n) WWIFALNZIDIN UG ANl (1) wnaaLnzsaaNgszlNaLaND

4 £y ] LY [
U1 2.4 F9ENUNFALLILMIBEINA-AINATUDUBNIN
77&/ 7:STORM TORCH —Division of Flame Technologies, Inc., 2010
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2.4 YIUNIAAMIBELELaLITDT (Laser beam cutting : LBC)

AULEILaLDS (Laser beam) Lﬂu@h‘ﬁqﬂﬂa‘luﬂﬁju’?}mmmmsﬁawlﬁ@uaguhjaﬂ 4 ﬁ'agﬂu
n35NABNISTaNGI8d 1 aaLTa5 (Laser welding) Tar BOC —Laser cutting line technical
2008) l@nd1896191 “LASER” #1331 T ud8an191n Light Amplification by Stimulated
Emission of Radiation ivianefia yuiumsfinszdulyifidimausesanlulasdfiemalunsui
wivey uasrhliiAammsuanumiiieanaududuiierdioansauaioufiuasgnviiani
gatheazldeaninifusdunaifianuemafuiicunsashadsnanaouldganalunm
Fudu nnaniafilasaulududvesdwanaws Faindsgndlflunianisunnd na
manms wazgeamnsaumadenTane wluifagriuldinnysgadldfuriumiaiagnn
silaldngnfilsz@nsnm lagawziagUszanlons

nanndalanzdieaiuaalsss (LBC) Wuruiunisaniaglanzlafuazinanings
o mnsfunuiisuiniaduiudeu Tnefmdasdesusuaweinianusouuasanuda
golhuliunusuiammesuasme ntuiumhTavsmmesnldiunufaznasesnandy

Tagszuvwssnaaadmemuaaasaznaudin 2 diuran aawaaslugii 2.45 @e

'
ol [ 4 =

1. unaaniawaaLaLyes (Laser resonator) %ﬁf’]ﬁmamtmmmaﬁﬂuwmmugq VDI N
anuiivesndufivauuasfinnudugs Anandauanaweiondendnnisimldifau i
msusulaeenlyd (CO, uiadiden (He) wazufalulasau (N,) udraseldluasiudnlulu
urianszuanwien 1 fu mudremanssduuiashendanulihauiadundinuusuae i
Usaspanmn Mntudrewsnaeslufuindadely

mMandeustatreiamnsausnldnuasniniia Tagriud 3 oiia de

1. CO, Laser : waitatasuiaimnziuauda nuadn auaiu wasnuioy

2. Neodynium Laser : waiatgasufiaimmesumaillunuden awatu deda
Tindanufigs

3. Yttrium-Aluminium Garnet (YAG) Laser : uaataugoSuiaiumnziumaillaly

Nudey NuaIY weznufazidadldnasungs

2. Fadiatawns (Laser cutting torch) meluwasiadaiidimsznaudidey drhmiiiily
mstunuuauaedFTusiianacie wALRIIBRUNIAILAUATINUES (Focusing lens) V3o
9(RHNT NIAAUATIDIANNLIAAUENT tRpNvztRuANNRUILT ULz N Tuaa
fuaaaged innsazdiwarliAendinuanufauiigiasnamilissuaannsnuasui
YDITUIY (éumﬂmma%ﬁlﬁﬂmﬂaazvl,é’wé’amuﬂmu%auﬁgamﬂ) wenni melumdadives
ssupuiiamelunmsnn (Assistant gas) Faduudanfusesumilsisahmiilumsuhdues

inhlarsNvaanazaeaanllaInining
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WisataeinlFnuiud 2 uuy Ao wuuflddaeioau éfmﬁmslugﬂﬁ 2.46 (1) BHald
fumadanuitlivnannin visnudafisuuliinnTasavgumdadieiie diudnauuuas
Lﬂuﬁaﬁﬂﬁiﬁﬁ’mwuﬂaﬁuauﬁ éfauﬁﬂﬂugﬂﬁ 2.46 (1) anTunisanfvnalng fininun
ponuuLanlissuiuiiusuung Ussansnmlunadagamansfunussuugaamnad
daluthinainnuasdeiiias awnsodanufinunann 1 168 dwaasinsngluunues
mmumié’fﬂ‘[aml,wiumqf'fu‘[aml,l,t:iuﬂmslugﬂﬁ 2.47 (N) wae (2) MNANL

Catherine Wandera (2020) I3 sununanumssiasmediuauaesinideffiamis
Fatunugnnidudouldd wasduiifisummnzmuanivhdalylifusuuaiuauns
indoufidadenoufinnes CAD/CAM Tasdimssnuszuuiaiaadninadaus@ CNC Fai
UszAnBaimyeanisdaiganin danuuiugiwazaaad dagiiunudiusnluanuda

o w v v

MARAFINNIINNIHER LANTadiauINIdRMIBLaILaIws SAMFUTUUNTTINLI e

o
7 [

LANTEL D UYDILEILALYDS AITAU FBIUTAANNNUIIDBNLUFIEMITNURIAIEATNTA ) 11

NUNTEVTDNULARDL

ATZANVNAAULELALTDS

Beam bender T~

MUEILALTDS
Laser beam

LAUATINLE
Focusing lens

uiidiean
Assistant gas

nszandnilaaiaud
Protective glass
MAAL

Nozzle

o 7%
LARIFENRY) — "
Molten materials

4 > o C> L> U o
:.nJ*n 2.45 ‘Viﬁﬂﬂ’]i“n’]d’mLtﬁzaﬂﬁﬂizﬂﬂ‘u"ﬂﬂ\‘mﬁGW]G]’JEIET]LL?NLﬂL“HE]%
77;1/7 : Silvio Genna et. al. MIDPI : Applied Sciences, , 10,4956, 2020
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(n) MAnaLaearUALAR
7 : TRIUMPH-Handheld Laser Welder, 2019

(1) MAaLaaS i ULIUNAAN
77 : WSX~Laser Cutting head, 2018

J a LY o v 4
N2.46 PFIAYBINIRAMIBELEUALTDT

=1

(n) ManadmeLalrailanzuiuug (v) MaaaceLalrailanzuiuiu

o Y ] Y [ [y ' o o
3‘1]"(] 2.47 WJBEI'NE']J LUV IAA ARSI NAUULR AU IEEULELE L“Hﬂ%

?7.1/ 7: The Fabricator : Perfecting the fiber laser cut edge, 2019
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3. 998N15AAAIBB L AILDLTDS (Parameter of laser cutting) Cristina Anghel et al.
(2020) ldnunnamitsuezldagfgunmasssesdassiuagivifdenamua (Setting)
FafadpupamsnamewaaapiuulsznauTu Al

WAIUYDILEILALYDS (laser power) Hnieuing (W)

—  anu5lumsan (Cutting speed) Fmieiduliafiunsaaunfl (mm/min)

—  UNAULAEIIEAR (Pressure gas assisted) wihatdunzihaaa (MPa)

—  Tnnafildeia (Cutting mode) 1y Thunndufisetiios (Continuous wave)

~  glinveauiiadieda (Type of assisted gas) Lo wiidaandiau 015neu lulasau

- nYRIIRawid (Nozzle diameter) Hvithefuiiadiuns (mm)

- 3rEEWNYRLAURTINGES (Focal distance) Nvithietfuiiadinms (mm)

—  svesieeaiadaiuduay (Standoff) S duiadwens (mm)

Tasihdumariazgnuiulamumanldsuutamesiagiivhnisda viiedouladu

MNANNMANzAN fafatumInaaasdialanzagiiienfilindinunaaawedanaiu (Laser
power) wazlfufigiraanaaiu (Assisted gas) ldnavaigmunnsasdaduandly A31a7 2.12
Bafianudanuiihisilflumsdafissiuesdiadeamunweaseedauazluma 2.13
Hunsuushanumnganesthismadadouauaefresndaiaiaiadouauaies
uwLUSATUsA (WUHAN Golden Laser) Tugifi 2.48

A e v ' e
A17197 2.12 JR9828INIAANNANTENUAD AN NYDITDLAR

77;117 : A. Riveiro et.al.,Physics Procedia, Vol. 12,548-554, 2011




NSSUISMSGGIA:MSITESDO |83

= = LY Y] o [ U . .
3*1J'n 2.48 LATReRAMmgEILaLaLTBSLULBAlUNR (Laser cutting machine)
ﬁiﬂ : Wuhan Golden Laser, 2020

A [ v g
f131N 2.13 ﬂ’J’IEJmi\l']zm\l‘llﬂﬂﬂﬁ]ﬁ]EI‘lI?Nf‘I’]i@]ﬂ@I’JEILLﬁQLﬂL‘Hﬂi
77&/7 : Wuhan Golden Laser— Capacities, 2020

1500w 2500w 4000w

20-25mm

—_
N
I
-§‘

~
&
g
N
g

18-20mm

]
5
3
g

10-12mm

10-12mm

¥

4-5mm

H
g

§

gl

4-5mm

ANNISEUYBII08AA (Surface roughness, Ra) \JUGNiNANNdAU80IUMITAN T
= g o [ o & o w = a o [ Y
ANNGHUHBENUTIIBYDIMIAANIMAWDILALALTDT ANNNNIBITUIIUL TlinveIuiddienna

LAZWIIAUYDILTETIBAN AIAIBE19911IT8 V89 Catherine Wandera (2016) lagrnmsnagausm
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answaresnsliunauuiaisaainszauannueesinisaalanzmanna l5aiiy Tosldud o
TuTasnuduuiadeda fuwaninanimaaesanimanuGeuresseedalusli 2.49 wui
unfuuiadiedafigiiuan 4 103 §1 16 10T anuGeuresinsesdasiiuanniu fannmin
dagedu dnty aplldnthisrduusdusuiahedaianinademafinanuGeuaaiaia

12115 16113

| a s ¥ My A 2 o w 1 o [ [y .
7N 2.49 FsesaamannalFaiulfunauuiaiednszauany (Assisted gas: N, )

7"7;1/7 : Catherine Wandera. Fiber Lasers in Material Processing, 2016.

yanNil 1IN lunIaaninanaiIvesasan na1nde adiuldvian
uldasilisesanlaianysal asdiegnsnasssdarannmaiusulisuiiisuianu)
fm 0.4 LNAF/ANT 0.6L8AT/AUNT Laz 0.8NA5/UNT TIFNNRITBEANTIVFEUANUBENARU LS

Fanausauaadlugii 2.50

0.4 WaT/AUN 0.6 LAT/AUN 0.8 LAT/AUN

A a o o 174 o ﬁl L i\ L2
712,50 Fsesaamanndaniusulianumdanzauany

713/1 : Catherine Wandera. Fiber Lasers in Material Processing, 2015
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Q) o (.7 4
agiiAdwIunn 2

Accessories torch cutting — §1n3aiLe3uy
FIBATVANNIIAANAIEN

Air compressor — 199aaN{augHINA
WA

Assistant gas — uffaesariuhiinui
Tavzoanldaniann

Bevel angle — 991D £AUDITDIAAN TGN
POUAULY

Bevel cut — 398AALDLY

Carbon electrode — L19AINATUOUA T
M35 Ie

CNC plasma cutting — NIAALATNAIEN
AILANTIEIZULADNTILADS

CO, Laser— dnuaaaiaasildannuiia
asuaulasenlyd

Conventional starting arc — N13(336UN13
a3nuULTIR A uRETIY

Cooling gas — ufailoudwiunaniiium
an

Cutting arc — m3an3neialilunmssa
Cutting line — MuntaLdunuaan
Cutting process — ¥1uMssatilaTane
Cutting surface — H18330HAA

Distortion cutting — 3fiaLfignanmsna
Drag — dupspanTiauiinzgiuanstiua
Drag shield — Tuduimegavasidanld
flasnurmananaaan

Dross — LAwvi3adtnTanzilauuhaanin

NTOINA

Dross buildup — iaﬁlﬁﬂ‘ﬁﬁm‘lﬂamaﬂag}:
ANV LYDITDIAN

Dross formation — JULULNTWINTENY
sonluvauawilanzaniowia

Filter regulator — g1lnsninsasenmeiiozli
NAAUAENAEN

Flame cutting — n15aaaatiladlu

Flame cutting hole — MasiaLiialiiy
Focusing lens — tauasa/duaudaaisn’
TABnuavas

Gouging arc — Msp13niiialflumainssea
Gouging machine — LA3BI/UNAINGI
ANIUNIAALIZTO

Gouging position — AULHINTINAALLNZTD
Gouging torch — MuAawaan @il
309

Gouging torch — MIAAEMILNIILAZID
Hard cutting — M3daA8iinAL

Hard slag — auanfidautiumdnsenldenn
Kerf — $03fitinannnissa

Laser cutting machine — LA383ndI8La
wpsuuuenlulf

Laser power — LN AIVIONANIUYDY
aueLaLns

Laser surface roughness — A7N(38UH27804
sRERAMIELALTDS

LBC — Aei90an1saameauasiaes
Longer cuts — N13AAUIZLZAAEND

Machine cutting — N1IAAGIYLAIDIING
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Manual plasma cutting — NMIAALAE
WANENIAILANAIBNBAY

Metal oxidized — Mstineanlaalulans
NaDNLHAD

Move cutting torch — N13LARBLIIGA
Non-thermal cutting — n13¢infilaigaeld
ANN3DU

OCV — 2m9sfiussduniiazassamiiany
Uananega

Orifice diameter — YUN1AYDIFAANAIFN
AEUGNEY

Orifice diameter tip — ¥ 191 NwR AN
an

Oxy-fuel gas cutting : OFC — N39a¢8
uAaaNTLAU

Pilot starting arc — NI3NOI3NUULWIRA
Tidasdniaduany

Pipe cutting — N3Anlawztie

Plasma arc cutting — M3IAAKUUBISNT
AR INAENN

Plasma arc gouging — N33z EULAE
WaaN

Plasma stream — AN NdUIDAY
NUUUVDILATNAIEN

Portable plasma cutting — N13AANAEN

LULNAWIAIENDAY

NSSU3SMSGIANIA:MSITESDO

Power setting — M3U5UAIANMA1003LA3DS
AANEN

Preheat — n3liianuSaunuieuaiou
fa

Reverse drag — §190398nTaufiinen
ﬂ’nm‘é’;ﬁwﬂ%mmaaﬂ%mugm

Robotic plasma cutting — N1IAANAIEN
wuudalunAdeusud/uung

Shielding cup — thasauilasnunidudia
WAEN

Short cuts — NMIFANUITZEFATY

Soft slag — auanfimineanldie

Square cut — IBFAFINNFNALN
Standoff — 5veEHYBIIGAN LTI
Swirl ring — Budumeluvdaifigiug
uiawaganlianag

Thermal cutting — M3AAlanzAIBANNTOY
Tip cleaner — LInTANNazoAHIL
Torch — 81972DIIAN

Torch tip — 1/a129an

Water shrouded — szuunut Ve daLdes
MIMNUATNAIENN

Widths of kerf — A2130N 11920970900

A GRGENE]
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v o =
wuLRnAaMeLnn 2

i'l"e]ﬁ 1. WHBUNYANNUANANYDINIAAULUL Thermal cutting : TC A Non-Thermal cutting :
N-TC wianenalaglsznaun1sasung

§afl 2. ssaBinemsiineandlad (Oxidized) luriumssadeuiaeandiau

$afl 3. vevpnuiiaveafadounds (Fuel gas) fisnwsathanldlusinunisdewarlw (Flame
cutting) wionusnauaNMsounldunuidunazaiia

fiafl 4. ieidnsfiouazgunsciiandrydmurnumadadeufseandiau rudaisnaude
pzlstha

$afl 5. 2a0BEANNENNUSYEI Kert U Drag luavumsdadsufiaeandion

fiafl 6. woBLnefainsesdailiauysaii Rennifadelathussiinaasiels wiennammn
Usznaunsadung

$afl 7. sadiauita (Torch) HAUsznm axlsihe adineswedal wiomdsunmuaniniy
UANFN

fofl 8. 2T pumnuEINMINIUYBIRIRUS AL Square cut U Bevel cut

#fafl 9. 23051NBATINUANFAIIYDS Soft slag 11 Hard slag WDNUBNELNAYBININAYBILA
yHUAFLAN

gafl 10. vswpninATian1TEemIfaLazNsAABUTIRA LBFAULLIEY (Short cuts) fUFAIILL
Tuwwie (Longer cuts)

fiafl 11. nguUieee asednemsdalansglilinudenmnsnmadadeuiaaandaszaiau

(Flame cutting hole)

77,;\/ 7: Larry Jettus, Welding and metal fabrication , 2012
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[y | a a Iy o N - ~ & . . S a v o
W91 13. wadsunsmnatiamatlasnunsineeriansiaiien (Distortion) NtNAIINNITANNIY

waalW w¥aunanmwisenaudasine
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LAGNAIENN

DINIATTUIANNGDY DINATTUNEANNGDU

wnIdLaalnsa (Electrode)

— D
POWER D o .
SUPPLY ! miduuiia (Nozzle)
T b
aila9nu (Shield cup)
— | }
//. S lanzduanu (Material)

?Tl:ﬁ‘ﬁz (Dross)
sussddsznaunaznalnnisaiaufanananmeluiaanmean
7"7&/7 : JASIC-Guide to Plasma Cutting, 2019
§afl 15. B 1NEANULANMIBsszULNa lnMTOUYEIT IR AL TN ENLUDENTETuY
(Cutting arc) fiuwuulidniaduau (Pilot arc)
$iafl 16. ssuenuazeinethisiidasmugulumadalansdeufanmaunanliunniae
$ofl 17. 230BUNEANTMNIAIVANYUIAYBITRINA (Kerf width) 4azaANNIBIUDIVDUTDEAA

(Bevel angle) MNauiumsaameuianaidn lagasunedndaningdineail

TRIAANAEN

. — o o
Kerf width YDUAALDEN
/ Bevel angle

P IERN VRN IGIRGEN!

‘A i

i

f“é“;” il 71 - Hypertherm, 2016
28N 18. WHHLNHUBNITNITVIANANISNNLHYN LLEN AU LLﬁzﬂﬁzﬂ']ElI‘V\l‘ﬂLﬂ@ﬁnﬂﬂ'ﬁ@]ﬂﬂ?ﬂ
wAENaEN (AITNANMNLIENEUNBELNY)

J a L2 o 1 v v .
#9N 19. WaBLIBRANMIAALLLLINZIDIAIBULAGNAIENT (Plasma arc gouging)
| a v A [ . [y A ' .
28N 20. WHDHLEANNLUANANNYDINTINIDNIINA (Cuttmg) NUNTINIDNTLT1LIDY (Gouglng)
Tagldufanadaunaisn
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P o = o ' P .
diafi 21. MngUisaniduaiumsaaunzseatieeINIA-mM3uaue3n (Carbon arc—air

cutting and gouging) WaSLNEIBMIAAzI WAL

JUMIAALEInadie

21N A-ASUBURISN

77 - Air Carbon Arc Gouging,
2015
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fiaf 22. MngUieanil wedunevtiunsa A ndaasdmTuMsaan ety

ATTANVNAANU AL ALTDS

Beam bender T~

MUEILBLTDT
Laser beam

LEUETINLE
Focusing lens

GLRBRI
Assistant gas

[y J
nszanUnilodaua
Protective glass
MIRawNd
Nozzle

(v 4 6
LAMIFANRY — "
Molten materials

NONMIMNULALDIALTENDUYBINIAAFILALFILALTDS
77:‘1/7 : Silvio Genna et. al. MDPI : Applied Sciences, , 10,4956, 2020
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