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701 : MIG Welding Guide, 2020 707 : Oerlikon Welding , 2018
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o Juaziinlafiondn waAsmsiienainmadewldnand (FCAw)

o Suazinlafiandnuasismadeneninléwdnd (SAW)

o Suazinlafimdnuazdsnadenlnihauanaqy (ESW)
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“Welding Processes” wneis nssnislumarelansliaaiuTasnsliana
Sousuisgumniinasuinad Wielianiulaslfusne Tadfaadeudunielilifld §108
ATNNIATFIU American Welding Society : AWS (2001) Zep1988nnaren1nsgiuf lalH
anaminevaamadenly TasindnanumneiugufimdeuiufensdeTagen 1 Waady
pnfimauensanudiinduiiielaseuaauiinnniniinnidon fehemaeinadeniing
Usugaiannimefiamaieuuunin 1 agethsdaiiies Tasinnaluladaa 1 Whaneidiu
Taanuainalundssnsndimadouwuudn 1 WWatuauaaismadeuuunin 1 i
wmanaeuasiuaieniy audatliuiismadenlfidenlfnnmnenaisis duans
dumatisamaiaivenssniSnadosuuneng 4 vl 1 finenntuan lugui 3.1

40 e
Laser weldling
‘Plasma welding
Diffusion welding]
» 30 —
8 Electron-beam welding
= 1 S
'8 Elgctro-slag welding
8 Cold press welding
g8 20 T = ' e
Loa Shielded arc welding
E? ‘ Metal arc 'eldingi “ Ultrasonic welding
.-
E Carbon arc welding Friction arc welding
b=} Jre |
s 10 =
o Manual arc welding | | Submerged arc welding
Gas welding ‘
0 / Resistance welding
1800 1850 1900 1950 2000
=
U (Year)

= : a o = '
31]"(] 3.1 99L01YBINTAANTTNITNITIDULLUAN

7 [IW - Welding processes and equipment, 2015 (17g/11%14/)

ganfun1sdenaIna (International Institute of Welding : ITW) (Suganiiunisiond
$adanasguglal BS EN IS0 4063 : 2010 lévinsdautsngunssnismadien aandu 2
ngavan 1 laun

1. ﬂtjuﬂisaﬁ%‘mit%iauu,‘uwaamzmﬂ (Fusion welding processes)

2. mjmmﬁ%‘nm%mmﬂﬁ w390@ (Pressure welding processes)

TnsusinzngunInisudimaiiauasisnmadenfiuendoslddnnaeismadonduang

Tuusnudfaweagii 3.2 (n) was (1)
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fusion welding

fusion welding by resistance melt arc weldin electron light ray as weldin
thermomechanical energy welding 9 beam welding welding 9 9
cast aluminothermic electro slag metal arc submerged shielded
welding welded joint welding welding arc welding arc welding
\ [
I I |
B metal arc welding
manual gravitation fire-cracker with cored wire metal gas tungsten arc
arc welding welding welding electrode arc welding welding
| |
[ [ | [ | | | 1
narrow gap electro plasma metal metal inergas active-gas metal- tungsten inert gas plasma atomic
shielded arc welding gas welding gas arc welding welding (MIG) arc welding (MAG) welding (TIG) w;(r;i:ng h\x‘;{g%:"

‘ €O, -welding ‘

mixed gas
metal arc welding

(n) NENNITMITNITBNUUVVIADNAzANE (Fusion welding processes)

pressure welding
[ [ T I I 1

cold pressure friction forge pressure gas resistance arc- diffusion

welding welding ‘welding welding welding pressure welding welding

shock ultrasonic
welding welding arc stud magnetic arc
welding welding
explosive
welding [ T [ I 1
resistance flash spot projection seam
butt welding butt welding welding welding welding

foil butt
seam welding

() ngunsaNIBMIleNLUUTHLII9R (Pressure welding processes)

- ' ' oo =
31]7] 32 ﬂ”liLL‘IJ\‘]ﬂﬁjEJﬂiiN’Jﬁﬂ’]iL‘HﬂNﬂ’mN’Wﬁﬁ’qu‘Jﬂ BS EN ISO 4063 : 2015 (ITW)
71 : Guideline document, Welding Processes and Equipment, IW-IWE, 2015

mmgmamﬂumst%auLLﬁmﬁ%’gam‘%m (American Welding Society : AWS) 1d
Fausmmnanyrasnsaismadealasede 2 ndnms dail

1. wanmsveanaanuildfumsaemilanzidon (Metal transfer)

2. wé’nmsmmmﬂmLmiﬂ%mm‘fﬂammﬂﬁiamjiam%au (Capillary attraction)

Tagnandnmassnaninedu AWS Salddanguuesnsmismaienld 6 ngu fuan

Tumsadi 3. 1
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o ' ' an § P a
M19NN 3.1 ﬂ?iLLUQﬂQNﬂiiN’Jﬁﬂ’liL%ﬂNﬂ’lNN’miﬁ’luﬁN’lﬂNﬂ’]iL?jﬁmﬂL%Jiﬂ'] (AWS)
7 : Welding Inspection Handbook, 3" edition. American Welding Society, 2000

N33NIDNS L%BNLL‘U‘LIBﬁﬂ Manual Metal Arc Welding : MMAW

(Arc Welding)

Gas Metal Arc Welding : GMAW

Gas Tungsten Arc Welding : GTAW

Submerged Arc Welding : SAW

Flux Cored Arc Welding : FCAW

Electro Slag Welding : ESW

Atomic Hydrogen Welding : AHW

Stud Arc Welding : SW

ATNIBNIS TN
(Gas Welding)

Air — Acetylene Welding : AAW

Oxy — Acetylene Welding : OAW

Oxy — Hydrogen Welding : OHW

Pressure Gas Welding : PGW

A3TNITNISTDNMILANNAIUNIY

(Resistance Welding)

Resistance Spot Welding : RSW

Resistance Seam Welding : RSEW

Percussion Welding : PEW

Flash Welding : FW

Upset Welding : UW

nssvIsMadanluaauzynuda
(Solid State Welding)

Cold Welding : CW

Roll Welding : ROW

Diffusion Welding : DFW

Forge Welding : FOW

Friction Welding : FRW

Explosion Welding : EXW

Ultrasonic Welding : USW

A3TNITNS TR NABANNSAUNUESLAN

(Thermo—Chemical Welding)

Thermit Welding : TW

NIINIBMITDNDIFENAINUG

(Intense Energy Welding)

Plasma Arc Welding : PAW

Electron Beam Welding : EBM

Laser Beam Welding : LBW
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fausinmadautiingunianasmndeureaudszanasgiuetafianuuanaeii ue
Tnemwsaildnaninsaisnmadeaiinelinuiuegluihyiuaieasud Sansmisns
Bawdildnanuesdiuldhunsnisiinfufuasinslfnuiudugses uiuanmisen
Lisasldwuifuiamnnlifunuamemeviaiamzrdadam iideidalunadeude de
wmafinsismadeufinnmannangisns fiisuenalimansonanildnansais Tuunil
wdenluuensnsifanudasmlinuiuesunhamdesmmelunushugasmmna
maudn Tassjaiudiuseanadanadnlafadaes inieiegUnsal 3maiden madmun
fadamaden 1lui fomsssTiuasanaasnde uazdu 1 Aiifesrasudos nssnisns
FendmAamnInaiden (Welding Engineer) (Hudéy

ngunsaABMaidinaenin (Arc Welding Processes Groups)

3.1 magenarinaIafandng (Shielded Metal Arc Welding : SMAW)
Wunsswasmadenwuversniendenszudlni sudunidniuluzevesnisdenlvi
(Electric arc welding) 21fenann1se1snvesnszudlnihnlnariudesineszninaigeeain
L%ﬂﬂﬁﬁﬂﬁﬂ‘ﬁﬁm (Covered electrode) 11 Rthaesduanulansiow (Base metal / Work piece)
nsensnszningasinialuanuieulvasvazansdareadauaziunuiaduionasw
P ' < o e < a o < 2 ' v A w
azane (Weld pool) tiplianaanasmedufIatiunuizaanuluwuiiiny diunandniy
unuamaTaNIzRaaNaraBYaenin wasivihiduuialnaguierasnazaeilaaiueine
nnmeuenEhnNmnulan: wisnideaiuguannmadussi@elddnde 39
A v ¢ & v < o v o o [y v ¥ Y
WandndudinzudanazlazniGend auan (Slag) iasanlaiedenislddauiaz Tag

asddsznaufinanadusuresmanmalionauanslugii 3.3

CABLE/LEAD
ELEC TRODE —— ELECTRODE
HOLDER

POWER
MOLTEN FUMES SOURCE
WELD POOL

WORK PIECE \
CABLE/LEAD

A 4 ﬂ‘ 2 L
711 3.3 ssdlznavsIna@ananinaiadaNinnand (SMAW)

71317 - WWW. Weldinoandndt.com. 2018
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3.1.1 gidaveenszualniiow (Type of welding current)

LA3paLioN (Welding machine) ﬁﬁmﬂi’ﬂuﬂ'ﬁlﬁ'auﬁaﬂmm%auﬁuw&ﬂeﬁ i
naanszudlidenlunes wazdidrenszualwlymuaedoniiamsssnsswinmadioniy
Funu Fualpudeniniaieudouuuunszuanss (DC) LAsaadoNuDUNTUEES (AC) waz
inadaniiinnszuansiwaznszuaady (DC/AC) Tasdadonamnsaidannszlnidonls
aufidaans madennszualwidentivandenmuaiiavasaadenildnu Fanszualwidond
THunudl 3 Uszan @

1. N3¢ LLﬁlWﬂid%ﬂﬁUﬁBﬁUﬁ%ﬂL%ﬂN (Direct Current Electrode Negative : DCEN)

masedauuuiifumsideuredudendenszuanseiinse fe Wdew/aadoue:
Aotfudnay (Negative) duaeau/aunuazaaiiuianin (Positive) lasdlannsauazisan
madon () Wddunu (+) éfmﬁmslugﬂﬁ' 3.4 (1) MTNBLAAATENIEINTTY (Bump) U
Funu waveamsaurhlifizunuiaanuieusnnniiiatades 2/3 wis 70% dutianiain
e 1/3 138 30% wanzdmSumadeniidensuuidenivaandnuazuay
2. 132 LLﬁVLWGlNilg’JU’JﬂGiaﬁumﬂL%'aN (Direct Current Electrode Positive : DCEP)
msetwuuiiPumsdensedidendensuaasinduda fs Mdeuiemndey
szaofludnuan (Positive) dauaedu/aunuszdaiuisay (Negative) TnedlaAnsauszienn
Fuau (o) lusmadten (+) é’fmﬁmslugﬂﬁ 3.4 (1) MFIWBIBLaAATEUIL I (Bump) NU
Uansaradon narssmsiwuriliaindeuiaanufeumnnnifizuny 2/3 wia 70% g
Ty 1/3 W38 30% winzdmiumsidoufidgasnsuundeniiniauazmavassiinu
3. nyzudlweaay (Alternative Current : AC)
Funszualiidonfifisnwaznsivawuuaduimniaun ) ey () Fasu
wuUAAY SIN WAVE Senan1su-auesnauasinszudniiud 0 $1uam 2 A% duaduuin was
Aduay agay 1 a5 Tu 13 wfnaduiuluuuuisuau 50 a5 wie 50 (350 Sedalai
naewalWadulufivy dwandugii 3.5 (0) was () mm%ﬂuﬁlﬁﬁuazﬁma Ao iiafidunu
1/2 W39 50% waztiaiadaiden 1/2 wee 50% mnnnmisinszudlindeufiuuuady sxiinarily
waednulasurnenasanm nmseninaliainiasesazden Tuhadenannsaisldan
Fewaamsminiiannmsaduin nadesidenlinszualwidonwuuadudoddinuzluns
muguLdangs daiisufumadenlinsualias falfenemslvaldluiemaden anw
mhiauavesnInIinezini wazmuaumadenldieni (Judeyaiidredannanuidnues
Padiaudnlng Tunsauanidndulinnd) fetsmadennszualiidonnndaimuauas
aaLdewn Wy aatian AWS AS.1 E6013
AWS nei N1MIF1UYDY American Welding Society



NssuU3SMsIBou : NAUIGUAIGIBIL | 99

A 5.1 vaneiia farmuarasmadaaiadnddmiumadauninndeiueu

E6013 manei Ussinnassmaidosniiafioglunguues A 5.1 fiasthedewae 13 Sl
anuvne himeudndsing wenldnnviniden linssualidonlans AC nazudlvidon
DCEN uaz DCEP g flunthfizeshadeadfiasdasinsaniiennssualwidon idesfiansan
sufuthismadendu 1 fiierdies iy masssaeFedifeiuremadeniuiunuiien
(Dilution) fifanznulagnniuaiinvesnszualwidio gy

WELDING
MACHINE

(n) nazualassauaanUaIn
TR, (Direct Current Electrode
Negative : DCEN)

i Larry Jeffus, Welding and metal
fabrication, 2012.

ELECTRODE

ELECTRODE HOLDER

FLOW OF
ELECTRONS

WELD ﬁ\ WORK

A

WELDING
MACHINE

(@) nazualwasssnuinaanuaIn
TR} (Direct Current Electrode

Positive : DCEP)
77,;(/7 : Larry Jettus, Welding and metal
fabrication, 2012.

ELECTRODE

FLOW OF
ELECTRONS

J o 4 o o .
3.4 mavemnszudlidendmiunszudlnasy (Direct Current : DC)

77,;1/7 : Larry Jettus, Welding and metal fabrication, 2012.

UANINNNITLADNTUAVDINTEUALTDNAINNAIINILAIUY T2 AVUDINTZU LN LT DY

o o '

(Welding current) AHUNUINNE1AUADN15913NNE5199U1AYDLBNADNATAE NE1IAD

nszudln (Amperage) wMINNTINALUTIAU (Voltage) munguaslaviu lunsilaunasau

{WBaMID1INHaN WNARATING (Wattage) ¥asndanulnih finszudlngaziliarindgeu
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ANEINALFLAANITDISNMaRNNTL9NI UarasNaza183aInINauazan wazaznsanuinuny

J

nydiNnIzuan wazinae awaasmafieuiieulugin 3.6

1 k-7 v

B — | LY 7] [
60 5EC (n) MalwauuudaUIAINTILIN

<—ﬁSEC—><— _%SEC—> Y L \
+) laay (-) Baduwuuadu
(i SIN WAVE 2aanszualnihaay
4 77;117 : Larry Jeffus, Welding and metal
‘ (L * fabrication, 2012.
WELDING

MACHINE (v) Aenmanslvazesdlanniou
lusasnszudlidion dmsu

ELECTRODE o .
nszudlNFinaay (Alternative

ELECTRODE HOLDER
Current : AC)
WORK ELECTRONS 7131 : Larry Jeftus, Welding and metal

FLOW IN BOTH
N .
/ DIRECTIONS fabrication, 2012.

J N & = o [ o .
Jun3.;s naserInszudlwiandmiunszualwady (Alternative Current : AC)

771/ 7: Larry Jettus, Welding and metal fabrication, 2012.

(n) vavaanazmenzudlilondndan  (v) Uewasnazmenssualwidion/indgs

J = T dl d' L N o
7N 3.6 uhsuifisusnaievesnazmeinszudlWidan/Indaany

77:‘1/7 : Larry Jeffus. Weldine and metal fabrication. 2012.
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3.1.2 1A59950U PN I 1IN 51 Foa (Welding equipment)
matieudsaadenfurandiieiasfiofifussdszneuiidfade ta3ouion
(Welding machine) ?IﬁﬂLmzﬂix?m%mwmmLﬂ?;'mL%'amzﬁmmiaammwmmLLmﬁam‘TJue‘hﬁm
nsuiivafinvaasasionlnihannsasidldandnuazreinisansndanuden fuaiy
Snwazdurinfiavemainuden fneazdease Uil
1. MIutamudnwaznINIendsnuden § 2wy A
n. 1avoudenl WA uunIzwaEasf (Constant Current : CC) yaz19957 a9z 13l f
nazualihh wasusaadoulnihazgs aundeshmarinmadaies wasnssualwdonfigaiudl
srliusuadoulnihanmas manzdmiunisiion SMAW waz GTAW
¥, tagaianlnfuuuLsIiuAIf (Constant Voltage : CV) vpuz2995t T aaz 1N
nsudalili uazussadeulniiinmelulassagiialadmis uazaslindsuutasmniin
(Aoudnanf) edlanees sansnztumsihanldlunsdeswuusalusfuasiedalusa Tdun
M3i3au GMAW uaz FCAW
ToedunnSouieunginssumauaeuulaire i suuueensfendany

Wonnuaaalvitiulugln 3.7

g o
7UN3.7 wheudiey
32 .~ CONSTANT CURRENT LINE - 4
FOR SMAW AND GTAW WQ@]ﬂiiNﬂWiLﬂﬂHuLLﬂﬁ\‘l
31+ s .
ek YDINNFDILVUYDINTANY
€ 30+ o 4w
= L WA ULTDNAY
< — -
E 29 B \ 141 Larry Jeffus, Welding and
e 28 CONSTANT VOLTAGE LINE metal fabrication, 2012
Z T FOR GMAW AND FCAW
= 27
26
p1:3 I N RN NN R N R B |

9% 98 100 102 104 106 108 110 112 114 116
nszudalniin (wanuw$)

2. Msuimudnsarduidavendanuiden § 2 dnvae fe WEpudenwuunszud
Trlass fideniun nszualn DC futadaadouwuunszudlnady AGentudn nszual AC T
woszwaSTuaiiasng 1 Taead

n. wspudonafiandanszudlnas (Motor generator welding machine) (utesaatdan
findanszualnasielifuyaduaisadon Tasyaduidweaiaudow 1 2 Uszan fe i

Wululssnugaamnsswezdusawasinihnsuaadudennlwihlanu ieduldveme sy
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Tuduganuuaiaaeivialaunly Faudennaemenyudaduamnauuimdniliffansualne
Tuanaafinannszualninssuanse éfmﬁmetugﬂﬁ' 3.8 (n) @rudndsznniduanunaauiy
wisusnamuideliiunassienszualiin Uszianilazdudieaipeeud (Engine driven
generators) Tl andsuialuduiodnioa sashaenaesaadianluduanduzlii 3.8 ()

= § vy -4 A 4 v o =
(n) A3pudiaNTuGIENBLIARS (1) LAIDUTONTUMIBLATEIBUG

2| PN = 2 ~
JUN3.8 alinveumsnlionaiinnszudlnninninueLaas (Motor generator)

77;\/ 7: Lincoln Electric. Welding machine. 2016.

¥, LAspudansiandoulainszualnady (Transformer welding machine) tJuta3ng
donfiondandnnmsrhaumiisudundeudaddndii de wasswadeuwsdlwihnszuaady
(AC) 910 220 Taadl 7 380 Taad FaiTlu Line Voltage 1% LﬂuLLiaméiau"LWngiﬁ 20-40 Thagild
dmduniadten Tnemeluaisadouszivaaingugfi (Primary coil) fusaaIAnABf
(Secondary coil) WusaUUNUMEN B eenuuaivin fauaadluglfl 3.9 (n) uasiipeng
LA3BILTPNLLI Transformer slugﬂ‘ﬁ' 3.9 () s deNLUUT Tl IAADUINYN WA
nszuadenlinsarmudey afialansiialuliuann Wivaiadennsafiawlals
Auidnanszualniigs

A. ssndanriandoutauazioanszualnii (Transformer — rectifiers welding
machine) Le3paidansindamansalflaiunizuulninsuanswaz lnihnszuaady Toe sy
nyzualWaduudrnandunszualvass dreginsaigaisn@nietas’ (Silicon Controlled
Rectifier : SCR) fhe3smmiiaqianihlnifandauiuiiugi 1 fulansieeuldnssualnih
Tnarumadginazdatlostululdnszualihlnanduanlufanmetumaniu Taseauli
nsvudlnaduaduuan (+) tissaiafilnaiuly nmslwamadenafiuazaiianarssnduun a

mldnadunszualvasilnariugasnfvhewesiui o windeswuuiazldnszual
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Wanniynuranuuunsiaulas Maesldiunnatisaiadienviunan uaduildsanssualni
ARUTNIEN AanaaarannsulasuazBeenszualnihluzin 3.10 (n) waz sUdpELAIDATDN
Tugin 3.10 ()

a.c e 7
ains,

(n) wanNsIBsYRMIALUas
wsapdaulnelupInatiny

(@) eanadanlvihadia Transformer

P o B & 2 & 2 a
UM 3.9 wanvasnsulassuadouluiedauion uazia3pdlionaiia Transformer

ﬁfﬂ? : Miller Welding Machine, 2015

(n) nanmsutasnszudlnasely
Junszualwasumeluesoadon (v) wanadionlvihaiia

Transformer-rectifier

= o = = 2 = a
711 3.10 wannsutasnazudl AC T DC Tuedesdon uaziasaalionaiin

Transformer—rectifier 747 : Miller Weldine Machine. 2015

3. AspuTeNTNADULIBILABS (Inverter welding machine) (Hutasnadiasaiinfianunsa
l#laniszuulnihnszuaaduuazlnilinszuanss (AC/DC) Bafiszuugadutiasiaainiving
x:i % é’ di d' o é’ =2 o o a o
AILANANNDTEIU MNABUANNE 50 Hz THguha 20 kHz Megaaiugumainsuddines

Tasigaandlvieasrmihiulainszualwihady AC (Input) liiilunszuanss DC Mnuud
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wiswiunssuaaduiinnuigau daluidadensudlnidnafisegamaliiens daam
TiAnaduanuigiuaziFeudenszuanss DC (Output) iialdiu dniusuniaiodenaiinil
afuununszuaasi (Constant Current : CC) 1umsaSunsszuumaanunguiniaiag
{93 Miller welding machince (2015) sauaasmdnmsutasnasualniihlugii 3.1 (n) was 71
shothaaieadioalugii 3.11 )

DC power source
Prima Seconda
i.nvcrte? Rectifier  Reactor i.nveﬂ.erry Torch
o — — — — s
ok 32| B |»H |m[]] 3
O] — — — — |
Rectifier Transformer Work picce
Control of output :
i (voltage and current) I Control of polarity |

(n) T2UVINRTVBUATDTDNTABULIB MBS

JUN 3.11 vinsmeluuezirindionadio

BUNBSNDT A7 - Miller Welding Machine, 2015
(v) eanadanlvihadia Inverter

U3z ANSnmueLaIaaLdow (Duty cycle) udenaansaaradauldannihefiuans
NEAZLBEAYDILATT (Name plate) é’fummiugﬂﬁ 3.12 (1) Fewmneds daanwawsalunsld
muausaaden lnsfieusandiusninmimnnindaudanammug furamamnaae
WEuIn 10 WIN L @wémm’%’au%amquiﬁ Name plate ¥89LA3831F0331 Duty cycle 60 %
et weieadenilmmnsnlfianmadennuldfadeiuldunu 6 unf wdmgesin 4 und
wdRastfiiimadenanuléde wdunafuimaniunmue 10 nf ufidnmadenn
Aacaiuiiu 6 il wedasidanazdamuunslinu uasaaiaanudesmeviaaignslio
yoapspudonduaild Uszinsnmesaeseadenarduius fussduimnawenszualiiion
é’mﬁmiugﬂ‘ﬁ' 3.12 (9) s dendszaniiez Iusfinnszuaasi (Constant Current : CC)
1Hu 1A doNYBINITAE SMAW 33335 CAW uazns33is Stud arc welding 15udy

Toefufinnuiudifiededosunaafinfifl Duty cycle 100 % nanedis sansaUfia
madannuldadaiiiadaslidomeain Swsfuaieudenuuudaluifrfiousiadou
Aaf (Constant Voltage : CV ) 1 ta3nudoneinssnis GMAW n3sw3s GTAW n3swis
SAW waznssnis FCAW (fudu
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500

400

~L ~] WELDER 1
300 — 400 A 60%
\\ N~ DUTY CYCLE

WELDER 2
200 "\\ 300 A 60%
N~ DUTY CYCLE

WELDER 3
200 A 60%
DUTY CYCLE

AMPERES

20 30 40 50 60 70 8090100
% DUTY CYCLE

(1) aNNENWUSYDY Duty cycle il U5ananszudlWiziay

gﬂﬁ 3.12 UsAnsnmaeaeanaion (Duty cycle)

77;\/ 7: Lincoln Electric, Welding Machine, 2016

wennAIlanudIgaigUnInidu 1 Bnvaeegandanudanndsalddmiunis

Wonmeaalioniunand (SMAW) aana liil

A IS o

1. MduaaLliaw (Electrode holder) Wianadian (Huginsaldmiuldiuaiadany

3

'
v Y o a o A

Wandeeihndunidmeidglanziilnih wisnveiudedaqunind ivelinuseanuiou

q q

{ &

naalwendn daudaduridmelggnaradnstiauisnduauulniuazenusou wsvain
doufinansrunanasuuusasraieiand aansadenldamuanuatavesinadioue f
u,ﬁmﬁaaeiwﬁa%’umﬂﬁiauiugﬂﬁ 3.13 (n)

2. WIUE8AY (Ground clamp) Lﬂuqﬂﬂiiﬁﬁiﬁﬁm%umﬁfn Wip LaNTT0SUT U
tilndasnsliasuiasvesnsiniden Tasmedudesdudalduiuannfisanesenslvaves
nazudlinges meeavie liwivannneasinarliiAamagadendany medouaniaanu
$ou viaiamaeninld dauansianaidumeiulugii 3.13 @)

3. nendiawlnl#i (Welding cable / Welding leads) (fugnsaiilfdmsurinmiinm i
e lnihemeihuessnszudlnihanndieissdenlususnaideinsnin medenly
srunweamstiond 2 1y fe WWufidenneiesdenluduiden AGentuhaeiiden di
Sniduaanniaiaaieonlydiduau Adenduiaeiu faondesdudulanzneauasidn 1

[y

wanetdununuegnisoy uasrarumesauuilaaiunszudlvih Munldd saudaansa

]
2 Ay = v

uldazain Taemluinidavseddy aeliaunadaI NA1ANNFIUNIUNTLBYDINTEULEN

1 ] [

o

AN TIANNENILALVUIAYDILAVENDILAIVDIE L TD N T HAADLINIUNTEUEN LB UAILEA
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ANNENNUSTUMITIN 3.2 wazidaneaeazenaemalamasuaaiadielumsdiauaaansdn
AUPILAIDAITIN AanaaInIpeaelonIvihlugiln 3.13 (a)

=] 2 PN . .
A1TNN 3.2 ‘llum‘llmﬁ’]ﬂL‘}IE]NVLWW’WI’]EJEJMS@uBLBﬁﬂ”I (American Wire Gauge : AWGQG)
ﬁ.%/? : American Wire Gauge standard : AWG, 2015

WA (ft) | WAs (m) PUAUDIAIANDILAINULNAE (Copper welding cable) : # No

50 15 2 2 2 2 1 1/0 1/0 2/0 2/0
75 23 2 2 1 1/0 2/0 2/0 3/0 3/0 4/0
100 30 2 1 1/0 2/0 3/0 4/0 4/0

125 38 2 1/0 2/0 3/0 4/0

150 46 1 2/0 3/0 4/0

175 53 1/0 3/0 4/0

200 61 1/0 3/0 4/0

250 76 2/0 4/0

300 91 3/0

350 107 3/0

400 122 4/0

4. 1pafierANNEze1A (Cleaning tools) aiasdafililumrhanuazanansiou
wasndimadeninaneagne ldun 1. dutazauan (Chipping hammer) ldmiussauaanuas
Walavzuuwwadeneanludsnisiaz feenuuulmemdeulfdnuwan famnsawazay
ganian 1 ldaia 2. wseain (Wire brush) Wdwiuwlssdaranuazeiauundon Inas
31]Lmuﬁgwmmﬁmmmmﬂslmlj 3. ANTUT (Pliers) Wdmuduunudonsaueiauiiorn
anuazaainmenaliansadenld flusgiuanavadivinnden duaaifiadig
wiansiiaThanuazeInsIna Glugﬂﬁ 3.13 (3)

5. gunsaiilasiudunne (Protective equipment) ifugunsaififianuddnydefiasata
aaasnsisuniadenyasfiiRouden Taiingunsailasiusuanedinyaaa (Personal

protective equipment : PPE) uazginssidmiuiveannaannsszninal §iRa (Operation
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o ¥

protective equipment) gUnsainigasdiudnai Ifuanneazdealiluuni 1uasdnta
mwﬁmmﬂﬂugﬂﬁ 3.13 ()

6. ﬁa‘umﬂL?}aml,azﬂizuaﬂa:umm%u (Electrode drying oven and portable) Lﬂu‘ljﬂ
gunsainlFhuiudmiumaieandulumeadeiimdnd Tasgoumadoniisnusausiiug
FagU 3.14 () MeumatSunmnaiiazann 1 ﬁqmwgﬁ 260 f4 425 °C (Tuszzian 1-2 dalug
fndanslfsrniuiuewieienlinudeuniululd fuafieluldunszuenguain
T0389A1LDY AILEAITNHAZIRINTEUANGUAIALLLAINT LOzUULAILUIUEY FandadliugLi
3.14 (2) wag (A) ﬁﬁqmmﬁmia:umﬂﬂizmm 30 84 140 °C Tﬂﬂf’i’au%ajﬁwaua’am%uﬂwLﬂﬂ

Low hydrogen electrode %38 Basic electrode fizaaniJusasavlaansdunsuinlyido

(n) UM IALTBN (Electrode holder) (¥) ¥VEBAY (Ground clamp)

4 o L5 ﬁ' 1% ﬁl o Lx
71 3.13 gunsaldwmiunadendsmadioniandng (SMAW)
7in : Welder Partal, 2020

(1) 1@AIDNBMANNEZD1A (Cleaning tools)
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(n) doumaLlion (¥) NIUBNEUMALADNULLLAIAY

(R) NITUDNGUMIATDNULLILUIUDY

4 ° i T d' 2 e
7UN 3.14 gunsaidmiumssuuazguaindaninnand
77&/7 : Welding equipment, 2019

32 m’nﬁaum%'nfaﬂzuﬁﬁﬂqu (Gas Metal Arc Welding : GMAW)

Willian A. Bowditch, et al. (2009) "lé’ﬂdnﬁmiiu’?%miﬁaNm%ﬂfaml,l,ﬁﬁﬂqmli'jw T
nAsmndauiivanndesamnnamaidenuumadaaiundndviadenlwihizsniu
Taedunsidosfildaindendudsuadn (Consumable electrode) Haunndaiuain i
%:gﬂi’jaudqmuﬁaﬁau visetiudian (Torch / Welding gun) sanineguaatiiaikuriatiain
wasrionIzwd (Contact tip) tdumadanzdudaiuriotnszua lnszualvidenamnsa
Tnaudgdumnidonld wazLiiplmevauduanilndoanunduianis AU uaIu (Work /
Base metal) fiz1inn15913031 (Arc) anndounnmsariniverlilansiusuianmany
arnetu warluvaieiuiilasvasmadenfeziianmassazaruiu Tnaduneai
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Tanzmmilvedelaugrsnaauazas (Weld pool) Faianasuazmefindnazgninagudie
LLﬁ"mﬁaﬂﬁlwammﬂﬁmiiﬁ;muﬁaﬁﬂLLﬁ"ﬁ (Gas Nozzle) titarminditlosiulailduiaau 1 91n
ussenmamenendanmnsrhuiiEesuh Tavzumadlutevaenazans Faufanlilunmsun
AN 1dun wie Lidiasl (Inert gas) uiieuaafin (Active gas) uiieausuaafin (Unreactive gas) oz
uidnen (Mixture gas) LDudiu ﬁnﬂﬁé’nmmnm“ﬁaué’aﬂdnil’wé"mmmimaml@ﬂugﬂﬁ 3.14
51161“1’1,1,ﬁﬁ|,58&1ﬁ11/1ﬁ1ﬁﬂﬂﬂqmﬁaﬂaamzmaﬁwﬁﬂﬂmmuﬂ'ﬁlﬁ'wﬁdwm'ﬁ'auﬁﬂ (MIG) T
1NNAEYDI “Metal Inert Gas”  uadhlfufauanafivimihfidnaquievasuazaieasiien
NUMBTaNinnsiauin (MAG) Tananmeorns “Metal Active Gas” 119053395702
Fentenuenumadeniiih MIGMAG

: 4 o
SRR 3UN 3.14 nanmsves

madaNasnlansuia

UnAgu (GMAW)

77{1/7 :AWS, American
Welding Society, 2011

WIRE GUIDE AND
CONTACT TUBE

SOLID WIRE ELECTRODE

ARC AND METAL
TRANSFER

MOLTEN

BASE METAL WELDFuoL

3.2.1 29snsdlenuaznizualnidon (Welding circuit and welding current)
nmAsmadeneinTaveuiainagy fasdlsznauvssginaciuazssunmarinud
endpuasduiusiu daanineazdealuslil 3.15 Tasndnnadenvesssuunmandewd

awsaagiude 1 il ﬁwﬁaﬁnﬂﬁagaéwamLﬂ‘%mﬁiau Lincoln Electric (2015)

1. nssasnsendazldiulnnszuanse daunszuaaduldlals waznszuansafili
Uszdnsaw mm%uﬁﬁqﬂ fo lidonuuunszualwaseandud (Direct Current Reverse Polarity
- DCRP) Tasaaadanazifludiuin (Direct Current Electrode Positive : DCEP) A2a50ua1n
mIsnazanniivevaswazme mamelaulanzfuuuuazendn 1 iansTudnan Ao



110 nssuW3SMsiiou : NAuIGUAdGIBIU

azmﬂmm:ﬁumiﬁ'ammﬁ'ﬁaaﬂlﬁﬁuuﬁaamwm ] (Heavy surface oxides) LIUIININ
Tovzagiiilsavidounniiidew SIULEAITEUUYBINTAB TN DCRP Tugﬂ‘ﬁ 3.16 (n) Tuslu
7euluUILYed Kailash Chaudhary (2017)

drumsdanuuunIzuansalainduda (Straight polarity : DCSP) aaatiouazifudaay
(Direct Current Electrode Negative : DCEN) %:Vlajﬁawslﬁi”jﬁ'umiu%auuunm%ﬂamﬂnmu e
mmmeszesduanay udaunin uasiivsmealwdalansnszdusanainanniiuly fao
liigzena wazdadldarndonafinfitay e Arataiiondasiadoudioans Emissive power
dielimstanUdesdiannsouldd ideeduiifesldiumnzasindouaininauns uas
nameloulanznnmeaaguenasnazmeliaesaziszdnsnm Mmemnzidureaine
Tnajuaszliminews fuaaszuursinseiadionuuy DCSP Tugﬂ‘ﬁ 3.16 ()

dunszlihnszuaaduerlivhanlmnadeumnzisannisaudes (Bum off rate)
Tiwihduluudaseaeining (Half cycle)

dmiunnmeTauwuuiaddadddirsaadanuuufivay fawnsarmanadnizuaanszdu
mligszdugaifianudoidy viadhaeiaauduanad (Line frequency) Teilnfazmiy
50/60 Hz waz 100/120 Hz Tasnszumdonazuisiunnaiiga 20 A fi ussduanin 17 v i
8950 70 A fusaiuein 50 V eiderainszuauasundussduisfaiunnimiziinme
TouTavzaaamadiondenssuanad

2. nssdansdeniiaz Tusz UL LULSIAUALT (Constant voltage) TuAnvnzidenes
muguisunsulfafiaaaam uasfazgnaiguienszude1in (Arc amperage) Bnds

3. N2WEB15N (Arc amperage) Eluilmzﬁ"nmil,%am:gﬂmuquﬁaﬂé’mﬁmiﬂaummﬁau
(Electrode wire) inugailauain (Wire feed drive motor) wazanenien Taesasmnistlouainia
mienTuesAnd ihdanmatleumage nssualieninfrgeanalassaluia

4. u3AY (Voltage) 9zgnaduawlasszuulauss (Dial system) ﬁagimsﬂuijﬂﬁauﬂizﬂau
ilmm'émﬁiam (Welding machine)

5. yushmadieutenasuarmesldyunmminaquéisuiadasilnaiuesnunanda
V339UIRALTE (Gas nozzle)

6. MimuAuYsamatatausasidanasaannliieaurdelfsuunaln Tuagiuiuiy
FEnsdenuuuiealuf/snlula

7. madenunavesdumaieniuaiisveufsnaguaziinasonaieloulons (Metal

transfer)
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Switch Wire reel

0 Flowmeter
© '

Wire speed control

Gas out
\ — Regulator
4 Work Gasin R 8
Contactor cable \
Shielding
<— Manually Voltage o gas
held gun control source

Wire feed ‘

drive motor /7 @ @ / | “
—I-Mﬂ; U

Contactor control b 4

W i
110V supply Welding power source

A o tﬂ' (24
JUN 3.15 gUnssluazszuuasmamaueains@iovaninlavzuianagy (GMAW)

7 : The Lincoln Electric Company, 2015

y| Consumable Consumable
Welding Wire Welding Wire

Resulting Bead Resulting Bead

Gas Gas
lons Electrons lons (" (‘: Elactrons
@ ] @
@ @ ’:)
E;ﬁ'_"l ﬁ:! =2
Deep Penetration

Low Penetration
Work v o ; Waork v o ;
avununIan TIG anununIan TIG

(n) M3sioITaNULY DCRP (1) M3vaPIADNULUL DCSP

] ' | Vo = Y
7N 3.16 MmslauaelavzNdedidansnuesimadionaninlanzuislnagy
77;\/7 : Kailash Chaudhary, A Study on Effect of Various Process Variables in GMAW, 2017

KOBELCO Welding Today (2008) l#aSuneifigniuanudunussenmaiduainiay
nurlieueauialnaguaziinadaanmanisaialeulans (Metal transfer) na13fe fanaitew
denlfanadenfifinnadnegsznig 0.8 — 1.2 fadwas griuuialnagueriuaulasenlad
(c0,) mateTaulanzazuuuy Short circuiting W3p138n3n081991 Fine wire welding 34
dauldmndumisiuden uatudenlfnaaiadenilatiannnd 1.2 fadwes fuuialn
aquansuaulasanladinin nsdielaulansazdunuuveannalnagnnnasiieni
Globular 3fiSnaanuseunnmIeings uassazdounssinadeuinsguus ialans
nazLfunanInINn nFamMInIuauLTon Fufaandauideudeanutig Tunudewd
Tomafinnsfineeann Junnsandumadenludmumisinuurintu Tunsdfdeaienly
funmismariermiladivedodlfaadeniitainadiudn
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516151&L%'m\lﬁmimLﬁaﬂiﬁttﬁ"ﬁﬂﬂﬂqmmwau (Mixture gas) I HENAUITZHIN Wid
p15neunumsueulasenlad (Ar+ CO,) vise ufidnanprsnaunueanBiau (95%Ar + 5%0,)/
(98%Ar + 2%0,)/(99%Ar + 1%0,) unueLfguuundnazrinlinalnnsaieloulan:
wasuluiDuwuuazess fimansalddesldfivaradeniiumnala 1 lanniu fadaelinns
muAuMIIINUAzM AR danhETumhanaan iy diwailFlFuudeuauysainn
84y daunacelaulanzuuy Pulsed transfer 9t Suuunining nande (unssuiunswad
nrzudnszaumgarasmamelauTavsuuveannalnglufsefuggadionlfmiansme
TouTavizuuuazaasiunIINgLUaNaaNaza Y

3.2.2 s2uumsein (Welding equipment)

B.J. Moniz & R.T. Miller (2004) VLﬁLL’é’{mﬂéJﬂ‘}JENﬂﬁl,%}m\lm%ﬂéhHLLﬁﬁﬂﬂﬂQNVL’Qj’h
aansnadanseinldnesendenianszuansdi (CC) uwazafiaunduniausuaiounsi
(CV) w’%aﬁ"uLﬂ'?%mL%amanjuﬁﬁﬁaaaqﬂﬁﬂslum?mLﬁmﬁu Taeaz3en Nszudaaafiin Variable
voltage Wazi38n W3IRUATIT Constant potential Trasdovasfisadonlivfiausssunasfiannni
wnzilounduiiessndeniigeanmaiivzmlfzuunendnaianenasamsiien (iuls
mﬂgﬂﬁ 3.17 $1989970 Welding Theory and Application (1976) fiuanadul@ssziuyniusdiv
\ovazasiidaudinszuadonaziingetiufion uasfuuinnuiuiiiaiaudonuunusiy
asfitnneiumsifesdeaadendes (Filler wire ) uaz aadasl@and (Flux core) twe
dunstleumadonatnatiies seare15nn3auneasEenANNE1I8130 (Arc length) 1§y
asfiszneufidduegniBueimsidionendnuuniinea wudsdumadendemadouuuy

o

undnd madendiessuumatlouniadiegailouainiion (Wire feeder) v3ta3naidaw i
Houaineanmdisdns$inad ﬁ%mmiammﬁ]mzazaﬁﬂlé\’mﬁ LEILAAMIAMALAGDY
Tghaluunenss ieadiaananuliainaueyesfiogua NIDANNRAKDIAINNTAIVAN
Feiinveshaden Fuenmnsaudlelalasdenlinimadeswuusalula
uTdsszauusiduanin-nszud iamsavendedanueanisianarnden Tages
dunusiuBinansuaden Aatiayaved Lincoln electric (2017) Algnanlin dnszuaion
Lﬁugﬁué’m'ﬂﬂ'ﬁﬁaamzmﬂﬁﬁ]xLﬁwﬁuGmJ wazlumeasatuinuinsuadousadnnms
viapuarmefiazansas duanduglil 3.18 yadumismaineiay 2 Hudumisiifiszezain
wazussuaInfunTzuadaufivmangay Wadeudiugasmumimnetas 1 was 3 anuvaneds
sunmiananeay 1 wansliifivinsdiiszezarininniu unsueinezfivduiisndntos ua
nsruadoNnaUanaEININ TalsanMIaeNaIIsImaTeNanas lunsdiieziiams

Haua1aN3INNANNENITOIURADN LAY EIUMUUIBNIELEY 3 waAlERLIN TUNIHNT
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sev3ntioeviody usduensnezanandfisudntios uanszuadennduifingiduaouinann
danal#danmavasuvasamadongaiumu lunsdianiaUnangmsdmadeunaalin
nidanmstlouresan agulsfiaalumafifsuumminueeisndesasiSumsuga
anudiuseeszerain uniuein nasuadon uasdananumhilouaalifianumanzan

alaealusalunaiissardIuni lagludaaSunisuesnadauualsznsla

]
a A

fuanereaienninfmeufsnaqudndnajezaiaeieadonliianuiuenszua
anfnash e liaanantfussduanaudurssdulfussduanin-nsualdaudains fuaas
Tugufi 3.19 anuduvaaduldsazdnadainnunszuadaasiaiaadaniieaanin duiu
nrzuadaIEnhdunuiumaien nsuadmstmduiidisuusiamefivme
aadow (Pinch force) Tnausaaanvzfusiuldaevasmadonfiidmasniinnisaen
Mainmefunsmihlavzudmgassnandansrasmaideidilinasy Fawuidanuiu
vaaduldussiunin-nszuation 1 nszuadneTuazuRianInzgIniTsduaNNTuINA
IztinnIsnuuuguuILaziiaziialanspannnn uadannduresaduldmin nszud
Fannauasusianinase Sndeilymmadenuiifeedfutenasuasme faumado
Rdeadenszavrpwduldissiuerin-nszualivanzay innzezdislinieiineznuGey
yi3oiafiesmnmaenin (Are stability) wazlduudenfinanndaunniada 1 S1edadeyann

TC 9-237 Military Welding Textbook (1993)

35—

w
o
1
]

¥59AUDI5A ( Arc Volts)
N
(4)]
1
|

o

T_¢ o | &

0 200 300 400 500 600

N
o

A3zUEINAT (DC. Amperes)
U0 3.17 1dulAINAULANIZULAYDILATELTONTTALTIAUAINNIZULEATYDING

Wenasnlanzuialnagy (GMAW)
ﬁ%/? : Welding Theory and Application, TC 9-237, 1993
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K9AUBI5N (Volts)

[y

»
>

nszudlnass (Amperes)

711 3.18 uhsuiiiguszezaniniisniuuudulfnau-nszudreuassalionsiin CV
771/ 7: LINCOLN ELECTRIC, Process and Theory, 2017

40 T T T T T
~ 35 |- —
S
>
Z 30 High -
~ Medium
N
S 25 |- —
aé Low
@
- 20 - -

[

0 100 200 300 400 500 600

Aszudlnngg (DC. Amperes)

711 3.19 szauanNuweadulAILIuLezNILEYEILATENLTENTTALTIAUAIT

n3zuansan 500 wanwsvasnisganeninlavzsuianagy (GMAW)
77;(/7 : Welding Theory and Application, TC 9-237, 1993



NssuU3SMsIBou : NAUIGUAIGIBIL |115

3.2.3 nsdeTowsilans (Weld metal transfer methods)
msmeleuilansaasnsmdsmadenanindsuiaUnagu foindunalauas
Tuppuiddnlumafesinhlavsnnmisiniivmeresdumadeuduneangasenligie
woonarmeuuRaiunu iieliielavsAnduduwuaden TensdeTounsmilansfinga
saninilazandeiliisvasuniniensmdansmilonsivmesssduaaidon Tasusafian
A5zNAINa taun 1. wsananuaunaan (dannanudeanuasanaianidn)
2. ussiaiUanedumaden (msrhldvealansnaenralneniogg)
3. umnnanusuuiailmemaidon
4. ussdunnmaniagnmediule
5. waauamanlni
6. usaliinensadlan
7. R
Fasunaadu e duiushuiuiuesdsnouves dunaunaad afiaves
uiiainagu nssuaidion uassndanaveasmaidon Tuaadlilu BOC. Section 4 (2007)
Zach Guzman (2017) Ifinsunidayaguuismsmelowhlansunssumaden
GMAW Miigduvuiiuaneiaiu 4 wuy fafinanliinensil wesduaasguuunalnmacelou
TugUfl 3.20 Bausszguunasrimsesineiisdsluidedaly
n. N3 TAULLUAA299S (Short circuit transfer)
9. Mmymelauuuunenuualne (Globular transfer)
a. M3melpuuuuazend (Spray transfer)
3. MIanelouwUUNad (Pulsed transfer)

J g ' %’ o as :sl v L
§1]'(I 3.20 annmxgﬂmmmimﬂfaumfammmﬁmmﬂmaﬂu
ﬁi/? : Zach Guzman, MIG Welding Transfer Method, 2017
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f. mid’]afauifﬂaml,muﬁma% (Short circuit transfer)

KOBELCO STEEL (2018) l&inauseuuumsmeloutilansfionadeniewdanlsd
fu Taeodenann15ueIn138a2993IW#HN (Short circuit) %ﬁg%’ﬂimidwfﬁmﬁwﬁuﬁuLﬁaﬂmﬂ
madauiuivnuiaminuasigumgifigananeiiilfianemihlansaunainivas
s duflusazdniuiaiadeugnileuindguenasnasmedisdnnanuiigs dawali
nemhlansfimevasmndonduiaiuenaenazmefoufivsusnosnnnimevasainidon
BaTudumaquasmadaaaslih vl induluihuae worludmeidmasagiuasin
nsuaninduaudessaunil daevesmadoanfimamenubunemiegzgninoanudaf
aelounsalavzasglovasnazmediendounliingg (Gravity falls) NULFIAD (Surface
tension) 9INNalnTARTURING1 wean TansfidasuesainiensaReuadousnasnui
donsniuterhusnmemadeniutisnsauasmeuuiiuiy denemihlaveneauinnga
sanlUnndasvessindonnds feziEnduarsnlnidnasmis Tnedimenalnnmsdeloud
N fawaaslugii 3.21

NIZLLE

0| |
@ I —>
ort
; \ circuiting Pinching ,
// N ' N b\ » g v
g3 c—x ===

4 v g’ Lx
7N 3.21 nalanmameTeunlavzuuudnieas
77,;1/7 : KOBELCO, Fundamental of MAG Welding (CO, Arc Welding), 2018
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Tusaivasvasmadenduiaivienssnaransssimifiadouihdlnihuazinns
izl:ﬁﬂL’%Elwiaf'fu"lﬂﬁwm@mmzﬂimﬁﬁﬁmqﬁu NaYBINITLinna ¥ AnTe 19198150 (Arc
gap) PuszminUmeprsimadeniuiivesdunuiie Sudunsendnini dn1znsdaiesuy
flhzfntuagiaiiiniaznaiinn Teiinnaiigaia 20-200 ATAuT Alfnuiudiegh 10-
100 3347 TaeTgdnsnsdelauludnusasdifindnanezintiug 1 fuldsgrsaiiias
awnhagiugamadon mamelomhTansuuudanasimunsadennuldmsnnaanumun
Tneawzdldnszuansanduys (DCRP) wazinansznuNUTlavawialnaguiipenin diu
Inafisnldnuudaasueulasenled 100% wazuiananairsnau 75% + uiigarsueulassnlyd
25% wadmiunguianndliafia wushlildufananszning §18em 90% + 013neu 7.5% +
mfuaulasanlad 2.5% fansgaanniadhunumaianseuldduasliiadesnwenansenind

annufiaeiusulasanladacnadien

9. mimelauuuunensualne (Globular transfer)

HugduuumsieTounaathTavsanalavdefisnalvainimn 1 wuu Taefiiging
Gusuiiiatmevasmadaugnuasnauiiumenilans uasnemihlavefiFuiadasiuaud
nnalatudos 1 Swrlaninnaduiugudnansesaadonazana 1.5 812 1 Aeufies
vgesenlinniasrasmaiion uiimeloulldnionasuazmeiondouslinaiazumis
i FududanmaduisTansluwuideniigannuusefuresanudoudsuinsgausuiu (ge
nimsmeleuuuudaieg msmelauuuuielinsuauasundudoudeuinmudgini
WUUaA993 Ap nszwaezliifusauYesianIsuaaen (Transition current) TIRAAVDINTLUE
MadsuanfinnnmnsuamgafisnslmerasmadenidmanlUfnafianszuagge
TnesannaeTawtilaneiinszuasm 1 neaiTavzioslng 1 s:fifisaszana 2 §1 3 neads
Funfiiiy fnssuadingiiumnaneailansfesdinnefiinag

macelewtihlavsgianaanasmeiumIen’n suiuzesamemilansasiipnala
mhiauofurBILARNEALAz TN EALLLLARDUTIVUTILEILEY INTIZfEBnBwavaILTINdD
nnmenin dawansluzilii 3.22 Heaunguinmafinealanznawlimiiuazwui veaid
ynalnajannesllfudadiuienaenazaenowrililiiianisdnies nsesnasauluime
daalitadesnwmaniina limhiane iiamserindanmaluunsimsuaziinaiums
9150 (Arc wave) fi59D 7 ﬁﬂ@ﬁﬂamﬁﬂmﬂmm%m‘%aL?Jumsaﬁﬂﬁlﬁﬁﬂﬁzmﬂlwﬂswﬁu
sanunn maselauneaihlanznnalnajazadouslindrannniusdifiennnseisn 3a
mnefunudeulideamqunwuuidoniigann uasdenlddiuamudonioglunuiny

wazuuszay lwunhlun@enniianiue dmsunssuauazusiduilionazlfluszauigand
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supumssuTenuuudniies madeleunsmilansvnalngasdealdidonTanzdmon
wEnndAsuaue MSuauLtuna wasranndaNaIANNLILIIg (High strength low
alloy) Tagldufgasueulasanlad wisnaunuuiaesnau Hunanunsiveves Wesley Scott
Hunko. Ph.D. (2018)

' 3 pr | '
andiow U1 3.22 nalnnsanalou
(Filler metal) nealanzuuuauna Tnaj

7’7.1/ 7: KOBELCO, Fundamental
N\ . of MAG Welding, 2018
X/ neamlanzanalnn

OA/ (Globular transferring drops)

- W

Tﬂ‘ﬁzl,ﬁm\l (Base metals)

A. MamelauuuUazand (Spray transfer)

Larry Jeffus (2012) 85u1el330uuunisen alowinTanzfidunealanzsuiadn
Taeiginsveamsmelewesdudu Wetmevesmadangnuaenmaindiiaduneaingn 4
filniFanin asens Tefimnefidnnindamiunnaduiugudnmaesmadion Tdnuue
Feudnasnsnnadiuiidesgininessmeniaden mntunealansdfzgn falinga
800 (Pinched-off) nUaewpiaIndandoususindn i (Electromagnetic forces) a3
naBruwmaneingusnasuameataiiuazaaiiininaanmiinssualvidoudlna
rumadanag fuaasnalamsmelaulugii 3.23

mamelauiTansunuazensiizdesandeanumnuivsasnszualvidanig fuamn
Faamslifiiammesusasmadaufinadiwasivnansaiiin 1 Tidawaddeanuaiiae
P89N158150 (LAnAnMImalauuuuiensualvg) ﬁﬂmammﬂmmﬁﬂamﬁa@mq
guéinaszatavaauazas muanfenaldiemadoims fuduzdenlfaiadeuifingg
Tnayfaansanaauiluneaidn 1 Idufivaznad mnaFnaenusauiiloudiga
Aowdnegs (High heat input) hivimsmelouuuuilidenuntudnlad

uianaquamsunsmeloununasensiasfisndonlfufanansniauiaeinouiy
uRaoNTLIU 11U 95% Ar+ 5%0 W3a 98% Ar +2%0 ¥3n 99% Ar + 1%0 Tasufansnaus
fodtelimemilansiadudanauuazivnadn 1 uuuazess wieniudeduunianen
ihlanslingaoananimeaadenldinedy duniaesniudiaddulinmserinadosnnn

a £ a = I % = = P o o o
YU LLﬁZﬁﬂﬂ'ﬁLﬂﬂﬂi%ﬂ']ﬁllﬂﬂﬂizt@ﬂﬂ@ﬂﬂ'\ ﬁﬁ']\?ﬂq‘i‘}]NﬂﬂVLﬂL‘]_]u’Nﬂ’)'N‘W‘JE]Nﬂ‘Uﬁﬂ
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Founwseauuusesiaunield@d (Undercutting) uaduanluFanaianiuly (fiv 5%) 9
ahatlagmifagnaluwuadentd

mameleuuuuazansilmanaldiumadealansnnafialiieadu mdnndaniveu
wmannduan ianndlFatiy sanfalanzuannguinan wiv agiiviey wunfden Ininidiss
Wudy waldmmnziulanswduinawnzanaianimaaunzglddie (Burn —through) dpaviun
N 3.2 findns waruananilfisanandealdfumnaiinvesesde dmiunidifiesdeiii
189991199993 1438878 (Root opening) Anenngadlfuiuseudonsundsdielaildneain
Tavzlnanzgrusesssadluduas

y 5111 3.23 nalamsameTlau
neainlane s

neathlavisuUUazend
(Molten metal drops)

77;1/ 7: Larry Jettus, Welding
and Metal Fabrication, 2012

. MmymelouwuuNad (Pulsed transfer)

Ramesh Singh (2015) a511edmdnuasnisdeTounsainlansuuuwadidinduwuud
WannunanguuumsdeTauusuuazess Taeniiensuumadonuuuadnssuadonanld
fniu dauaasnalnmameTowluglii 3.24 damndadiazasmsdelounaailansuuy
azapsarliaansaidonTonzuuuinald Tsmaiadvesnszuadisanszfumgafeziuggad
60 TU/MNT FimzmaiadusazaTenhlilmesaimaidaumasuazanenunsalanslénis
wea uirnelauriunseninguanasuasmedisanuifisinausatudadios Taanang
suUadnssuadenfissunsuamgalegluimaimsmelounsaihlansuunasens diu
mameTauhlansunumenasAslifisdunssuaggn naandelouwuumeaud nisuafes
anmagaiszaufioald fanszuamilzdelimanindinainegaaonm drdansiaslid
mamelauneailans: avssmavadnszuafiguudimaazinadansmiuauFnannusou
filewdhgumuden Memaadsanauseulimnimsmeleusuuazans Jesansairluls
fumadenTavsununafideuudlingg dovsesdefifissesiaann 1 ¢ uazannsfiafuns
Fumuden swsalfidenmenivnalnaiiinmeleuieiniiunealanzamnaidnld

Fafunsdssndaalraiian
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madendenssuawaddemanelouuuiadaansadenldiulansnnaiia iy
Tavgdmnnmdnviieuanngumin inneaansnauguiBnaenadauitleudgivald
donldiumnaiinsesde vensauarmeudainBunnziumaieafidssdonimeg dnufa
dmfudnagulflfiamzuiaidesioufansusminnineusudiden liuush Il fufa
anfuaulasenlasinmzazliviliunfadanealansl¥ivgaeannnlmemadauaniiasag

ussRsrgeuLaziUsmelinziAusanymn

mauasmsmelauneailane Ao (Filler metal)

AN

v

L3801

v

= v d
ANNANTZULEANDT = 1/T | «

o : ¥ y
31U 3.24 nalnnadelaunemnlonzuuuwad
7 TEL WIN, Easy Welding with Excellent Results, 2018

nndneazgUuuumanelaumsmiTanen 4 wuu Aindandneduiinafulddanuiee
fienuduiusiuihisvensuadon unduidow snarasmaden wassiaveauialnagy
BegideuldnensuagliuSoudeudelfiFunmanudiussessuuunsaieTounsai
Tavenanan Teseaadasiuunanuiinusnlag Paul Kah etal. (2014) fauaaslugiil 3.25 1
Igihnsuduuasiardussagliimansadiunwlasnuinalamsdelowhlansannns
woanazmevasmadanlliniavasuazasudasuuuduaiul nilauFeudeudu uaerinl

nuNtsnmsiianalarnanianswasenssfinyasnisaslautinlane
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CO; or Argon based Argon based mixture
mixture
Ly mmmmmm e e o
Transition Streamingarc
curlrent
[
—~ ]
= 1
o) Globulararc I
> i
) A
?ED : Streaming
= L ’\ rotating arc
- I * Spray arc
o) : pray
< : ‘5&
I »
& P
9 : MIG-Pulsed
I
= |
=z 1
i

NITUALADN (ArC current : amp) =——

4 o o ) ¥ o o =
U1 3.25 anudniusvespluuunisaeleunsainlavziuiiasenadey
77;\/7 : Paul Kah et.al., Usability of arc types in industrial welding, 2014

3.2.4 LfﬁmﬁaLtazqﬂnitﬁﬁ"m%'unﬁl.iau (Welding equipment)
nmAsmadeuerinlansuiainagy (GMAW) (unssuumadiaufinanniiuan

namadaudieaadeutundnd (SMAW) Tagldasitudinuazgunsaiiuanaiuauns
dendnnunansdu iiel¥aansadenlfesnitssdnsamainndu wu deuldnadiues
satiinslideaganldsumaiien antfapiiennuaan sansodondesuusalulidld an
sunumisliusanuiaden felaanuamnsnsesmadonfifisdiureansnAsmaienisi
Ussnaushegunaaiddey 1 A eyl

f. Lﬂ%ﬂdﬁim\l (Welding machine)

9. ﬁﬂ@ﬂ nsaiilauain (Wire feeder equipment)

f. ﬁaﬁiaml,mmm%au (Welding gun and welding cables)

. qﬂmtﬁmn@mﬁ"ﬁﬂﬂﬂqumeqﬂﬂﬁﬁﬁu °] (Shielding gas equipment and other)
Tasgunsciudasdiuasdisuumhfinahauiidniug Jusldodunefadnnlsneuuasumnn
wihfivesgunsciudasdiu mufidlsnavgesiu 1 Auiefasdsaluil

. 1ATENLTEN ( Welding machine)

A

Wuginsamdnidrdegy wihniduwrasdunids (Power source) 49an13HAANTZULE

1 o
=

wazusaulnAwvelilunsendnian TainsassunuszuuInd 200 waz 380 Thad wazing

woulWiaden was aula innwd 50 v3e 60 (F3ad Taendveuasslionaziniiiiage
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muaufitadenansaileudayathisnmadendinmaimiusa 1 visenadyaszuuding
ii3lumadug Tusgiujuuazideranaioudon Tufinnuiudhanumusnresaios
L%aufﬂlﬁﬁnﬂﬁfg%’ﬂiﬁmu (Duty cycle) Tagiliiasaadianuunnssuansii (Constant current)
wifpinshaumnudouinem Wueieadeniilifumadenenindemadeuinndnd
(SMAW) uazmstdianarindsaiaraaay (GTAW) ruasadandmdunisidasuuuesn
Tamuﬁ"ﬁﬂﬂﬂquﬁazlﬂuLﬂ%u%ammuLméfumﬁ (Constant voltage) %qﬁfa%’ﬂiﬁwawuﬁqaﬁa
100 % vunanedein weisudenaansammadenldesudaiiailaslidaefinnameanin as
wianegfumahli flussuumadeuuuudalud@ uassansalfidondumagluuurssmame
Tounsainlans innefanuduranszuados vannnieisudonnuunsduaisausan
TiAanuadneigs weniuliedvminanadomadonduiaiulansnu wouduneuia
manaanfau (Burn back) sssmatianfiaziinnisvasufadulmerainszualunsdfiszes
p15nanLiuly

Lincoln Electric (2021) ﬁWLauaﬁaQamamﬁmﬁm’%}mL%azﬂ‘ﬁ'j’] LeapaLiuaiinusasy
asfidmiumaieneninlansuisnaquil sslianumansafiasdfuszerenin thnunssud
waz sasiasnmstlouain lmunzanlFaslasdaludd Adeniud wiesswsatiemas
fedld nande Swasrimsdeuszezainifeaiull nezudsindudaludd sadenesd
Samnisaudsfininnit samnistlouataden TuadasdonazUfumniinasiosay
wizaN iz lunanaunuiszezansnanniuly nszudlnazanaipingasalul@ 8ns1nse
Yeumationfezindsannisaudeswssaadew tnisudeniazisuiadasdaluia
Wiy dudaeiandenldeanuuussursaaiasliaansndennszualidonldng aiia
nszuERRNIIaUARIUMIALTEN (DCEN) fianszudasidiuinaaiuainides (DCEP) luuusii
Tdanlfruulwihnssuasdumauamazdnsaemauiginmenssuam mldsanns
fuldeswnimadenliaiianesasrinmaden uauuzsihlildzuunsualnasuuunad
(Pulsed direct current) TounAiaiaadanjulmisanuuulifisuuwadaguiimelueioaday
iisaiesnalien taandandmiumaidenaninlansufaUnaguaslfsianszualnase wuy
wsasunaf Tasvzlgndanulnihnnundarindia 2 uwas fo

1. wndandsnulrihnneseiulwiGendun wisudeouwuuvenei—auunsans
(Motor—Generator welding machine) Lﬂum%'mL%@Nﬁlﬁ%ﬂlﬂif\hﬂizuﬁmwmmiﬁumm
wpwmasnih wensdifvnumeaaualuanuitfianulidszuulnihesy e ldsuen
wianspudiunszualassiaanslsludeaionden denuazanusganndunuluny
maau uaidadaefiesneidsd nedauiaun Midalwihunn mihgsnsgs e

G ved A4 o 4 . , 4 4
Wuldnaaseadanuuunssauas (Constant— voltage welding machine ) LHELATDILIDNULLIY
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AszUEAIT (Constant— current welding machine) §d wEAIAN WUz Lmuéf'mehwmm%ﬂugﬂ
713.26 (n)

2. unadsnnszuuamdoutadnih faudeniuaisadeundoulas (Transformer
welding machine) finsafianianauazarnie Huaisadeniitendanldiumaideueisin
Tanzufsnagu Tasnszudzgniensudiguuiunmsein lifeudanlfsuumilama sy
fipdnarhauléiiies 60% winiu waslianusaasegUuuumsmelewneaiTansuuudniges
1§ dnidainnudiuiadesisudenlfnueioudoumiaulaisunaua Aidnstlow
nssuallasaidhgniseninegnminawe fszuundoudasiiannsaduldnaessadenuuy
WIAUAIT (Constant- voltage welding machine ) wazLATDTONMLLNTZULAAAT (Constant—
current welding machine) agluLaiadieiu Ssaansalfidontumadoaiumdndld e
wisunaesmediaurini mafisuulwihmuwssineduduaiosnmmaniingini
wikauazansaneligailoumeiisanmstloumeiiaad inmefimafeuuamoinszua
dontioeann é’faLLﬁmé’ﬂmngﬂLmuﬁfmshwauﬂ‘%iaﬂugﬂﬁ 3.26 ()

) e
i b LasTOn GRE :
MIG-135Y :

€@ ﬂfi{?

(n) LATDLTDNULLNDLAD - LAULUDLILADS

771/ 7. Lincoln Electric, Welding Machine, 2018 (1] ) GERNEGHITNEGLIY ﬂQVLW‘V\I"I
713/1 : Laston, Welding Machine, 2019

7101 3.26 sliaaspaiandmiumadenninlanzuianagy (GMAW)

maauaNITULMIIeaaiaudauerinTansuianaquasiitudsudg 1 i
fumisiedas uuvdon uasuugailaumeidiauvidanaaaniuna (Control box) Wia1naju
mmLﬂ%mmmiaﬂ’smué”ssﬁfm (Remote control) Tsdulnajiutrpsdonwuuidnludd A
Tadenaglussezlng mimuaueinusuudmaiisdesnsauauihisnmadeniiddnldun

— manauanuTIAL s34 (Tapped) dauann fiszanas 7 Juanu

azdaauninialSuilidesaziBen vsadatilaaldnngaunmuguiisgnindiaindondae
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dwnsnliuldreuinaziBanunni

- maaIvaunTsua \wpsdenuuuLTIFuailimanTaniunsualdlasnsa uss
Ignnmamsananuiilaumadavnngagunscilouniald

- nsAIvANAIINTY dansamuauldnniulFufinidetentanaslfaiuay
anuiuzaadulduss-nazua Tasmledaadanfimaauauanuduag 2 ¥iia fa

1. eispadaniafidanudunaf (Fixed — slope welding machines) tHuta3nadaniiaz
TfumaideneninTaveuialnagu Aimamelouneailavsuunazens fealfidenmannd
m3uau feufamiveulaeenlyd Fianuiussgnesnuuuliafiuiueuudlusuesadlidos
Ysuusala 9 RGELE
L%amﬁ}jﬁ@ﬁﬁﬂ’a’mﬁuuﬂiﬁu (Variable — slope welding machines) Lﬂum'%'au%auﬁmmmﬂ?u
sravanniurendulfundu-nszualdaudoinis mlfessadensfiadawsadenld
ﬁmﬂwmﬂﬁymﬁmmfamt%‘au (Material metals) Lmz?mmmaqmm%au (Wire electrode
diameter) MagtununNTL5y LLaﬂaiugﬂﬁ 3.27 Taedamumanesadl Ssuanuuaszsuasmsu
Pu 1 e lFAemsmeleunemhlanzuuudmasiiiUsansnwituwasadesnniues
ileaadannnnliuagdaiiins MiisaaanuuuTrssmIenin Liialanzassusauing
wunTantioas uinzanasieiunmadeslanandnndlsadn Falduanillunanmiteves

E:j 12811 213613 Advance joining processes : Vol.1, (2020)

30

wuszauluimsauaNAINIY

N
W
1

4

[\
=
|

a1

w3aau (1ad)
o
(9]
1

—
=]
1

BTGt

NNGA
0 1 I I I I I I 1 I

50 100 150 200 250 300 350 400 450 500
nIzud (wanwls)

9]

JUN 3.27 guuumaSuiduanuiuuinsu-nssuauerInainnsiaa NIl sHL
77,;(/7 : Larry Jeftus and Lawrence Bower, 2010 (1 Fer3ul. )
ngUuvvreInIstFuduanudulugii 3.27 Larry Jeffus et al. (2010) ldaduns
ananne i iduszaunlidansiudsmadienssiian1seniniquus Wisanntianis

= 2 > =% = 2 - £ '
nasuNNalagEnensioNaIgaInIuIALEeN q ‘}NL?ISENL"HE]SJﬁﬁ]ZLWNﬂi%LLﬁQQ‘HN BN
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Saludd damaliiiansszdiaduiilmevssmadenilfiiadfialansnszifussninunda
wwdew uaLilarhmaSuiduanaduanasndiunts i 2 was 3 araasadiganizue
nsvudlidonns Ussansmwasamsienfazddumudiau uaaalsiaudnSuaamniuly
i 1éu 4 Tanwiiannga (Steep slope) AliiThunad mquaznszualiidonazannniuly
aulsimnnweiiszaaveatihlave Tnsawzegsdidmivnmsmelounuudnnastmemndey
srRaudafuidunudey Taslasessmadeuiiiansldussasiousannanauiuio
Tavgtuau Aeuflasnasuudinasenluiifsdadndidlinosunsmefnagiuianaauazas
vuBunY Muaadlugii 3.28

0 —

AT —>

ALY

E_ PUNU - JUY

< o a =~ P IPN vy o o a
Jun3.28 anwazngAnsINBImalipuniennmsUuiduldinnuuanniuly

7’7{1/7 : Lincoin Electric, Modes of metal transter 2015 (i geul )

- mifny@x/ﬁﬂx/mﬁ}fmu"? LAIBaLTaN TS UUAMNMATE LN (Inductance) ¥W5B119AST
(38N MIUUWNTLE Lﬁﬂiﬁﬂauqué’miwwaaﬂizttﬁﬁ WinA (Rate of current rise) Tal#LinaL
agadunauluwazdnies SenuumienihissianuddudensaeTeunsaiTanzuuy
d0n995 innzazdusdaiinnmesimsanindualinisdnnesaeiuiianas aduihiufisos
lfsuumseinsidenia iaeLaaesINNINGY (Soft arc)Laz@INITOENLDIaDNALAY
(Weld pool) l@iireau n15Tuanfiaau (Penetration) inlanenszifiusanmiios Taeldudan
ﬂﬂlﬂﬂ’l’mLﬁﬁﬂ?ﬁﬁfﬂﬂtﬁéﬂﬁdiugﬂﬁ 3.29 (n) daugy (v) Fumsuaasdffumsuasunady
miﬁf‘iﬁﬂ’smmﬁmﬁwﬁtﬁugﬁu (Increased inductance) AWMREENNIBILARBEDNTINAR
fhzaquatianszualiam Sdhifnadannimunduviamaauauanuivseaision

usineala 81983983a91n Michael A. Reeser (2017)
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A1

=
- SHORT ARCING
T RE-IGNITION | | PEL) I/EXTINCTION
»
o
=
1391 —
(n) uvunalnanuwilenilaende (Average inductance)
{ 2o 2B 3 &
=
e I SHORT 1 Qﬂcnr«s
© RE-GNTION ————— | EXTINCTION
3_; M
'nd
<«
0

(v) gﬂu;uma"lﬂmmmﬁmﬁwﬁlﬂﬁu (Increased inductance)

| ~ ° = A
UM 3.29 guuvunalnanuwilenni (Inductance) ¥BaLAIBILTON
7 : Weld knowledge, 2015

9. gagunsaiilonain (Wire feeder equipment)
nrAsmadanerinlansuiamnaguinusdidisdaiiiyaginsaiiloudinindan
Tosmadonasidnvasdudumananiidnusnedlugavesdoiuaaidon (Wire roll) m3
fudumadaussnninfiuaineideidminuaines tiafunaiunaiiaiauasiaden
pENMNBIINALTLY TerzuuvesyagUnsainatlouain Usznaudae 2 daundn Ae daures
ssuuaugumatlauaaiien fudmesgadedualadion Sadulznavyainaaesdius
waaslugiii 3.30 ssuviloumadndngildfunadeuerinTanzuianaqy Fniluaia

8A31137A97 (Constant speed) F1FAULATDUTDNUULUTIAUAIN UUBNBTIIDATIANNTD
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flaumadanazgnimuanaurimaidon sanditlouaadenanufmeauauinnunsua
\ou waznszumdovaniusimun Bnaenufeuiiiannmaenin
Fandueimstloumaidaniifdeminaue flimhauesdinansmudensiudn uas
navesuLdian driummeenuuuuaneitidasliiainsanuauia naum ity
aaen fusheimaimannnerdesuaine viaiussunsiomdguaina oy dwiunadl
denlfiedaudennszuani sanduewameiisnldsuuaeiedalui@aumainduyie
anasassanihiilouamaden varfianueneinufauliudusdufindiaasanan

atan  Heuieau
angisu

NdaAIaIALEN dailouain W3IeU

VARSI

auaiauaz
CRBIETRLY

NaganaIALaL

o Toi18In88N

TaganIaIn
daunan

Wiy 18NN

p ‘ p Audnan
gUnsaltsznavinadnin -

| ” . .
3UN 3.30 yagy nsaiilouain (Wire feeder equipment)
7‘7;1/ 7: Welding Theory and Application, TC 9-237, 2013

yagunsaitloumin Fauilszneundnidde Téun

1. dwmaadan Sudnsmdumiadenl fudedinddiiminlusie dnluaerh
mauanmemadngiahaaeniausadasiiu desmfilidmemmeavasiumadon
duiusiududaduaaden iieflastumaidianadesnainiiu wisllastumadenezdlou
aaludnlinga Teiududesdiszunusalidmiuusawsidesasinmaidon Susuniusa
ansatsuanailalalasardousinanaFefilusuumudsanmu fesiiagnimenwila
Tuitnveudumaden fauaieadaimaieiasasiyagUnsaiumiagmelugaglniailouna
dusznaurssiumadenuazsruusnmadeNUnaudeTududn 1 nereduiann
apawasulsznauldlionn dadenaansarilfeaazliiosuanala 1 dwdnisiu

FuduazdaumuteInszneuTud dawdasaglugn 3.31
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e e d1/34 LAULEEAN

wnuldiugla

U 3.31 HhumalionuazszuuIn

ﬁflﬂ : Welding equipment and application, 2013

2. waumasilouaangan Dugunssididydmiunmiauandaniileuaiadion Tay
rAIUANMBIzUUBLaANIBlindTIRanpgiugazuudeduiloumaden dwdnslugii 3.32
ez ldaannisilouaiaai twzdlinsnazdinalinszualWiaionluia meluszuy

d = 4 L 3y = 1o &3 = A =]
yasnanadzigUnsaiusnliliflaumadenesninlagliinduracduganiagen uasdal
FVUYANAIHABNEDY (Burn back) tialinszuaiandinin wiannudeiaeaindeuie
ngaflouudivinummasndounuuusutFanami mMldhedensiausulion

aumiaion
U 3.32 wawweiiuiloumaion

7 : Lincoln Electric, Welding Machine, 2016

YATTUUAD I

flouainzon

3. saanasagasy dudiunldinnisaaaladenliasanseuneziloudgiien
o o P A Teo & v o = IS = U Uy v g ' '
(@wsuaaannisauen lianudeld) merndugadeiuideduilouaia daulnaiiu
wuw 3 &p Fioaduuuueiannandig lae 2 dpazviimsfiaaimesi diudn 1 azawnsnliuau
asldszninadansdas wanzdmsuidumadanfidanaduiugudnarsilandy 1.2 Jediuas
uazANNdnrasaimauasatnszuadoalayniiiuly
4. sntlauaanday Hudiuglnsalivihndufiaadenesnaniuaiaudinanau

Hurisiaatingiaden deilouainazinegnunatnaiitieryudoaindion dedeilouain
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denihedpaddsumunnaanulaseimauasainuesiagmaien Tasdalaumnaznaie
g Falinsuwuueiia 2 & (1 ¢) uozuuuaiin 4 §0 2 4) wusgiundnsuraueiaild
panuuuldau é’mﬁﬂﬂugﬂﬁ 3.33 (M) waz (V) MNAINL LLazﬁE]‘ﬁiJﬁ’mﬁ‘ﬂﬁﬂEJg‘ULL‘IJ‘]Jﬁ]%ﬁﬁy\‘l
wuudnsaediuiassuing (U) Uf3 (v) suanamyviiegdesaanan TenafiuiesfinGeumnie

4 [ o [l

Aafiuienefauansfinealugi 3.34

yawasruilaualadaw yawasruilaualadow

(n) gaszvvdpiviloumaiion (v) yaszuvdpivilouaindey
wuvriia 2 8 (1 @) wUUEla 4 40 (2 /)

J 4 o U 4}
31N 3.33 yaszuvapruilouniaien
77;1/7 : Lincoln Electric, Welding Machine, 2016

wuUIBIAY (U) LUUITDIAI (V) LUUFRIAI (V)

ARTerT ARTeraT ffiuwane

J o ) o T v o U d'
317 3.34 mpenansazstuuurssesasrvuiouainiion

?7;'(/ 7. Larry Jettus, Welding and Metal Fabrication, 2012



130 nssuW3SMsiiou : NAuIGUAdGIBIU

uananvzinsantdsnldalinyesinsdoudiny n1stdensuinvessasdailouainides
wenldlimanzanivanauazatinvesidggainliondis dealiauvsanatnaniullauans
whsufisuaNumnzanlugn 3.35

AIALTDN anadau MALTDY

(n) sosdadniiuly (v) s0sdelnaiiuly (m) I03dDNFDINIEN

tJ a = o ! ¥ N d‘ = ¥
311 3.35 mafinsanulssuisuanyazraiissdeiuiouainiaangnasaninzay
77&/7 : Larry Jeftus, Welding and Metal Fabrication, 2012

is'uumii’laummiaumnaﬂhummﬂauLi'l'ﬂfjﬁa (@ow (Wire feed system)

suumatleumadenseininiinmaidoneinlansufminaqy foddudulaii
anwddannaaamnmesuden Tasdadaudasinsunidonliruulf mansaudie
nfsmsRnsannnihisreainfagmaden mneramaden uasssesiasnieiden
fushuaadon Ssrzuurssmatlaumaden 3 38ms Sudanmsadinelfwiade Modern
Welding lngs Andrew D. Althouse et al. (2018) léiun

1. F5msauaanon (Push—type wire feed system) \uszuumatloumadoudsns
Gléﬁigmﬂaq%'uﬁﬁuﬁwuamﬁ Fenaduwuuaiin 280 (1 7) ¥139 wuuaiia 4 &9 (2 @) Fmihiie
manniumaiumeiawsanliginuden Tasfianuensesmsdaudmivaiadon
Uszianimanazdinsenilitiu 10 Wavde 3.05 e wazdmSumaidiauazanagiisume
\danasdinseniliiiu 6 Wa gassunredismatleumauuusuiinuuuiaaaslfmeluiuns
iieaden uasuuufiuenaanandieiadon AFindud give3uas (Universal unit) saudag
nalnasszunlugii 3.36

2. 35n15@iaauTau (Pull-type wire feed system) \Huszuunisilouaiaiie uﬁ'ﬁ?gﬂ
suumIfaiennniiumaien femdwsweinefinleneuiantl fniuagmelui
den Wanuldddunmstlouaafiiamadusiuaudnaialaiiy 0.045 fvde 1.14 Tadiuns
wangfunsierudendsiie wasminziunmadeniaqlsnnegluiien visnufidumne

Wonpy UL dandasnalnaeszuulugii 3.37
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3. 35N U1 9T % (Push and pull-type wire feed system) \Huszuunatlon
aaLdaniiofenamIsu (Push) waznsa (Pull) Henldfuandeniidanuudwse wazae
Fanifianueinn 1 Faideneslszneuialimenawmeiiunuudlania waznalnnisilou
ma fimihifumbeauguanuiilumsileuneanioumadudilaumedisuesnama
118 (Conduit) ludnwazassnmssuliarnsannniudes Tasszuuflouaiauuuduileziue
salifamamuauanuiiesiloumauuui idantegdnduniiilndiudaaiaden
anusieshilaumanigasiigasduiusiulaelivdnmaeasiduduan uiudaindon
sgiddlsunanmnain 1 fmunsatloudwmeidauldendini 50 Wa ve 15.24 s Taaly
vuasszuuMsadaieiingssiaauansandann ierminisuainnnszuusLaInen

il sauwaanalnasszuulugli 3.38

| axv 2 o
31N 3.36 IDrvilouaindionnuuny

77;117 : Fronius Internation GmbH, 2016

A ada v § =2
711 3.37 A53uilauaindanuuud

77;1/7 : Fronius Internation GmbH, 2016
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FEUUAN (Pull)

A ad v Y d‘ o =2
113.38 A5vuiloumaldipuuuuAULazea

77.%/ 7. Fronius Internation GmbH, 2016

Bstleumadossesadeiuaaudasisinaundneduiy ashisanaoldiuilouaald
fumnszezrnsnnavieTznigatloumaiaidon Tasssdiuegiumnavesaiadonuasaiia
vasagmadan il Sudeudaiiinsdumadenismaloumefigndaauasmansa
dmiumadeniifulavssausmanagiifisavitanasuasifinnaidn dudanisleuwwmdu-
fasdadldmendoniiau faudngunsaliaioadenldidauunilifuanmna 3.3 fuuai
Ta Fronius International (2016) ffuanta3asiiauazgnsainmaien uazmslnadivasmearion
dasliduvdawiuiuly innzrasfsvdadumaenaienmstinoanuaziiamanaumelues

aedonla

- o o o o A Ay 9 = = & =
15791 3.3 PBUUUIEIMIUNILEDNIDVLLD UL NNHNNZENALANNEIVBIEBLTDY

ﬁ'z/ 7. Fronius International GmbH, 2016

ANENI 3 — 4 LuAT wanilauainis aualnlian (Push)
ANNENI 5 — 7 LUAT wanilauainis Asanadian (Pull)
ANEND 8 — 12 tNAT wonilouainid AuwazAsalnioy (Push — Pull)

A. W ﬁ'ézmz EO NI ?'7'6;(/ (Welding gun and Welding cables)
guUnsalyaiiivihiihdsataden nssualvidon wasuiaUnagu iingreihaialu
munisigeamaidon Tnenmvaezadoulunfantudaiansaniniden Twasrimsidey
HawpIn1I3naThldmdeninauSeudzannnduGes 1 Senudeaiiszuunmeniu
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iiesstneanuioudmsulasiuannfouduiuiden fanfesienlfiduszuufiszinedae
91MA wazsruUfisznedeih viielindeassuusani daiy Salafnmsiautafiavesiaden
muaiiaasmaszunganniould 2 uiia fe

1. fdanafinszneanusoudiee1na (Air cooling gun)

2. WadaniiaszineanuSeusien (Water cooling gun)

madenlinuremaiaiudenifinsannnsdursssiinansualndonilivasiia

vosufianagy nande Midensiinseineanaseudismmea andenlifumadosfinssuam
11 200 uanudideuiaarinoutnagu uasfinseumdaniilaiiiu 300 wanul3 Freufa
asuaulasenladinaqu demquneuislnaquilidndeslummdaduinden dmsun
FourfiamneanuFoudieh wmnstunadenfinszualidonfigenii 300 uosuu3 usl
{fin 700 wanwts wadiunufidasmadenetedaiiioadunanm

wannndigadufinudiudunlyd Fdeufissuisdsanufouniaesssuuiu o
panuULANEMEgUNTuasdn vz sTinuresidanfiuandufumuanumaneauiuns
il Tasazual@ifiu 4 Snwarassiadion am Miller Electric Catgories (2016) §ail

1. W NUUUABWIY (Goose neck type) é’ﬂwm:mmﬁaL%auﬁgﬂmmﬁmﬁmamm
v duiealfnuiuinn saunsadenlddtunndnvasessds innsidhied wiiléa viiey
waw 1 Idazanduideniilifusuunsioniuamadandieisauain amansalituame
dewenldszana 3-3.6 was innadduiugudnanaini 0.6-1.2 fadiuns giuszuy
spneanNSoufeIna uadhlfszuusneanufeusisizaansadoumaldunalady
fadurnugudna 1.6 Tadlns suaadnsaemssesiidauuuuasvinlugii 3. 39 (n)

2. Wadlenuuuihy (Pistol type) é’nwmzmmﬁaL%@Nﬁgﬂmaﬂé’mﬁ’u"ﬂu szuumaauilou
maduwusumadenmiiouduuuuasviiu yalssadndnasnuuulidmiuideuninden

1 ¥ 1
A A

nuihugavdadiaasnuundu 1 lminsfunudeniiuay 1 vielunuifinuididaumn &
wanednEaEgnReaaiIdauThiluzi 3. 30 ()

3. Wadenuuufiszuuilouamalusa (Spool type) dnwazupsiadonidusuuazisy
fufivamesiumansandeilouatatsznauduiuneg Tasfidhumadausuatimin 1-2
Uaud vinilszanm 453-907 n¥u Ussnaudaduiidon ssuumsiunialiismafme Savans
funuiidadimedanen 1 danditlaumagnaiuguéeiaden Taemludealdiuainiag
Uszuanlangagiifioufifivnaiduiuaudnas 1.1 faduwnes udfammnsalifunisilouain
widn viemalaveudiedy 1 Idduiy Musndnsaepinussidanuudsuuilaumealy
slugiii 3.39 ()
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4. FFenuuufaadion (Pull type) snwazassiidenssiiduivuasivamaslnih
13500194 152UV w599 UaN (Pneumatic) Uixﬂaua@:gﬁﬂﬁiﬁlL‘fl)’]ﬁUi$UUﬂﬁlﬂ‘llE]Qﬂ1‘Ji’jE]uﬂ’Jﬂ Tog
fihwaadenszagusndamn ril#anansaldiumedonanudilng 1 16 15 was duan
dnwargnsesindanuuufmadealugii 3. 30 (1)

(n) WMILTONULUADYINY (v) WdaNuuUy

(m) Mudauuvuiszuuilaumalusi (1) FUADNULVA

A P o A Aa o A A w
§1J'n 3.39 ‘Huﬂ‘llﬁ)\‘l‘mlL‘}]E]NT]‘IJEJ%JEL‘IN’]‘U"’IIE]\‘]ﬂi‘ﬁJ’JﬁﬂﬁL‘HE]Nﬂ’l%‘ﬂIﬁﬁzLLﬂﬁ‘lJﬂﬂij
7’7;1/7 : Miller Electric Mfg., Guns & Torches, 2016

d’mﬂiznanﬂﬁaﬁmﬂanm%’nfamLtﬁﬁﬂnﬂqu (Component of torches)
fawssUuunydendnmanausesiiden vesnsaAsnmadeuuuueninTaveuiayn
AQN (GMAW) 920ANNLANFAINY Lwia]zﬁdauﬂixﬂanwé'ﬂﬁﬁﬁty 1 Tumsrmsiiens 1 ae
Wdenfifinieuiy dwandduglil 3.40 Teeeesfidnuaeglhedenurewnidudiuions
wanefunngudaisenuuulifienuasmnuasminzaniunaillfou Tasdsznou
winvesdenLsnaudsduig q fdl
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aneuneLd

Mmiauialnagu melvidouuns
‘ d18119890

<«— 11911870

L]

aadiaiuan T— GRTRItT

<«— Nolnszud aelnAIufy

= ' ' o A w
JUN3.40 d@ulsznauen 1 vavilianeinlanzuialnagn
ﬁi/? : Miller Electric Mtg., Guns & Torches, 2016

e diadinIuawN (Torch switch) vimihfidumtla-TanszualWidanianisenin wisw

1
v A =)

fuGBangamailoumeaidion fivesdindesdnediuiidon iedesnslinufihmana
i

® 1191NJziLe (Contact tube) LﬂudauﬂszﬂauﬁagidauﬂmﬂqmmﬁaL%ﬁm VNVININ
faanaauasvizanasuaanay manamnedasiminiduinhnsualwdenlilvainudnlyg
maden lususiimadeumduaieufieanllfnisnasuasmelugUuunyasmalnauyuiius
\dean1u (Friction) Tefiusadsamudaslisnreiosauiuly Soniuszezesdosineszning
rothnszuaiudumadenidadlimnviietossndull fadudalduusihanumneaalums
danldislugmaii 3.4 dialdauliun 1 Jramathnszumzianmsnnge Sunsasidanse
nnaugiianuusiuig diwarnldlsinsnmlunahnsuasnivnaihnsuwaiuaadew
anas mIginliananeiimsdpaldsuroinsuasuln dnvasvedudnrioinnszuan

wandlugUii 3.41

- o ° & A A 9 )
199N 3.4 PDULUSUINTTILADNYUIANIALTD NN NI TNNVIUINYDIINDUINTSLLE

7‘7;1/ 7. Fronius Internation GmbH, 2016

0.6 0.8 1.0 1.2 1.4
0.65 0.90 1.10 1.35 1.75

e Rauie (Nozzle) Li“Judauﬂssnanﬁﬁmﬁﬁﬁaé’uﬁﬁmwmLLﬁ”ﬁWlmvjmanlﬂé
vanaawazans Inmihdeiaanasanieiilas Tasmdavnadnl#fumadennssual
duhaasnalngelftumndeunszualniig vensauasaneniie Binaudalnasanan
N ANBUYDINDAUA TN LLﬁmTugﬂﬁ' 3.42 (n) luagmwin@mdauiaazluinsswealnlvacinu
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wsefauaunull usuasiosinszualwinduisnnazfialanznsziuliimefatune
ﬂﬂﬂs:LLaé’aLLﬁﬂungﬂﬁ 3.42 (¥) Ml ihalﬁamzﬁamﬁumam%ﬂLmzﬁma'mmmmgimua g
ietlasfumaasasnlingidauia uasrnmsdaaidifehsaaninmzAasesas i
Taneidupensd

(n) aNBOYRIMAUINTZLE (v) dtlznaumeluresmainszud

A o "o '
JUN3.41 dnwaaasretnszuauazdiusznaumelu
77&/7 : Miller Electric Mtg., Guns & Torches, 2019

(n) dnwazyaIIRauid (v) anwaedziialanzinzgindauid

A b v U v
N 3.42 anvavevndauiauazazialansinzgiidau i
77;‘1/7 : Miller Electric Mtg., Guns & Torches, 2019

° ma”lvxh?iamnmmaﬁw (Welding cable and water hoes) Lﬂuﬁjuﬂixﬂauﬁﬁﬂﬂizﬂau
Waaiu TasmelWdaushdeTagihlWihlds dulngiulansnaawanialansagiidiew
waziudsau Mudadnsazaesmalnidoslugli 3.43 (n) fimedoudaufusiuasd
anusauslFueldd inmzeshelimadoulnaruhelifadaiosarmedonliagluuwuw
LHuass wanlail@semnauiadagmasdardilunistlouaiailianaue dinanszny
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Tneassdetszansmnlumadnatadenluwwdenld dumetmdafuniounsnsifudn
anlfifuszuunaaBudieainia muthiiszuneanauSeumedouuasiidoniiinainns
9130 wuLTELNEfsaMAINzRuT I TN adnfildnssualuifon agszning 80-350
wanuy$ dnuuuussnefmetismmnsiuidensnalnafilnssualiianszning 80-500
woNuws éi'mamé’num:mmﬁaL“Tiauﬁ”'qﬁmLLuUTugﬂ“?‘i 3.43 (9) WAz (A) MNAAL

<+— auvinans vizew

) — LFuaInlavienaawasans lnliay

SRERRING]
PRLEL=L-NILELEY

d811990

GALATAINTA
(¥) FPBNLLUINEANNEIUMIBLY  (A) MITBNLULIZLNEANNTDUMEDINA

| o = (= S| P % 3
JUn3.43 anwazesdslvidon wasiliouiszngaNuEouMesEULUILAZ UL A
77.;(/7 : Bernard Welding Equipment., Guns & Torches, 2017

® 1191189A (Wire conduit) Lﬂu%yud’mﬁﬁmﬁﬁﬂuﬁamaLﬁummmm%aumﬂmﬁa
fufleuaaliaiuden TneddnsusdumemBuadursagnelunaananuensasms
\don Benameluasmaiinsuuuiafeufiuasuunliafeui vevihaafianuseudiualady
Samadauiiadeufiiuagmely vaelfiRounaihaesiaananlduelf uadadaimnno
\ianansznudalszannamsasnslvadmasimadon dmdumadendssanTansinin
wusnhlilirethmeimdneminal uddmiumadeusinnagsou wu agiiiie vide
naauns wushlilimeathmefiadoufnmelusewmainlusauvidainiasy fuanidnuoe
yasrithananssasuuulugLil 3.44 mudheiy
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(n) voimauuulansaifss (1) M9UNRIALLUNAEAN

d o "o 4 =
JUN 3.44 anwazvesrehmaliouLuulanzaliauasuuuwnaddin
77;1/ 7: Welding Direction, Miller & Hobart Replacement MIG Conduit Liners, 2019

e vipuuialnagy (Shielding gas hose) Fuguduirimihilumsduiesidadu e
Unaguli/guevasuazmelagriugasmwihiauia duihuiidosdtnnadn 1 videdeaaud
nazudlen 1 fnasliuumahuasiuiunaihae wu Fidesuuuesviunnadn uad
ThitudenmnnalngiidadimnuuialnaquluBnoenn wu madesiinszualgsda 500
wonu dadlivashufausnaandamndissdaraufannyailoumalidindenTasnm v
amssenarenuuialunsdidusuugudidonnnalnyilfufasiniu (Manifold supply)
Tedpaiigagunsninuauanuiunazsannslnaveufia duanamerhuiansansszunlugi

3.45 (N) Lag (V) MNAIAY

(n) viohuRauuuldnuiuneiiain  (2) auidwuuwennaeay

Py [ ' ° v . .
7N 3.45 anseuzrasratiuiaUnagu (Shielding gas hose)
772‘(/7 : Welding Direction, Miller & Hobart Replacement MIG Conduit Liners, 2019
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v. grnsainIuAuLiaLnAgIUZaLN 3078 1 ( Shielding gas equipment and other)

ﬂiim%mﬂ%amLmum%ﬂ‘[amuﬁ"aﬂﬂﬂqm iaduuFtiamadenfiazdaeiiufalna
apnVInAguLIBVRaNaTAEAABALIAT STUUMSTIIUIRILAdUNAgNITFRalinsdlsznoUng
daussguiianaqu (Shielding gas cylinder) gUn3alinanauanuauiid (Gas regulator) 1162
AIuANN3Inavasufia (Control valves) wazn1a3indnsn1slnavesuia (Flow meter) lag
aunsaidnanuandliluzi 3.46

o fausTquialnaga (Shielding gas cylinder) (Hufianuiuiivssquianely &
usdageaudamusnuseanm fdvesfissimsnssdiuduiudimidisveufaivined
melu duanudumelufinmdenialdnnmdhdmiandriaanusuduia deda
Nnidesuniussnuiamatmeludifiasianusuanadsuamusnanaduuialnatin

NMaugueanliny

[ ]
o v

e 9UnsalindINanINAULAE (Gas regulator) (Tuginsainvimiinnlunis
amadeuBnuanuiunamelufiuazanasiuilnasanan Suinasiangiuagivadudea

e NéAwANMIInaYBILAE (Control valves) Liudumilawayaginsciinany
sutfnauda wwansadasasUSuBinaudialilnessnnlfoululinafideins diefies
ananusundisadinemneiumslfnuuasdimslnasanseauianafiauiaue

® 11ATINBATINTIHavBLAE (Flow meter) Lﬂuqﬂﬂiﬁﬁﬁ%”iﬂﬂ%mmﬁaé’mﬁms
Inawnsuianndamuaumislnavesufaldainion Tunasiazsnldnnnmsaesdues
gnuaaluanasia AlndfimmnsalsuBinaufaauanudasnslfou duimeseins
Ta-daufsvaerimaionsiizuiasladuasdng (Solenoid valve) lugatlaumadon 1
uiimzgnidlasanideaninuasdlariufiiengaein

vannillunnumadeuwuuniinlansuianaguésfigunaciiadudu a Adealdwiu

iatiinUszAnSmmeaanadon ldua

o gunaniuanuia (Gas mixer equipment) Aldmunsdidaamanauuianagui
gaueniusgauazis 1wy nanuidansneunuuiadifen (Ar + He) vsonanuidoninaunuude
TuTastau (Ar + N,) vi3e manuiaarinausuuiaasueulasanlad (Ar +CO,) Fudu Fafiiew
vhinlfifuazimaiuuuugagunsaifiniundediiussuy uasuunueieawauiadidal
é’auﬁmﬂugﬂ“ﬁ' 3.47 (1) ke (V) MNAIAU

o gunsaivausuimanifiu (Water circulator) iugunsallfvimiifinguiie
imaatfulusunrssmadon Tasmainhfiduvaefuanudinduanssneanuiausanud
wndudnllFundedudna snvasrenunsaifiuaadugi 3.48
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NATADATNTINauLa

» NATRRNNAULAElranan
= o " ,NIAANNAULAETUAI
CO. 2
.: o
¥ y
Ja oy
i

(n) saussguiialnagw (v) gogunsaiauanuidlnagy

CEREY PORRY PERRY TRENY TTRY |

A o 24
N 346 dwfalnaguuazglnsainiugy
7"7&/7 : Bernard Welding Equipment., Guns & Torches, 2017

- v
o Primary Gas

Argon / CO:
Gas Mer

(n) wougagUnioinauuianegy (1) wuueIpawanuiadnagu

P = o v o =
E'ﬂ"ﬂ 347 LLUUﬂﬂQﬂﬂiﬁﬁNﬁNLLﬁ&LUULﬂi’rNNﬁNﬁ’mﬁULLﬂﬁﬂﬂﬂ@NﬂﬂiL‘HﬂN
ﬁjlﬂ : Miller Electric Mtg., Welding Equipment, 2018

- = -4 '
7N 3.48 gunsalvuisumantiu

(Water circulator)

77;117 : Airgas, TEC Welding Products, Inc. 2016
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3.2.5 ufitiUnAgu (Shielding gases)

ﬂi’imﬁmiﬁauLLuum%ﬂTamLLﬁ"ﬁﬂﬂﬂqu Fuvunadenwuuvaanazans (Fusion
welding) %aﬁhLﬂuﬁaﬂ%uﬁ"mﬁami’mslumsﬂﬂﬂquﬁEmaamzmﬂLﬁa‘ﬂmﬁulﬂﬁuﬁﬁmn
UssmMeNsey 1 iddmszneuves uidlulasau lalasou sondou wazlathanudy
dainnndaiuileTonsluuuidonanzuiei aiudumguesmaiadaunwissnuun
\dou Tastanzdaunwinauungwgu (Porosity defect) wazn1suan31ivaeztiiu (Cold crack)
uanmniﬁﬁﬂnmué’hﬁNﬂ@iawqﬁﬂﬁmmiﬁiaum%ﬂ Wy Mtiaaeinlanzanntios Ao
waaNazme szexn1saNEn TIndalszdnsnmesimsmeleuneai Tavzassmadenludae
wasuazans uialnaguiianasuazmeazgnusnalimeludianudy Afsduanusiugann
aaanuznafiduufanmedusaruzsaanar Tnsaelufisuiaivdnatudon iy
¥pana) wazinanssuuiamnzianudumni Jamdenilnase nanlou daan
é’ﬁdaummﬁmumﬁﬁma‘luﬁﬂugﬂﬁ 3.49 (1) WazWUIIN13AILANEATINIsInapauial
anudRyainds nande Hrdanmilnaiigndeauiaazinasaninlugluuuiinudey
(Laminar gas flow) uadsannisivasnnidulluiazlnassnmuuuiiuniu (Turbulent gas
flow) Hadaransznulasansationasuasmeuasuuddoniiauysoindaniuin Taslduans

é’ﬂumzmﬂmmmLLﬁ"ﬁﬁmmnmu‘lugﬂﬁ 3.49 (¥) 919899910 Edward R. Bohbart (2017)

uhalnanuusu e ufalvauuuiiuliu

(Laminar gas flow) (Turbulent gas flow)

—=iauNg

3|

Tt

\

i Sl Sl M
MW AL L2 88 2 0

/)1 [\

PN\
- ’\

|

\ widUnagy
R

\

Tavegduan | Taveduaow | | TongBuay | Tensdiuau

(n) danuzveauialnaguaelud (v) anwaznalnaveuialnagw

4 v o L v
371J'n 3.49 ﬁﬂ”lus"llﬂdLLﬂﬁﬂﬂﬂQNﬂ’]ﬂT‘umLtﬁzﬁﬂ‘]ﬁmxﬂ”ﬁl‘ﬁﬁi@ﬂLLﬂﬁﬂﬂﬂﬁjN
7 : Edward R. Bohbart, Welding Principles and Practices. 2017
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lunlfiidadenezidonlfuialnaguianasvasmenliiifagiuutiesnlaiy
3 aztan Baldagu/5lumiadoras Edward R. Bohbart (2017) ¢igil

1. Usztanufaiiios (Inert gases) LﬂuﬂfjmLLﬁ"ﬁﬁﬁamaNLﬁﬁ&lﬁmwiuﬁama Tainin
Ufsenfuazaenessndu JumnsfiazthainliifuuianaquisTanznasuman yauzidow
Tnsufadesthimnliiu Aoufaensneu (Argon inert gas : Ar) NUuAdSLA8N (Helium inert gas
- He) Tnshaidenszenanumsieniliuialszumiin madesin (MIG)

o ufigensneu (A Juufadssrfiafifeudonlfnuiuinn Semnaduwiainin
nemed 1.4 v UnagulddliluBinaddeslumalnaquisvasy fanudnduasnis
\inBeauA" (Low ionization potential) F9iAnutadiaslun1senings UAtenazeainine
dmiumadenlansifiiniueanlad Siwinagfidien minndlSaty vennniidieling
Guduarindiewazasi wiendilidafnfinmnianausous Wmsnainuaunaianuiougs
ﬁﬂﬁ%yumuwaaudml,l,azﬁﬂé’qLLam"lugﬂ‘ﬁ' 3.50 (n) wanaAsuiaunaiaReuReut UL
1indu Tftuagiuinmanuiigniveuda Jeansoutiseandunga 16 3 inga Ae

— insndmsuaudonna 1 1 (Welding grade) fio13nau 99.99%

- Lﬂiﬂﬂ%”m‘jﬁ’c}ﬂé@,{\i (High purity grade) 1913n9U 99.993%

- 1N3ANLAM (Ultra purity grade) 1913nOU 99.999%

aglanmumsliufaerineulnaguiissiiadetnatymenuliauyseivauud
FenlFuiu mnstsnasnaransfivavtihTanzmaazudin mmesndndeiuseuis
Tanzidanivveuuudenliaesdvldiinsestaunis (Undercut) Tvauuwuiiianlnganz
ﬁunﬁl,%aufamaiwmnuaﬂmjum’ﬁﬂ (Non—ferrous) 1% 8gNLHEN NDILAI NDANADI UNLAA
waelmnien Ty dahFainsliuAadudnanuey I Tuimnaquuunsasiufioanuuy

nsuanlimanznuiaglavzilionuaasaiinieznanluidosaly

w A A [ v P2 = A da 1 v = v

o uiiadiden (He) uuiadasdnutianfenldUnaguionasnazans anndndvas
natfindesuasuinegs 11 24.5 eV SaiianulaaauEaanainanuiouldd Janunziumaidew
nuiinnnn 4.8 Tdwas wazlavzinuaannuiougs suzeiniaieanmsesnuninszaie
tHunendn nmaaalouanuieugiunugs uaisliuiadidentnagy vaz@onusiaueninae

' . ' P ' A £ ° v o P

ADE 1AM (Voltage gradient) LLATEHEDI1TINISADE ] WnBuaumldngeisn (Arc energy)
unngadslinunisensndiniuies Taluinsaelauanuieugiuau i anuddy
Y8IN1I015N390089 drari i lduuadaniiniauaziuninisldufdersneutnaguuanug
13.50 (v) shemailtesnsdenliuiadidennaguinadisnazdsaldusiduaiinfiganiiuia

915n0U N4 1 Nszezandnuiniu n3dindssnalioniagnilgarasninadgs vsedaamianuseu
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ga fdouuzh Il fuAad doninaniuuiaay LﬁaaﬂﬁumuﬁﬁmﬁjmmﬁauL%'Em (Preheating)
Tagamzagadinisdaslansnauns udu sglsiananifvesudadiden dumin
Usznae 1/7 tiwesennia Ssidlendassfiaanainuimlnaguldinaii Jauiaanu
fudenBmnauiannuaedon

Y
4§ N%

. A

(n) Uavieanazaeaniuidaineu (1) UeviapnazaeuaIuiadiae

el

U1 3.50 1lsufisungAnssnsesmsvaevazaneilduidaninaunasdidennagy
77:'1/7 : Edward R. Bohbart, Welding Principles and Practices. 2017

v

2. dsznnuianiligen (Active gas) widlsztaniU@rgvann1snaNaINIsnni
UiRsenfumaduld Tesnnsanuiamdes uademainl ieniunnguanidiuaiiou
uiadeednilfiduuiminaquld fisndudde ufgeiuaulasanlad viafGaniulund
deni uiie co, nendauinagnmaeldineg fanmwilurasnmegaeludifianud 7.53
MPa uaziiioanuduanasezlnasannnduuialiruiisenla 1 uadeldfuanusounn
mIansnaziienmsuandduuiaaniusuwsusnlad (CO) fupsndiau (0) Tasfiszzeanindu
wfauaniifasnizezaing fulu Jaiifauunihihmadenssuialnagy Co,madau
feszezerinau 1 fezlianuiouseninuiniunisdisiandinisensn (Arc enerey) Tag
sansafisuldfulianufadon 91%Ar + 9%0 uanaignainna Tasdadauaziden
snumadeadilufalsanidh madenuiin (MAG)

uianagueniueulasenludasliufAsenmseninfijuusduinifinasfalansonnun
N wazmseendiaduresuiatuesnladuedlansfiarldifinduaiu (Fumes) Sannuii
vnhmsliufalnaqueniveulasanladziina fufnasnnusafuisvasuazaeenniy
Fanuheiufiiiennmsesndladeiasfitinaeseeniiauilzaluaglsanm 20-30% i
fludasmineenldnnisnasuazme deismslimadeniifdmnauaaimainudiy
sonduudinaeiiuuaansanladlddudoosaginhlovshiinreunwinsiuwuiion me
wantiuldun 519TANeYU (Si) wnaniia (Mn) agitiew (Al) Ininiiey (Ti) wae 1MLGEN (V)
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Husiu fdseteannifeandlaweiuesdanay Si+ 2Fe0 € Si0, + Fe BuilaTanausindm
fusanduuesnmefuaiuminluglvesdaneusenladossaguuinilonslutionaauuas
naneiuauanilaumineanluiiloiiudiag agulsAnusigidusesndlauwe fdesiily
U’%mmﬁh\iu’mﬁ]mﬁulﬁLWiwzmmﬁﬂﬂiym?iu WULAANITWAN3 1Yz SaU (Hot crack) 813
wasmilauazdanauanniuly (Hudu

aawsnuialnaguansueulasenludlusesratagyszana 2 Tu 3 vearis uaniiu
riotumndiderisiuuuenduuia snifataymeasddeslnassnnezniaanududivihuds
imefigagunatiaugumilna v liiiAnggaduviednas Sadesiinsfndagagiin salue
meanusaugiieguuiansulvaluidon hivuiuuiadnaguiesiinafiduufauasdu
vpanm Tidwademnhanuieuiianadasamsitanusduraunar malfufmnagy
sfinasvaulaeenladuslfldtunisieTounsmilansuvudaees e nsalfldfunsde
Touuuuazens uananuzranfuuiaasnauludadiuens CO, luiu 15%

3. Usznnuiiandy (Mixing gas) ﬂﬁﬂéﬁLLﬁﬁ‘ﬂﬂﬂquLﬁm‘ﬂﬁﬂLaﬁl’ﬂ&iﬁ’m’]iﬂﬁ%iﬂﬁu
manuuumsmelaunamilans nnafiavestansdouuasnnafinvasmadonde duliFaléd
nmafuaiiTeiefifinsansamessmadendemasdaufaUnaguuuunAauauiiu Sims
e inguszasdmaihlylfnudeuinaamzanzes JehliAesiaeeaudanaunning
weviia lngezldnandudumeanafiafifeslfouiu delud

o yllaufanandiasy + 1500 (He + Ar) Lﬂumimauﬁﬂuuﬁmﬁaﬂﬁq@: Taaufa
Sudeudeivanusauluniiesn duufaendneutelinsmelouwuvasastuaznisennd
anwfiasawadestndidestunislfufidensneusdraiden agalsiou dadiunsnanid
naananeinsnduagiuaiiauaslansidon 1y 80% He +20% Ar waztfudunauliaugeda
50% He +50% Ar dalagmldufianandidoniuenineu axienldiunndonTansagiiiioy
no3uas wamile nddlanznandy 1 Sudoslanzifanumnezidadmuiadidoniiiniy

o yilaufanansIsnau + 8anTau (Ar +0) Fuufauaniidasnisunuimesnia
ganTiau TnsamzlumadesTanswman frudeudheuiaerinawshuietszansanesins
a3z madeuiivasumalesiimslnaneilidudues ualenauuiaoandiauly
Usanauiien 1-5% fazdeliniensniadesnniiu axdalanstosas wuadendudnldnniu
wazliifnsesfauniidnasuwnidon dmiumdnndnanguuasninndlFaiin asioald
uwhananiidadiuudia Ar+ 1-2% O dusminmanndasueursemanndmanezlfuia
HaNFAEIU Ar + 5% O aenlsianunisliuiidgeandauiunan uuislnaguazdaudonain
daafiusndeanilaues iieainsandiausanantianaayazans dssanamguiinsiaiu

L A ' [ v
oo wu Tanenoauns (Huduy
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o siaufiananensney + msueulasenlad (Ar+CO,) Huufananszniiuiaios
fuueaiiuiia (Active gas) Tnadpamsunumusuigansveulassnladiiemeliniesn
wdes mamelaunsmilansnnmadenlfdiunud washeaaasfialans finszfusanin
Tasamziumadaniagimanlansnin mishsaanaiinesdadniiveursuuien
iwnzanzidnuievasuazmezamnenanlifweusosde anauifvaufaUnaguiinane
Hunsadrumand Ar+3-10% CO, wazJuszuuncelounuuazess duunsadiuweay
Ar +20-30% CO, ufianmnnsaialfidoumdnndlasszfamsuunemeloufuuiudanes
watdonunuiinindienssuadenginsaelonssdunvunsavnalnaiud dimsy
wiannélSafinezliuunih il fufanansafifionsveulasanladmnifiuly innemsuouas
Iiwluiladendwmalilunudiulandeuilduinalanisvaenas Teinadannm
dununstanioufisias venanidiliuuzi i lddunndeslansilulamEninne
mduaulasanlasisduaimguasmatuiiouseaialansidow

o sfiaufanandidey + 015neu + msueulasenlyd (He + Ar + CO,) (Huufanani
ndeunumanuInaEuepiauAassi nIANE 90% He +7.5% Ar +2.5%CO0, Hanlfidou
Tavzmanna BBativeadinuiifin daunia 60-70% He +25-35% Ar + 5%CO, Henldiuns
Bewminndmane Tasasduszuumsmelouuun datees uatdosmaanumiienveaie
dengauusihlfaaaiveulasanlad wuadendnesliyuminsiunuiligasmaies |y
ANUAIAIN TN deirie Wudy

o siiauftanay 015nou + lulasau (Ar + N, uufananiiondeunuinanulaaay
vasufalulanauiilianufeugivnuideniigiumnzfumaionTanz uannguindnditin
VRDNIMAIE 11U NBILAd vianasuasran TelFanufeufafefudiden udmstudnadeniy
uitgersneu uasiiszuumadielounsatih TansSunuuneannalng tnsananfideuiuie
70% Ar +30% N, m3pniniadesgenuden lidamsiulwlutenesussmesasimaden
nsananiifiaansalidenToveogifionnanlFiguiu

nnfldnaninnmuediuduisduuialnaqguisnasuasmedmiunsaismaden
wuvarinlansufiaUnaquiiy asfuldiinmsfaduuialsziandis 9 duiennmidoie
uitfymauaumadendissauiiam iauvl,ﬂ'ﬁamiﬁ%"m@mmwmmLLu:]Lﬁauﬁ'ﬁﬁu i ufan
AgNuAazatinaIzmIzaN videlimanzaniuiaglovzuniia unIwe valinseeds vse
yeriden tuminefeihhadendasfinnasanudilalumadenlfldnuisanuasgndas
Lidunuenneliiinanufanaawasdemedenaionnufiauiessuineuld duans
Whsuiflsudnusasuasglnaeundeniideutsuialnaguiiiadulugi 3.51 uaslu

M3197 3.5 Wumuuzihmadenlfudafimanzanniuatinveslarzaasgu@n Lincoln Electric
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P oA A A
915N8DY GBI FidewN + 915nau
(Ar) (He) (He + Ar)
4 3 14 ' ' ' a
25nau + asusulasanlyd asueulasanlys 215n0U + PANTLAU
(Ar+CO,) (€O, (Ar+0,)

C oo

P = o ' = A o o ' a
7UN 3.51 Whisuiiguansazuazzlineuidisundsnmeuialnaguanaziia

717 : Edward R. Bohbart, Welding Principles and Practices. 2017

d ° ° = k74 oV t=; e a U Aa
M13NN 3.5 f’]”lLtuzuﬂuﬂ’ﬁtﬁﬂﬂﬁlmmﬁﬂﬂQaﬁ\mWm”l&’ﬁNﬂU"HuWHENTﬁﬂZQ'm‘HE]Q%INEWI

7 : Lincoln Electric, Gas Metal Arc Welding Guidelines, 2014

co,

Ar+1%O0,

Ar+2% 0,

AN N

Ar+5% O,

Ar+5% CO,

Ar+10% CO,

\

Ar +25% CO,

AN RN ERNERNEANER NI

Ar +25% He v v

<
<
<

Ar +50% He

ANERNERNIRN

Ar +75% He v v

Ar+CO,+0,

Ar+CO,+N

SRR
<

Ar+CO, + He v
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Foyafgieuldmihmnaueliieduiy vesdnldnnmsduaiuasnununannnuise
i 1 widuInadudoyaresmsinsidevedideuniildmimaitemn suddu luiZases
mﬂ%uﬁ"aﬂﬂﬂquﬁm%mﬂ%aumﬁnﬂé’ﬂ%aﬁmLﬂmaaﬁmuﬁaﬂ (fintiam) Series 200
Wichan chuaiphan et al. (2020) w&2 Wichan Chuaiphan et al. (2014)

3.3 nidpupinaadenldnand (Flux Cored Arc Welding : FCAW)
HunsnAsmadeniilindnmadeuuuumsenin fifissuunalnrssmadeufimiioudy
matdiauaninTanzufiamlnagu (MIG/MAG) Tassnafuiisnsasansmadianingi nanie
madauesisnuazdumeduwmnaldndlimelu i Sadennmidsiin madeudeaia
dewlddnd viednienfisudeniude madlenndndae? Humadewniniilédfuanuseu
nnmaninenilmemadeuiuiiunu Tnsmadeusgn doanlunndashuaalu
wdeudheszuunalnmatloumn vnarinmadonTavs fasnaauazaeniouiundndmelu
wdmdndfazaesstulivimihiduuianUnaguievassazaeiud Muaasdgunsciuas
surIMahaurssmadeuerinamadoulddndluzi 3.52 ssuumsiloumeidoan i
ssuudaTudd fenadenamnsadenlflandsnmsdensieszuusalus@ (Full Automatic

operation) wazASMSTaNMBTTULNILASRIDR LUNG (Semi Automatic operation)

Regulator
-— Wire reel with flowmeter
Metal electrode ——>
e

Wire feed drive motor igg >
= ] ]

@ @  n— COITTroI system

Wire feeder

Manually

held gun 4 o oﬂ LJ
% — Auto torch l<—Shielding
gas
S =] =
= W, Power
O supply
Workpiece L2
1?9
L

ﬂl o d‘ 4 } 74 e
JUn3.52 QﬂﬂiﬂiLLaziz‘lj‘IJ’Nfﬂiﬂ’liﬂ’l\‘nu‘llmmiL‘IIE]&Jm%ﬂﬁ’mL%ﬂulﬁﬂﬁﬂ"ff (FCAW)
77;(/7 : The Lincoln Electric Company, 2015

- |73 L2 - L2 A’ - -
n. 3madeveinmadeulénsndvidensndaesil 1 2 wumaeiiavasmaden Ae
1. madenwuurialiuianaquiianniandmelurieaiaiion (Self-shielding gas
flux cored arc welding) vi¥afiFiniuluiagain FCAW-S madanuunillidadlfuialnagy

NNRILIIY wivzndeuidlnaguiiinnnmmesnazaisveaanandndudagagnmeluny
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MaLdeNIGausaundn uazlidnaiigusaliSauie (Gas Nozzle) daudasszuunalnyeans
andnlugUii 3.53 (n)

2. milﬁ}aumeﬁﬂii’fuﬁﬁﬂﬂﬂquﬁLﬁﬂﬁﬂﬂﬂé’ﬂ%mﬂuﬁamﬂL%amamﬁﬁﬂﬂﬂqmm
MBUBNINNIUTTY (Gas-shielding gas flux cored arc welding) videfisiniululietein FCAW-
G ﬂ’]iﬁim\lLLUUﬁ%ﬂﬁLLﬁﬁﬂﬂﬂt}NﬁﬂﬂﬁﬂﬂLmddUNﬁ (3n31 Dual - shielding gas flux cored arc
welding nande Idufamnaguannaaidndlulresaadouniouiuuuunn uasfiianda
Ignnmsilawdnlinndasm fdedyagunsaiidaufanude fuaassuunalnrass
an3nlugui 3.53 () Baléinandl¥Tae Edward R. Bohbart (2017)

Flux Cored —»

Electrode o
—— Shielding
Gas
Contact Tip Flux Cored
Electrode
Direction - Directi
Contact T Irection
Insulated of Travel 'P of Travel
Torch Body Gas Nozzle —_—
Insulated
Guide Tube
Arc Self-Generated Arc Shielding
Slag Gas Shielding Slag Gas

Weld Pool

(n) Madfenuuy FCAW-S (v) Maidoauny FCAW-G

< = = o (o
U1 3.53 ssuvvasns@isnerinaiadenldvdnduuy FCAW-S uazuuy FCAW-G
7 : Edward R. Bohbart, Welding Principles and Practices. 2017

9. mmii’m‘lﬁﬂﬁﬂﬂ' (Flux cored electrode)
madeuwuul@dniviemadenndndassuandrsnnaindensiaauidningiiu
Tonziduadneu (Solid wire) tdes wisluARnandwy uamadeswuuldnandiifumadon
ifanwadulanerenieioninUasn (Sheath) udrwssgmandndlinely Falsznoulude
nalanzuarolans (Metallic & Non—metallic powers) waznanand (Fluxes power) ﬁmauﬁuagi
sauanaluzil 3.54 (n) ?iﬁ%‘msa%wﬂaaﬂfaﬁzﬁalﬁﬁuw&'ﬂﬁﬁﬁameiavlajﬁmt%u (Seamless

cored wire) WLV IVABDYY (Butt joint cored wire) WazuuuinziduaaLng (Overlapping
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cored wire) Aauanzili 3.54 (2) TasdigUnsmihdavesdaenivnanwaeniudamaandly
melu 1w gUnwihdauuusnsaaile (0) i (T) vse id (E) 1Wudiu Awuaadlugii 3.55

wuul3sassa

laWand (Flux core)

(Seamless)

LUUIDYADUY
- o
(Butt joint)

WUUTDEADLNY

(Overlapping)

1annlavie (Sheath)

(n) dsznevwmsmadonldwand  (v) ABmsadudaenlavznlidunand

A 4 U o
j‘lJ‘YI 3.54 aationldnand (Flux core electrode)
707 : Weld Notes. FCA Welding 2018

O Shape Plum Shape T Shape E Shape Filled wire Shape

P o Y = o |
UM 3.55 anwaegUnaamihanuesmaenldwand
771/ 7. KOBELCO, Flux cored wires. 2015

L A L J L |73 L 1 [ :
unumwihfisessadndiusnedmelumadealésndrenmden woeeagulddil

1. Wuammuuaaniareu U@y 11y auan1eana Maad nalarsingn wazauiia

] ]
% = o

fuBY 1 NFBLLITBNAD
2. {lugnmaadufialnaguionasnazaevadannnuigesndauuazlulanouly

annLIndannazinaNINA UL lanziaw

3. Judrlfisenduasueiuniiedlutionasvazaenasnasuvaiiieliuen

a

panuTuduanaesugiiveLuTew
4. JudmdeduantiiaUnaguuunlionazuiien wazdielunsaiuguauiaues

MMUAZLUIBILITDN
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5. {udamelunsmuvguulasinlifiiaenuaies laeaansiinazialans uas
Meglidanmadnainasianass Mnlduu@eanndsuiuazglsnmudeins

3.3.1 sruumsaénuasmadenldwand (Flux core electrode arc system)

Larry Jeffus (2012) I#aSinefaszuunmeaninuessnumadeuuunmaidonl dwdnd
Fihdumadeniideundmdinunneadauissiliiianmminiusnhlmemariy
Fumumilsufuiumadeuerinvesnsaismadenaninlansufianaguesiilénaunudn
TaenilaTonsidonazldanmanasnasmevasaaiiibunelansAfimwdndussgagamely 3
wndndiuannnesiminfduufalnaguluniiindnudnudaduddedidneaniiay
(Deoxidizer) ﬁﬂzﬂuagisluﬂaﬂaauazmﬂlﬁﬁ agnslsimulaiiesdunadendisarnuuy
FCAW-S ¥a femauuy FCAW-G nisnnfisnsauszansudsifzifnauanuiieg
vuuunien fasrmaasviaviiaiineaniiinsnnmaiienuuy GMAW fuaaslugii
3.56 uannilauaniinsauaquiiavasyazmeagiufidnarilisanmaiussesudon

#ras mnzanadouszineesnlulalannficani

ALANATBLAYNUUILTDN 3N 3.56 AnBOELUITBNYDINILTDN

asnmadanldnand
7’7,1/ 7: Larry Jeffus, Welding and metal

fabrication, 2012.

™ /

ANNseuINNIdaN

madenlfainrasmndendmiumadeuwuumadenlénindsdundiudnuusan
muﬁé’mmilﬁau %nmm%auﬁmmme]sﬁﬂﬁé?aiwzﬁmlmamL“Tiau (Electrode extension or
Stick out) uAnaAaiY FuaaBeufisuanuuaneeluglil 3.57 Tasmadeuwuy FCAW-S
1u§ﬂﬁ 3.57 () Lﬂuﬂﬁﬂﬁﬁ%ﬂﬂLtﬁﬁﬂﬂﬂqulﬁé’aﬂﬁum sfianuiitAsiansnldosszezain
fuspnanldunnnind falaevesaindenduesaerioinszud (Contact tube) L#xNT4
15-25 w. Taemanzdumsialans i Lﬁmmﬂﬂmﬂmﬂﬁmmmﬁmmm%@uqq LTI
ANmEuMUnszLEN a0 n3zLaRezanasdnaT R MsasanaeNazm i nuazay 33
finfiealflumsgumalifounauenin uannnilfmuhaauuushauimnaquldiosnis
(@ondnidiouuuy DCEN fefifinafiazrilianasnazmenu wazarsidonsuneaiafitdn 1wy

Y119 0.8 — 1.2 w. dvdulansuruunlugaamnssnkdnsinisaeud
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Contact Tube

Insulated Gas Nozzle

Wireguide

Contact Tube

Flux Cored ele
Electrode FTHSHIN
Flux Cored el A

Electrode ICHULAINYU

¥

Work Metal Work Metal

(n) maidauuuy FCAW-S (@) maldauuuy FCAW-G

JUN3.57 szezadndivrsamadionldWdnduny FCAW-S uazuiy FCAW-G
77.;\/ 7: Edward R. Bohbart, Welding Principles and Practices. 2017

dmfumadeuuuuadeuimnaguandisnudsdsniseraniuiiiosnd falu
5171 3.57 (1) ashiifiaunduanasenfiimesnrilfiinnszuafigiu Sadumadenfinine
fumadeslansaumn fsesdndninn sansalildiusnameding 1 166

seezfurp9a19 Edward R. Bohbart (2017) Liszy 991 finansznudanislsuainig 1 fi
fiendias Saflannsnduiinadendesfisnsantsuaeia 2 Wnzas Magagy mavaew

v oo [

PIRIALTINN AN ENYI5199 1 1 Naludeenlanzuazarnanyeandndnonsgnelu 3

o
7

vazorindasliiinnsgadeviaguidetioafigausimauavsgiadasniszeziuadals
winzay Hugu Snsdinanadenmszezmaiiugissninanniiuly (Too long extension) faz
liiAnszfalangnizfusanininn wmeinlissiidiasesuiauasiavasuazaedil
mhuawe lifuasnnavesdoniefinnaliuiveu lunanduiuinsdfunssesiu
aaduAuly (Too short extension) mmzm%ﬂﬁmﬁmzmm%ﬂ‘ﬁqamﬂLﬁuvl,ﬂ Hedamanseny
Tasnnsausasudon Bsdudondeainienuuy FCAW-G Aidaaldufisnndsnfiedari
TAnazfalansannBadiu wassinesluinms@negithnsaslmevesidauia duandugi
3.58 fumzAnuniufiazgagdaufarilfuialnasaninunaquisnasasansldliiiesms
wazi fasdanadauuidendauiiiasiamaudaiaUiiteeenlsdagmeludialans
dow faiu frdnanadeniiniifeuusnieiadeniresfurailmemadauiimanzanlie
fuaaidien Tasmlasimuaaiszosiuainaglufidn 20 fa 40 ua. dmfuaiadouuy
FCAW-G wazfifin 20 fa 40 . dwdumadonnuy FCAW-S uansiladasfinnsaniondy
fhadsmadendudu 1 Usznaumadaduladmuaszesiume Tasiameataiinnugauns
idaufadesfinnugnntmeatadenlitosfigamifiesannsad §iiansld iwnsd

HanIzNUABNIRAVEpdLianaquiBnaaNaras daldinmImunudayannnimnaaeswes
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HrAnaiadenldlauauusftanumanzanyeIszaziuain(Electrode extension) ANV
13

auid (Gas nozzle height) Auanlun1319f 3.6

gﬂﬁ 3.58 anwarupddsiinlave (Spatter)
imefivh3aufiauasietnazua

7'7;11 1: Edward R. Bohbart, Welding Principles
and Practices. 2017

a A = [y o w = ~
A19197 3.6 MaLdpnIzezBuMANUANNGIRIAALidLazsIAMIA T NTILUAZEN
71 : KOBELCO, Welding Handbook, 2008

Electro-de
Guide Tube
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3.3.2 aszudln usaiuensn uae aanmsilouain (Current, Voltage and Deposition rate)
nazualWidoy (Welding current) dnsunsidanerindeainidonldndnde1siados
Faniindanszudlnnsefiausaiunsf (Constant Voltage : CV) Taednlnagazfiuszuunase
%DL%E]NLL‘UUG’JG]L%'E]NLﬂuilg’m”m (Direct Current Electrode Positive : DCEP) ward1MiuaIn
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Wonldnanduransafidnisldszun nmssedadenuuuaiaideniudiay (Direct Current
Electrode Negative : DCEN) fauaasluninaii 3.7 Tnsdoyannnimaneszasiudnainidon
KOBELCO Welding Handbook (2008) uaRluvnaasidmiuaadesldnanduiafiuey 9214
iianadenindanszualiaduaiianszuansdl (Constant Current : CC) Tsmaiitasaziantianila
aousnu Tneldnszuaeglugie 50 fs 750 wonuils

madfumanszualiidonazdosdunusiusasmnistlouain auaveialn munia
donuazsesfiumn faslnasaanuminanarainisenin msdudn nuldfandauasglig
vosuunien Sshamadenfinnadndandraimsilounnasgainszudasdo ismnazes
malanniusanidinmsloumafivsananssudlidoienfinty anudmiusindnn§idey
Iggidannteyaussmamasaudiaumalddnduiia E70T-1Tuguf 3.59 wazlduansneing
anuduRuseamaiey ey funszuadauazusiduniniumnzanyainisioy
wianngasueulumaai 3.8

A -~ =~ A o [y A 4 o P
M19°9N 3.7 ﬂ”liLﬁ’ri]ﬂﬂS?dLLﬁvLWL%ﬂNﬂﬁNWHgﬂUﬂuﬂﬂﬂﬂaﬁﬂL%ﬂNlﬁWﬂﬂ‘ﬁLﬁﬁﬂﬂﬁ’]ﬂ”l%ﬂﬂu
772/ 7: KOBELCO, Welding Handbook, 2008

EXXT-1 DCEP Ar-CO, Multiple Pass
EXXT-2 DCEP Ar-CO, Single Pass
EXXT-3 DCEP None Single Pass
EXXT-4 DCEP None Multiple Pass
EXXT-5 DCEP #i38 DCEN Ar-CO, Multiple Pass
EXXT-6 DCEP None Multiple Pass
EXXT-7 DCEN None Multiple Pass
EXXT-8 DCEN None Multiple Pass
EXXT-10 DCEN None Single Pass
EXXT-11 DCEN None Multiple Pass
EXXT-G DCEP %39 DCEN Ar—-CO, or None Multiple Pass
EXXT-GS DCEP %39 DCEN Ar—-CO, or None Single Pass

ey - nalifufialnagy Ar-CO, minetls Wendieaialiosuuy FCAW-G
- mslilfufianagy None wanefs @iondmesainlianuwuy FCAW-S
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1100 P YR
085 aso 31N 3.59 ANNaNNUSYD
1000 L1 \
o > [~§
nazudlvilfoniusnss

mstlaualnviia FCAW-G
77&/7 : Welding Theory and
Application, TC 9-237. 2017
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A137971 3.8 ANNENNUSYDIALAUINLTONNLNITLUETDNLAZUTIAULTDN

747 : KOBELCO, Welding Handbook, 2008

1.143 150-225 22-27 150-225 22-26 125-200 22-25
1.587 175-300 24-29 175-275 25-28 150-200 24-27
1.727 175-325 24-26 175-325 24-26 - -
1.828 200-400 25-30 200-375 26-30 175-225 25-29
1.984 225-350 23-25 175-315 22-24 175-225 23-25
2.381 300-500 25-32 300-450 25-30 - -
2.778 400-525 26-33 - - - -
3.175 450-650 28-34 - - - -

W39AUD15N (Arc voltage) LTuamnlfuanszazvinsnindmeaadonnuduanu Tidesses
8150 (Arc length) aansasuldnnniilagauniaiugneeiadion dmsuLIUNIsZaN
asnmemalionldnand usdue1inazidnSnadenunmasiuud@anginin na@e &

) S a1 A a ' ' ¢ & £ a I =
ussauesnienfiganniuly esnuiszesinaeadaianiniesgedu iinazsialansnasiu
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yilanaduialnaguiues (FCAW-S) azllalonmaliuiannanimuwiadenmeusnidia

nudiuinlansluensevazasldiedu dialiuuideuiagnquanniu viadndusdia

< Y My a < a (4 a 4 v 'y A o 3 (%
L1/1ﬁﬂﬂﬁ"l‘l‘iﬁuwﬂ"ﬂmﬂﬂﬂ”ﬁﬂﬂﬁﬁlﬂﬂLWﬁLWﬂ%l‘JG] waztiauandmlade UAMNNITUTVAUTIAY

s 9w s ' ¢ & o v & £ R < <
B'ﬁﬂi'ﬁﬁﬂ(ﬂ"lﬁ\‘ﬁgﬂgﬁ']ﬂ‘llﬂﬂL‘]_Iﬂ'J’rﬂ'ﬁﬂﬂ"DB?Iﬂﬂll‘l]'u\‘l']‘l,\lll']ﬂ‘ilu ﬁ]%ﬂﬁiﬁﬂﬂ‘ﬁaﬂﬂﬁgﬁqﬁlLﬂﬂttﬁxﬂ'ﬁls

Tauu@anniyunazuauszaznsnaniaziion danadesnUNaN15398 Wichan Chuaiphan et al.

(2012) a84lsinunNsUsuAIksasuaIsnfdasiiasanINfunUTaTan SN audY 9 1Ty

MU TN LUITNULIUZABINIA T BZ01NTIGINIIAIUNLIIMAILULLZINTY Aauansli

317 3.60 (n) uennilszezandndidusgiuannsimeiden Alesnfaiadenniisunale

AnInIIzEzeNINTIgy ALanalugin 3.60 ()

(Arc voltage) Tad

[4

HAUBIN

(Arc voltage) Tad
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WI9AUDNIN
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7171 3.60 anwduwLS
YRIULTITUNINNT D
funisidaauazaue
ypsmIAFaNYBINIILTaN
FCAW

i Elgacore MXA 100,

Horizontal fillet

- \/ertical-upward

FCAW. 2013

200
nszualidan (Welding current) wanuwds
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300

350

(n) ANNENNUSBILTIAUDNINAUMUVILSTII Y
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> o

150 200 250 300 350 400 450

nszwalWidon (Welding current) LL’rﬂEJLL‘iJ%

(9) ANNFNNUSYDILTIAUDFTNALIUIAAIALT DN
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anrnailauaina (Deposition rate) FuafilivdaaBnamafvseuislavzmaidonas
Tueneswazmelunianm Fudulnaezuanmizeiadu Alanduanue (kem) sanmstlau
madansnfingiudionsualiifengiulasfunlinfidudadulaeasdeiu dauandduy
5171 3.61 uazfuansmanFenfeulfifudehsanmstoumeadsuansmadonuuyldn
and (Flux cored wire) ﬁ]sﬁﬁmﬁi’jauﬁgmjﬁmﬂL%mm‘uLﬁumﬂéfu (Solid wire) fiuunaaIn
deuiiunazmnszudlwideniunailag Moniz B.J. & Miller R.J. (2004)

Sammatlouaagnauguinsgailouaia Taefifanisets dadeluil

o yadaiutloumadiaslfuniliigndeanazmanzan Tasdaslalfunnauuaiaianniiuly
inzashlimadesUng uasinmaiadoudiluuuyliaiae

o Fanlfnnaamnalaraspanimafimnzauiunnaanaulazeamadam

® 11911870 (Conduit tube) ﬁ]zéimvlm'agﬂué’nymzﬁfﬁwamﬂLﬁu"l,ﬂ WzasM AL ANTg
\deadiuiivesmaiien rl#sannisileuaiaia wazrnasasrsthadadaaduuagi
wnsanTUsNAYaImAEaY

o sunaanulavainlInszLE (Contact tip) 9faafivunafimnsanuazdasdunusiv

2NAANNIAYBIAIALTDN INTIZEINANIENUADANNNUGEEUYRINTTDUAINYUL TN

12
Flux cored wire
< 1.6 mm A
s <4 9 / i 7N 3.61
< v o ¢ o
% B Aolid wire ANNENNUSYRIDAT)
B 2 g ] 186mm osileumaiiy
— o
c = A
- Z nazualnionyeans
& o, P
=R {iton FCAW
] 71 : TWI. World
Center for materials
0 100 200 300 400 500 Jjoining technology. 2005

nszualvidoy (Welding current) : A

3.3.3 eamaiinuasguniainiaidioa (Welding equipment)
wignaLilna (Welding machine) filddmiuifuundaamdnumadaneindieaindoléd
dnd nrianaaldouuuy FCAW-S uasaiiauuy FCAW-G (Juiedaaidianyaifieaiuvie
wiileufuTfide wsendenilitunimasnndenuun MIG/MAG Tasdnlnajiduaiouden
sfianszudlnnse Ausesdunsi (DC-Constant Voltage) uafgaiiniadenldiniandonsiia
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ATTLEATI AINTEULEAIT (DC—Constant Current) A1MSUAIALTDNT AR A ﬁwﬁijm’jaumﬂﬁ
Ramdiuan Fuaspadounzudliasiinaiiduuuunioulasni (Transformers) WazLLL
NDLADI—LIULUDLILADT (Motor—Generators) Eg]”lﬁx‘lmuémﬁmﬂdilmﬁﬁm Miller Electric (2013)
ﬁumﬂﬂugﬂﬁ' 3.62 (M) waz (V) AMVAIA Femsdeauuuiaienamsadanldnnaiu
WNzaN Wy Madeumeaunilidnsrudlnifiisessufelfuuunene’-uasans i
fagiiuinalszianilindsnnihfuussudadudama vejusanuuuliigediudienny
gzaniumaadeuing Hugy

(n) wspsdionuwuurioudadliih  (2) irdesdipuuuuNeABI-LUUBLIABS

P = A o w = o = o (@
311 3.62 spadipndmsumMaTansndemaanldWand
7 : Miller Electric Mtg., Welding Machine, 2013

gatloumn (Wire feed units) (Hugnsaliiddndarimihfiflaudimadeuiialianindu
Tunuaseanaluaihnmades Taefiszuuresdeiumariofiainsannndeduain
(Wire reel) figniuiadeushesainas udduugamedonludviidon suanszuunalams
HoumalugUfl 3.63 dmiulunsdinadenuunssuudaluia (Automatic welding process)
sruumatleumeazigaiumafindndnduwmis ideaslineufinnezdindainhan (Guide
nozzle) 3ENMUNITLET Intermediate relay unit niiUSudnaNuAseIaIAEoNd

1UNANITHINIDINANTHIUAINLINAD

1
ad K =

szuumsruilauadanfenldnud 3 38 Fezinalnnstloumenmiisununuszuunstlau
MAlaNIaINalaN MIG/MAG muildna