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Welding Processes : Non Consumable

701 : Friction Welding Holland, 201 1 741 : Water Welders. Updated, 2022
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o Suazdnlafensanismadeunguiicansadenlfuuyludnainidon (Autogenous)

o Suasiinlafimdnuasismadeneendesrifuuasmadoseniniamuialnagu
(OAW azGTAW)

° :S'me’iﬂﬁ]i‘imé'ﬂu,aﬁ%mil,%amﬁ”aamm@humuLmzmil,%auﬁé’ﬂLﬂﬁm (RW uazSW)

° :'fuam’fﬂﬂﬁmé’nLLaﬁ%miL?ﬁaué’wmmLﬁﬂ@mmmxmiﬁauma%ﬁﬂ (FRW wagTW)

° §|,Lazl,i”|ﬂﬂﬁq1ﬂé’nLLa:Tﬁ’miﬁiauﬁ’Jﬂaﬁﬂwmam (PAW)

o SuandlamdnuasiSmadondeduaiamed wesnmadendeddidnaseu (LBW
wazEBW)
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“Welding Processes” #ildnanlflunndeunihiifunganlsinmaamaide
wuwaswazaefisdugeddidsTanzanaradeudndnlummwingdszanulansldaaiy
(Filler metals) Lwiﬁm%ﬂumL"‘iﬂui‘ﬂﬂun’sjmjﬁ:mmaaﬂiim%‘miﬁiaumeaamzmﬂ'ﬁ
awsadenlanuuuililanzfafusensdiuiioainidew (Filler metals) wazuuuililane
Aatulaeligaddmaanainden (Autogenous)TﬂEJLQW%ﬂ’]iL%E}NLLUUh\iﬁB\‘]Lai\lﬂ’JﬂL%‘E}Nﬁu
wzegeiitumsienlanzsmanuiuaienieuns fendeihTavzanmsenininjenasy
avaneveanigaatulanznulnadanuaniu Tagldnan msdeseaiaden (Weave patterns)
Husheliiunudaiuldduasdaduddelumsauaumnaanunieesuundon ns
donTavewuylidnilomadonil wuadeadldidnsaueunumy liyu liduamuuiusses
wwaden udszifuanu@snurasudenuddy vieuaSigsnsiuanuGeuiove
wwademienniliszneviududiugy 1 aeld Anudiutulies 1 snezdumsidenseney
uanfammanndaiuiieiuanuasnureaaiaddmeluiu WisnudensznauTans
wrinypstudeuend Hudy dokiu luunfhnaninssdinadesiicansadenlguuuly
FoudumadenifenlFouiu laun

1. naasAn1adenpandezafidu (Oxy-Acetylene Welding : OAW)

) ﬂﬁui%nm%auaﬁnﬁqﬁmuuﬁ"ﬁﬂﬂﬂqu (Gas Tungsten Arc Welding : GTAW)
NI TaNFIEANNGIUNIY (Resistance Welding : RW)

. NIINABENITaNaSNLNEL) (Stud Arc Welding : SW)

. NI MIdeNLEEANIY (Friction Welding : FRW)

s mMadeumaiig (Thermit Welding : TW)
NI TENF B3N WAEN (Plasma Arc Welding : PAW)

. NIINABENITaNFedLaaLe3 (Laser Beam Welding : LBW)

O© 0 3 O U B~ W DN

. NFINIBMsITaNMemBIanaIau (Electron Beam Welding : EBW)

4.1 mydloveanBassiay (Oxy-Acetylene Welding : OAW)
Hunsndinmadeswuunesuazmeiiodeanusounnnsunlnfve s iatfoimndiy
uigeendiau Tnsuiadoumdildnulnisslfiduuiaendiau (Acetylene : CH,) tnnzily
uwimdaudsfilindanuanufeugsiigaivsanm 3,316 °C SadsnnsaAsmadenii “ms
Fenufiaeendesirfidu” mwsadeanlénuuuidnamadouuasliinatadon Taefsuy
€1vsuazglnsaimndendinandduzli 4.1 Hunsndsamadesildanuduegeniioanad

awsalianldnedagiininlansngundn (Ferrous metals) wazlavzuannguiian (Non—

ferrous metals) MBtngNinsatsnasNazasuz@onzlanmtTINuIURaa NI
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wigiadadlinaann JauandunnmadeuerindslitedenTonsimnusienlfidonTans
wHuLavisarianna vidaTavefifigaviaenmaiiiiliaansaidendieisniseninld 3maideuil
Lifsudonnuifitiinamnn 1 mnsfinamesanuiousnnndadiuufanauiimmnsauas
gndes infnauiaaatissniffinadenmauquialnunsdon daui Sanumsdaudie
nsnAFlumAmnsgamhpvienusulaudladeunwiesdn 1 Iasemznumaanud

Tuinasnunszwalnin

tnaTaanuauldau
tNATAANNAUGT

tnadaanuauldnu

LNAINANIAUET

FLTIN—>

¢ OXYGEN
HOIHANUN T —

aeunaaanau
eufdosaiau—

A o d' =~ N
7N 4.1 gUnseluazszuNINMIINIUYBINMSEaNeanTazafiau (OAW)

a

741 : ADOR WELDING, Technical Newsletter, 2012

4.1.1 zﬂ?édﬁ@umgz/ﬁ sailunin Fanaaniasaiiau (Tool and equipment of OAW)
madenTanzdsufiseandesiduiuaiunmdesdiliasududounnin ud
Usznaudeiesasiiauazgunsaivanstudiu Taswiuanuasassfionafannmasidnyead
AanuauNnuidazaituuasnnuigesndiou Sulsznaulideginainsaia gunsciflaaiu
fuane wazgUnsaimadondineasdeavasgUnsaling 1 dedeludl
1. fufasafianu (Acetylene cylinder) iflufiusmuiafalasuidu (C,H,) Audnld
nnmathuaadenanslud (Cac,) wanfuth T@mﬂﬁnauﬁagﬂumaL?Iﬂumﬂuﬁﬁulafmmuﬁ
agluthiAamsnudfuiuufaeseiduiiuin nnturimsdaussgudnlufu T ludiaaue
Lﬁnmmé’uﬁau,ﬁmé’ﬂmmsmmﬁmzmﬁﬁuiugﬂﬁ 4.2 (1) Teivadeezanauingla-da

mgnamzduufanaalwldnededeaiiszuuilasiusuaneannsdlwéoundulignivdluda
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wingaldsuanuauanmeuen Sefeaiiszuudaniisde (Safety fuse plugs) WEonflaznany
azeuastdasuianelusaniniieannsszdinuesdi Uandsferinnlansaznivielanzau
ﬁﬁﬁmwaaumaw‘i’ﬁmé’?ﬂ*ﬁﬁﬁaﬁau,azﬁu{ﬁ éfaumﬂugﬂﬁ 4.2 ()
nmamuanuisezaiaudasegmeldeduanuduiiinnnd 30 Ueud/meiii viez1
Alandwaaarudies ufgezahauezliansadnviadesnmlilavdaaiuaulald dmn
RaunNgaiu 1,435 °C aetinn13ziia 1INAuanbaeAINaIY0uidaznauIIAINUAE
arriaulylFnuiianusulaiiy 15 vausd/maaia n391.05 AlanSu/mnausufiwes wui
TumafiiRsesnumausnuiaenafiusdinasiiianudu 220-225 Ueud/maaii i
anwausEaLildesdenssbaveufia mafiansaaanudestilédlasnmaihasszalay
(Acetone) uaziagingue1s 1 lalimeludanauiiarimihigaduuiaasiaiduuazinm
wdssnmwnsufaesridulimelufiusnuasdeslnasanuesnanauesasDasananld
nuEnuM@mauauiivad Tasdndind wieyegunsaliilifuuiaeziidudamdannlans
neandnsslililavenaunsnnzdloduiaiuufsesituwdnaiadiumatsznay Copper
acetylene Tpwnalitianssudald vennnimsdafiuvieaauiihlyfnueesdufados
wandsaunaEMwadenfionaiatszmeld viednafienneinrasanuseudaduia
Novyutla-1Tada

Cylinder
valve

Safety
fuse plug

Acetylene capacity
approx. 275 ft°
(7.79m?) at 250 psi
(1724kPa) pressure
and 70°F (21°C)

40.5” (1.03m)

Monolithic

S izzzzisiss,,

~
~
~
-~
-
-

o

Safety fuse plugs

(n) ANWUYDINIVTTYUTEDLLINAY (v) AnwaYRIaniisne

J o e 24 as ﬂclu = L
3U7 4.2 anwazypansussuidasisnauwazszuudaniisne

77;‘(/7 : Acetylene Supply, Halverson CTS Newsletter, 2012
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2. faufapandau (Oxygen cylinder) pandaniluuiaflifaliuaduselilnga
mahlfunmadenesrimiddsliidanswlnivisiaaliduuddezaiay udass
gampfianadeuiiganniiaansanssuazanelansld maumyvdafuuiaeandiauaszritns
Fansfanderiamnndafueugeiiliiazfuitnnanasgpudaaadui 4.3 (0) Taed
Uszneunditla-iila Hivhdsduandugi 4.3 () Teondauiulanenaawdasinudeanudu
19gefa 2,200 ﬂauﬁ/miwaﬁaﬁqmmﬁ 20 °C Famelundrnadiiszunda (Seal) Hoafuuis
Suasiifundireslla—iaufaiiedenald wasilarhmaedeuiedidanimuinasey
Hlaafiumd (Protective cap) myuiiniudaliFeusasdeuiadunninilasgunsaindiva
1 wazfudumadivanuieszmnlunisiadeudnde uennnivasfidauddl fouidesse
WhAUNITAANNGY (Pressure regulator) Tadaafinanasevilasiiduwuvvaedaidaldam

AILEAAIANBUzYRININATELNERILUUTUZUN 4.3 (A) waz (3) MIEIAL

SoTRTm——————

02617 =

1 BN

!
o
=
H
byal
il
G
Q
¥ (R) NNINATDUYULATDUENY (1) nunaseusneldn
f—
J e o 24 = 1
b 31 4.3 ahwarapsdiusuideanduuazginaism
©?

o o - 71 : Ninebo Meilin Gas Valves Co.. Ltd. 2020
(n) MWITUNTDDNLIU

3. gUNIalNINIIAANNAULAE (Pressure regulator) nssianaileveandesaiaud
anuiniluagniafiazdaainnnsiaanuduraufanufsesoiduuasufaoandiou a4
dmsumanIuaNIzauANNAuIBILiduaineanIlFny wazlddmiuiaszauiuann
furnsufafimdeagmelufisnuaguiifouden Tilaelndudisduanudursufiald

NUAINITTAUANNINYBILAEN8TUAILTIY AL 1 1NTINKELNTA (Gage) NTH33dBY
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uwANANRUMNTEAUYIANNT NI dazfifuLazuideanBauduandlugii 4.4 uasd
neasBaveudasgUnsaifasialuil

o 1n93AANNFUGS (High pressure gage) tuinafilidmsuinanuduaudafiognelud
vInuiadasdisduausiuigs Taemllinailifaanusuuiaessiduminiainldgaga
350 Yaud/manii dnunefilifannushuuiaeandiauialdgegn 3,000 Uaus/mmaiia

e LNIAANAUAT (Low pressure gage) LHuLnafiliidmsusassiuvssnnuduuianin
saninlinudaihusuiidadhiuiiden Tsnunsaiaanuiureiaesriaul fisdugga
30 Yaud/maniiy wasfulfnuianudulaiiiu 15 deud/mnaii daunadmiuiaanusy
vnaufaoandiauaanaialdgaga 400 Uaus/maia uasdfulfaufianusulaiiiu 25
Uaud/mnaii TnetadenannsarinmafuanudulyiFnuauanudesmatensy

MyuangTuANAU (Adjusting screw)

NATAANNAUAT  LNIIAANTNAUL NPIAANNAUAT  LNVIAANTNAUGS

' / P Y] oJ A LY PR @
\A%BWQL‘N'}VI’JL%QN VDALY TAIDIUN T —>

(n) tNIaANNAULAdDzLINAY (2) tNIaANNAULAEDNTLIU

7N 4.4 (nataanueurBLidaz IniaunuLidaan ey

737 - Harris Industrial. 2020

uidesirifuuasufasantianiurasnaiidedlnarurameswomeidominlig
Widow Tedhaadenenezdinarlianuiuldnureuiaanas doiu dadesdamnude
ANNeNIssEeLdaNLiiafivzanunsalSuszauimaresanususialdunnigane iy ng
o Taeldinismaassmanuduiusyssnnueeesmeioniuszauanusuldoui
wnnzaw danansluned 4.1 azdiulddauiniesezanueesmedantiinnniy
anusunaufanelumedenfidesSufiinaiardusiugdiuau daiu §udullfae

Wonaszdesianueipeigarimazmld Wy nnueusnsed 4.1 aziuldd ddeanms
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anwsiuiivaiwidian 1 Yaus/maaia mediausn 10 Wo Yfuanudufinaiaimd 1 deud
mmain BeemasiulaiiFeuulasudihamedaneninniuia 25 e asdasfuamnasiuiiinaia
g 2.25 Ueud/mnaiia venand fifithissesnnasesmedenilvadunieidnag
viaUfiamadealuiigasilianudumelumedeuiafouuios

‘J L2 L o [~ > \
N1379N 4.1 ﬂ’J’]NﬁNWHﬁ"UENﬂ’J’INﬂuLLﬂ ANUANNYNIVBE BTN
771/ 7: Larry Jeffus. Welding and Metal Fabrication 2012.

1 1 2.25 35 4.75 6
5 5 6.25 7.5 8.75 10
10 10 11.25 12.5 13.75 15

wnewme : Mmadeanluanuigniudanmslnauszanuauziianisuisuwlas

4. @endouuazione (Welding hose and connection) ndeidanuwazdiananig q &
anuddamnduanuasaseluniaden mnznsnisnsiievsendezaiiauaziendes
U ufadal unduuid wasdassausuadousldd medenuasdadeddasinsandentd
wazarnaeulvigndaawiug dineazdaadeluil

o Loy (Welding hose) SidnwaJuriaenarimihiiida figandaussgludaiagin
dan e umnzaduniafaliuazianuiumedonsdasiianianges

— NuABLSIAULAR

- femuiiangusausldd dewazazmnlumaiafouazrimaden

- livu§Rsenduuianldides

- nugansgnindainuaawdlda
Fanauiadinaniduressaedeninsdldesnuuuamadenliidnwars iy 3 4u fudag
Tugufi 4.5 (n) Ao
—duuan — vhnfageaifianusaush fanumiien Teaduiuiivge

Y

- uNa1 — M Iageenianuui ualanudanguei

D

—dly — ManTageunianuamusaaNauwia i Nmm‘ﬁmmn‘nﬁm
?iamsﬂsxnawmLwiaz%gumaammqﬁ]:mumﬂﬂmLwammmﬂumammauﬂqwmLLﬁ”ﬁ
Tasanasgumedenviderosnafiiemdanlfnuiuiion 2 uuy dauanalugii 4.5 (@) uas(a)
Faeezaiausenuuuuduns duaessnfuvesnuuuiudidemderntu duil
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1. wuUEBLAe (Single welding hose) Liumeiianfiuenannainiusznitameyns
pzirNAuN I 8YDIDBNTIIY
2. uiuaeg(Double welding hose) umeiTouiimevainzaiduiumevasoandiau
agaRAN
miiauasdonuavesmedonsandozafiau asliismsinsunaduiaudnaieess
Melurpaioesdeainansauna Wi ¥ua 3/16 99 (4.6 M3) 1/4 517 (6 WN) 5/16 517 (7.8 W)

3/8 117 (9.3 Ww) ¥i® 1/2 17 (12.5 aw) (g

<«— @guNappNTLIY

(v) UL (Single welding hose)  (R) 4UUE18E (Double welding hose)

< = o o = = ax
3‘1]"(] 4.5 I NEINIUNITIDNDDNTDLLINAY

77%/7 - Harris Industrial. 2020

e ia@a (Connector) Lﬂuqﬂﬂitﬁﬁiﬁﬁm%’uL%amiaﬂizﬂau%yudawha 7 N uYes
ssuumadeNeandeziay tieliamnsaldnuldzrhannnTanenaandaaringy sl
MufAefuufdezisfiduuasufiaeandou Rrnnnlansnasuasiesri§izenduuia
auafiau fadefildnuiudseneudie 2 diuddw fie

1. 1 (Nut) Hanwazmeusniunnimdsy Sundsregiululdgiviivide Tasld
dsznauindudmuginsaiSuanuduuasduiaden dladmduuiaoenoulsiudnys
A9 STD.OXY dusiindmsuufdeziafidulsznudnusend’ STD.ACET lagiafldivuie
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pzfiduazuInsasnsinanly tievenidudadndindunfemyuing diuiinveudd
aanTauazlifssanniieveniniundemauan

2. fidiTla (Nipple) Fanwazilugnsinszuendanagluguein diutaisniasd
sUMaGmuazuduesuielfadinnuamedenTiuiuues 1653w

H1ifa (Nipple) Hu1ita (Nipple)
¥in (Nut) UM (Nut)

v
J dyennNTglau @ : ‘
-

(n) Yodedwiuufaezaiay (1) deredwSuuiaeanday  (p) n1slinudade

AepLLanNaY

FO9U1N

IJ k24 ' ° et -ﬂ' as
jﬂﬂ 4.6 ¥9ADENIUN VNN TDLLINAU

7%/ - Harris Industrial, 2020

5. vidouuaziafinden (Torch and Tip) Widewwianasudouuaziaindem iy
gunainUsznavegiwiudlianuddynnisnmiasmadeneendenaidu Tasdaasdaiin
fumedauwdnhmanauuialuiaus (Mixing chamber) fiaufiwsaanlugifinidondiagn
TnuduSunmlniden Tasasldndnimeasdoavesidonuasiiimiendasaliil

e WLTaw (Welding torch) LJuginsaiiid1dgye 98sTiaunensaiendn “nofaden vie

nazuanden” laeddiusnaunaniididyaanaaslugii 4.7

VDABDLLINAU ’J']é’(lﬂ’]‘ljﬂll

NG

ASTUBNLTAN

J v LY 4 = as
31N 4.7 drlsznavvasiiisueanasamau
71 : Wel Cor Supplies Inc. Product Catalogue Industrial. 2016
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Fufinnuiudihufgeseiduiduiadomddloudmdumademiu Idnnmmaa
NNLAzDIMLTIaLREezITAY (Acetylene generator) Tagasa %aﬁmmé’uﬁlﬂgamﬂﬁﬂ AUYHA
ﬁ"lﬁﬁnni'fqmﬁ; uitdesafidu (Acetylene cylinder) 119A5338n 31 “Sad15e” Taiszavanay
sufidauings semaiunssilouniaessidudngiidendisduanuiuiiuanseiy a4
ahenideniaansasesuldmusziuresausuuiaiu Tnefivden 2 wuy fe

1. WdaNuuu¥ada (Injector type) 1uridanfinmzaniunsldufaesafiguan
wansniiaufaezanduiloudhgiidentanuduaauinem Tagidenuuuiisadiles

EY)
]

sanuuulanaamelulisanduuiiiianuiuginaiu uazanudwasmslnaiashlida
gaanmagateufaeziafidudnlde lnadhlysusmiuludesanuianausanligdamingin
dlow mnanisnpazvesEeNL IS aLasduszney ﬁmﬁmiugﬂ‘ﬁ' 4.8 (n)

2. ﬁ’;t"ﬂaml,uum’mé’uﬁma (Equal pressure type) \uwadonfimnzandmsuns
deadl#Suniaezafauiitlouandusmn hflanudug Tassanuuuiidaaliansoyy
uwiansaasliianudueiiuuidlnadgiosauuiaudlnadaligiinidon fawan

£

anwaEzIBIlaNLLIUENgauazdIuNaY Aananalugi 4.8 ()

4 a
MNNIDDNVLIU sfada

LRI GEY VNGRS 2ONTLY

N&PINAY

NN

peLafiay
(M) MI@ONUULRIAA (Injector type)
NN
Yippaniau 2anTaU

WSS

" INAYIINN naNaNwid

vieazhiau 7 ndrma

L

Wiwiden azLImau
(@) ML TDNULULANNAUENAA (Equal pressure type)

7N 4.8 wllavaidpupanTaz oY

77;1/ 7: M. Vural, Comprehensive Materials Processing, 2014
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o sfintdlon (Welding torch) Lﬂuqﬂﬂiiﬁd:}uﬁmﬂqﬂﬁiﬁﬂizﬂamiﬁﬁuﬁaL%@W’%ﬂ
nefudten wanfuremeieudanaundandudusmimuafiamasaz Bnassdarly
dielimnzaniudnsaryainy iwdeuilddenld 2 uuy fe

1. Fafinuuuduiden Minwooizduwuiud ereneasedaindgiaednt
nszvendanfisamedioanden é’auﬁ@ﬁugﬂﬁ 4.9 (M)

2. FfwuuuLendu FRnLULHR 2 Tudiu fe Tudiunslameuazaselay Usznauwi

menulaaldfindeudminhldszneudhiuiidieuvsensindey awaalugin 4.9 ()

—_—

(M) WD NULLUTULRAEN (@) Windanuuuwsny

711 4.9 siieasvniindenvasinidonsandeziaiay
77’:117 : Harris Welding Supplies, 2019
6. gUnTaifiddayAu 4 (Other equipment) uanMNgUNIEifina I ud L TigUnsal

du 1 Asndulusnumadesuisesndeziaiau ldun

1. wiuadouuiia (Gas goggles) é’mamiugﬂﬁ 4.9 (n) winandenuialfdmsu
flsfumiiinmnnuaadeunieaindon Gifeslauauiadsmomealdalusaramld ms
\dannszaniaudnsasuasdiaadanlfimnzan v toud 5-6 MdmiudenTanzusiumun dau
taudiues 4 Mdmsuukuu Judu

2. gunaaigalwuia (Spark lighter) fauansluzii 4.9 () Hugunsciawzfisanuuy
Hddmfumanliiaadsmeliinhliyauiailmesesiiiniden svesginsaesite
Usznavdnagudnanmerssndmia Sndumillznoudisunuduamely ualuded
wnumannaniiiandensly valdgaulanlnanlimevesifinegvisnndeszana 1 i
uwigzgnildesuazagmeludhesnunilahsliifenmmamialdie delifedulfunudm
piuuramdnuasiiintszmeli unududmansoosaudeudsndenislfunsnidnmse
wazunuauNall

3. gunsaitlasiulwndy (Back pressure valve) sananasluziii 4.9 () (ugunsaliild
Aafufikdaufdesaiau dufesrifuuuddiinsianiusuummneuiauuiaio
(Mandifolded) nanulunavazgielalduianse lWfounaunnszrninedandnrisanasnenvans
Jou melundaarusspls nn 1 Al lfnudamnageussdniney
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4. Nanunialnadion (Check valve) éfmﬁmiugﬂ‘ﬁ 4.9 () MéWesnunslva
fiounduseanfauuuiiazlznaudafiindensuasuresiidenteutsneudniuiadaues
mendon Waufaiuanaamemedaumelundasdugnuenanaiin uasgnusaiaslyiu
aUi uidasiugnueauazaFudluluiden Srilanuduuialnadauduanuiafaee
aiSsugnuaanantagnueenuialicasadouduennlila

5. gUNsalMANNAZD1AWITN (Tip cleaner) 719 LLﬁmTugﬂﬁ 4.9 (9) Wuginyeildvin
anwazaaiafin fdnwazduaianandudn foadenuaslufsnaduiugudnanssia
Thanuazaiagifinlaei lirlyiguesihiinuenslngiiu il Dugevitendy Tudazye
sefiduuveadumIalaiiim wu 22 w13 v vide 9 w1 Tusu

> 2 Ao w A a ax
31]7] 4.10 E}ﬂﬂiiﬁau 1 NENAUYDINTILTBNDBNTBELINAU

77:‘1/7 : Harris Welding Supplies, 2019
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4.1.2 warlWmanFaupeniezaiau (Welding flame)

madenlansdnauiadamdiiuuiaeendou awnsadenlfidemaddnae
sfialdun e (C,H,) Tsiwy (C,H,) Twsfidu C,H,) wazufiasssnmd (Natural gas) Taue
azafinvzlindanuanudouiiuanansiu danaadduased 4.2 Tasthadesassadanld
sEauAANSaumNANNTzENTUsnsazsasnulnszaNInueslanz e T
uaneneiu Taemludealfufgesafitu indinfnuanuiouiinunsanssuasmelaneg
WNd 3,316 °C TedadrurspziaiauivesnduuiinaniusmmsalSudadulduadizmne
anusausaiy wariideGenuar il duaneeiu duanduased 4.3

MTNN 4.2 ‘liuﬂ“llﬂx‘lLLﬂﬂL?IﬂLWﬂﬂﬂLﬂﬂﬂiﬁLLﬂzqmﬁﬂ“NQQq{ﬂ
77;11 7 Larrv Jeffus. Weldine and Metal Fabrication 2012.

2NTLAU (0) + pLafiau (C,H,) 3,316 °C ¥i3m 6,000 °F
panBau (0) + lusiwu (C,Hy) 2,500 °C 38 4,600 °F
panTau (0) + lalasiau (H) 3,400 °C 39 4,300 °F
21N (Air) + azLafiau (C,H,) 5,500 °C 38 4,600 °F
21M# (Air) + Tsiwu (C,Hy) 1,750 °C 38 3,200 °F

= o a 4 o ax
719191 4.3 szavgamglveaailvvesnadenuideaneziufiau

7147 - Material Science Engineering at Tvasta Manufacturing Solutions 2017

0.8/1.0 Carburizing 3,065 5,550
09/1.0 Carburizing 3,150 5,700
1.0/1.0 Neutral 3,100 5,600
1.5/1.0 Oxidizing 3,427 6,200
1.8/1.0 Oxidizing 3,482 6,300
2.0/1.0 Oxidizing 3,370 6,100

25710 Oxidizing 3,315 6,000
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n. afiavaalWideneandezafidu (Type of Oxy—-Acetylene flame)
nndnwaznufiaeiuianusdureimislindanuanudeuiilivhiu Taawmz
aanuSoutiialilanznasnazans Taemlazueeanld 3 viia Tagdredannunanud
imim%yamawmummﬁauﬁasmﬁaaan%axvﬂﬁﬁu Rafael Lucas et al. (2021) A

1. wlman vieilmaiylsd (Carburizing flame) (fulandenifiinamiveunn du
wWanfiddadiuBnaweuiaesaiay (C,H) fwnniufgesndiau (0) Tasddnsazilad
Hunme 3 1w Tadauuenidnsasdunlaenddudonsaunaiulu Falanueuiy
AFmilaealaiiuuen ﬁLﬁJm%u‘Lu%ﬁqmmﬁﬂixmm 2,800 °C maenlwndivaalailnaziiia
manandauiaesirifuagiiunil SamnsdmiumadenTansnuiidgaamadini B
maasueuiAnaivedan: warlideusiiadimnsfumadoulansilaldsmanman
(Non—ferrous) igasnsldgamainasnazanslaiganniin iy madenTansogiidieunas
sgRifleunan madenTansunniiBeuuazuandideunan Mudanulsunanmaianiud
(Brazing) n1atdandsiarlvafiafiliarsufianuluiiduernia inmzUsuaveufia
pzfidufinaundnsnalfindunne iiamagninitulufiemeadsy Snsasvesmlwaiiodl

Apuvuduandluguii 4.11 (n)

2. warnans waetdaitiania (Neutral flame) Li“JoumLLUUﬁN@amaqﬂ%mmm%vauﬁu (C)
aandau (0) WumWildgnndadiunaurenBnauidesafausuuigesndaurmiui
e 1 : 1 maenlndiauysafaslsznaudeailil 2 4 Aululunneam sesinan
Uanenaieszana 3 w. axlgagiiazana 3,150 °C dinthluinTonefiilumdnasnany
aranefutionaavadeinden deafusanzlduudesiianuazein waziinnuudouss
walwafiadnsdmiulflumadeuwasmadalonsldd dnvasveadailwafiafdlsuuy
sauaadlugUii 4.11 (@)

3. Wity viawaeandlads (Oxidizing flame) FunlarifiBnaewendoumnn wan
InilgnndadiunanuaSnauiaesaiduissniudaseniou dnwazvsaallwasd 2
T wailufumslnnouasvedy sunnewaiuuenizifidsnmnihbu waild
pamnfigefienlszana 3,480 °C iarhmaidanasinumeliviaasfinlinsfusaninan
UanasnazmeAsuiienn vanaarazaeinasemelimnzfivzsiluidtunudenTans
widn innzmanlndliauysaiedeenfaunauvions uazeandaufazduadduiiamin
Wuwndenne anuuden waismihliifunmssalanzuiuun nvavssdmlisugn
Tugufi 4.1 ()
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wWaran  wWoezwhiau nvely  iin
(n) wWaaa vistaimiueunn (Carburizing flame)

Wadnan Uaewy nely wfin

(v) Waanans vseumaunazesmIueunuaaniau (Neutral flame)

RIS RISTEY Uasunay nelu  wnin

(®) e viaateandounn (Oxidizing flame)

= N 4 = aa
7N 4.11 afiaulmlweeimstienesndaziaiay (OAW)
71 : Rafael Lucas, Welding Research—Welding Journal, 2021

v. nafiamaiensandesiafiay
nsiienpendeziauiiamnsarinmadenldniuuizmsivain (Filler metal
welding) wazuuLA5TlaidaaAnaIn (Autogenous welding) Tuvuusnazl@unadaniifiany
uusganiuuunds Tasmadenlilusgiudnsusrnsnu Mudadnsuzaasnmadond
Lmﬂ@mﬁummﬁmmLLunTugﬂﬁ 4.12 (1) waz (¥) uonanil salinadanmsiauresiidenlng
Tuagfuanumnadiunu Tinaianadeuss 2 uuu Ae
o inafiansidenuuuiduiadenluneieile (Leftward technique) Wini3endnata
1 Fore hand welding (fumnafiannidesiilimadosnimidarlniden Tnemadeuasde
Bawsheiiorn uirGudesanmanielumdeiie BEmadenuuuihsgadsanasouly
vedndinmniianseuasiausanlinnimihuaslanzau Tahadeumansofiasiiavie
aafminamasanadouiitanasuazaaldlasninSuyuraniindeuiuliunu nande i
daamrantfnuanuseulianyaiifindauns hyadasa) lunenduiuidaaniaia
naenufauRliiugaihindendiu (haunniv) dai iEmadesuuuifaninsdmsy
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msdandunulaneinun iy 3 Hedwns videmdsadandunuinnuniudearinnisuin
i Taeyneesnrnlionuasyniilionazdesniuguliegszring 30-40° waz 60-70°
MNARY AauaasanwagluuuyeIna@enlugin 4.13 (n)

o mafiamadanuuuiiuiidenlumaemile (Rightward technique) W3ai3endnatig
1 Back hand welding [hunafiamaidiouilyimadosmumdndmilniden Tagiadoesie
wdendeiiorn uirGudennnmeneialumaniie Tasaaulvialwyaly lufams
antuiwiufiemeassmaden Amadeuwuuiiionasussmens ligaidaanuou Juvane
dmfumadestiunulavefivuniiu 3 fadwas 1l Taeyuasmadonuazyaindouazdes
auanl#agTEnIg 40-50° uaz 40-50° muaniu fnaasdnsargluiuansmadealugi
4.13 (¥)

C =

(n) Genuvulaiumadon (¥) WONULLULANAINLTDN

] - " a Y a = P~ A
§1J°n 4.12 madeauuuuliivaiauuuuidvainvesnsdisveandezanion (OAW)
77;1/7 : Larry Jettus, Welding and Metal Fabrication, 2012

Aemensiiioy NANINSLTDN

Wanlumedheile (Leftward technique)  iioarlinmaaniie (Rightward technique)

J a a L 4 d' as
_?IJYI 4.13 L‘Ylﬂuﬂﬂﬁmu‘ﬂ?L%E]N‘Ilﬂx‘lﬂ’]ilﬂiim@ﬂﬂ%ﬂxL"}J‘ﬂau (OAW)
77;%/7 : Larry Jettus, Welding and Metal Fabrication, 2012
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a. psdUszneundnnlumsdiousendeziaiau

Larry Jeffus (2012) l#nan5lunisideussufasenteziiay 1ol duundeni

o7

AANNMINTIFBINITHURBIAILANBIAYSzNDY 4 UsznisnanfidiAgligndeuasininzay

@

4 [ J [ 3
pardsznauasnan lawn

]
~ v

1. P3aanu3aungnéad : T99zuagnUANNTNYBITUNUKALIUIAYBINITIN

Eh)
[

Fonild grunuundeddiiniifaunadn uadgrnumndadddnanddsnalnaiu ey
Souilddaalimniiadoniuly nande SfesduliazRatumlansonlivaasazas ud
fanniulimugumamesuaemeenniavasuaemeananggiunudauled

2. szezvinnpanmeal | anevesladlWalsiiszezviniegszning 2-3 idwas
fufatuau Taegasr i laildnnewm dlududaiuitunumnzesilianysouanas
a$atenaevarasldenuaziiaufan 1 Wldmusiduih Tansludenasnazasldie
anuFaugigavasminazegiUmerainnewalwuazanniiios 1 aesisesnmens
TWwnau wiieTaannin

3. yuiafinidenuasyuaitaden  yuvasinfindenuazyuaiaionazdasd
anndusiuriavessesdatazmunitlumadon TasezdeuluGes 1 muanumnzay
fudnuazssmuniaidey

4. auBuazmaAuuden : neanuinarmaAuLLIiemsaefindend
anuduiusiutuanumnedlanguny sineade wazmunirinden Teiinalagasiy
YAYBILUTEN 1y Fasmsuuadeonfiinuauudyy viauwaideunhauduuuny e
awauldlasnmsidudefindenluuuudig 1 duanalugili 4.14 Tednfeniiaiuns
muauanulumaden

1. maLdeveandasaiau (Filler rod)
madendisuidesndozaiduuuuiinatn dulnadunadenlanziianumun

wEINNIRaTY (Butt joint) visadafafl (T joint) aidpwazdeadanatadeniiiulanzaiia
weniulanzau Taemluduinnusudharadesitesldiu wild 2 Uszuan fe

1. madendszianidulansndn (Ferrous metal rod) didnnanupIsIgrantiy
%é’mmzﬁmammﬁu i wﬁmm@mauﬁﬁ‘ﬁﬁmmi LU 519A13UBY waanild Tanau woas
Woanwasa (Judu

2. madendszianiiduTavzlaldman (Non—ferrous metal rod) 9z1ddwiumsiiay
Tavzdman egfidien nouas neandas Hudy Tasmadossdoadulansafiadieriuiy

Tanzaunidiay (Base metal) vauznilionadudasldnand (Flux) sandgivadiglunisiiva
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Uszansamlunstszamuiielanzlaa
MILARN TN TINADINIITANTINAUNVIUIAYDIRINNTDN ANNAULAE WazIUIA
YINIATON AIULFAAIANINENAUSTUA15197 4.4 TB1DINVERNEN MWC (2014)

NAN19N13L T8 (Direction of welding)

= P a
Auinanuu@iey  3UN14.14 inafians

\\ \‘\ \ \1 \ \1/ deindonyanms
P,

mMydelanden  BNEBNTRLINAY
7 : Larry Jeftus,
AANINsLTaw (Direction of welding) Welding and Metal

W /ﬁuénmmum%au Fabrication, 2012
'E ?i if E; Ea" §§ i"/ﬂ’]iﬁ”IElLﬂﬂ’JL?dIﬂN

fianensidey (Direction of welding)

/ /

. :
@uﬂﬂﬂTQLLu’)L%BN

mMsanelantioy

A £ L L v ay a'
719N 4.4 ANVFNRUSTBIANNAULAE TuularsLazIuIAaIALiaN

773/7 S MWC : Maine Welding Company 2014

1 1 - - - -

2 2 1732 0.8 1/16 1.5

3 3 1/16 1.5 1/16 1.5

4 4 3/32 24 1/16-1/8 1.5-3.2
5 5 1/8 32 3/32-1/8 2.4-3.2
6 6 3/16 4.8 1/8 32

7 7 1/4 6.4 3/16 4.8

8 8 5/16 7.9 3/16 4.8

9 9 3/8 9.5 1/4 4.8

10 10 7/9 11.5 3/16-1/4 4.8-6.4




nssu3sSmsibou : nauluiGivasaibow |213

4.2 madeavarinisaay widLUnNA]N (Gas Tungsten Arc Welding : GTAW)

81989913 CK Worldwide (2017) fil#nanl¥31 Hunsniansidenfinanndsganuan
yumsianuiaeandoziaiay (Oxyacetylene Welding : OAW) Tasgnafiufildanusouain
M35 NYBIAIATIIEAY (Tungsten electrode) unuilauddeandesaiaunaziuiaiosme
Unaguianasnazay Safida3undnagnein madenfin (TIG) Fa8a3197n “ Tungsten Inert
Gas” uaglunouglalunssinadiiadendnacnain WIG Tetioanan « Wolfram Inert Gas”
Tugausn 1 wlfufadifon (Helium gas) (Huufanaguisiide SenauriiaufiaUnagui
Heliarc (Helium Arc) %38 Heliweld (Helium Welding) TneZafilfi3aniduinasgiuaina fie
(Gas Tungsten Arc Welding) fieio GTAW ¢ wanItlagUNInlLaITUDNIINIMNUYDING
Wonaniniisaauuianagu lugii 4.15

Flowmeter
and
regulator

Inert
gas
supply

Torch

__‘_,(‘_‘ i @ @
,' 7

, pedal

/7 fine m
/" contro G“
(opticnal) 4~ A Electrode |
« 1.1
[]
| |

Alternate

to qvmn Power source

o Water
\ cooler
A}

Y

lead
1

Bsse Tungsten
metal electrode

Workpioce lead
Y

| ° A o I°g
UM 4.15 gunseluazszuneImsmauesImMadanesniidauuialnaqy (GTAW)
7 : Halverson CTS, The Gas Tungsten Arc Welding Station, 2017

4.2.1 isz‘lJﬂ']iﬁ']%ﬂLLﬁznizLLﬁlﬂLﬂaN (Arc system and welding current)
52UUN198730 (Arc system) Miller Electric Mfg. (2018) ldagunaliludiinvanis
dowl3i nsnamadeniin (TIG) Lﬂuﬂm%mﬁ%’mgﬂuﬂmﬂwaauaxmaﬁmﬁamm%@u
MNNNID15N rimeiideuiiuaulanzileaisienasnazats Taedeiuiisna
amsaninezlduiaioe (Inert gas) ﬂnﬂquu‘%nmm%m?uLﬁm’jmﬁummﬁmﬂuaﬂLﬁwmﬁw
Ui s Tansluenasnazans 1y uidesndou lulaseu wisanutulusnia dad
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Ufisendiisendy eandundu (Oxidation) ANM3auNAaIUINNIINgINLREINad 1IN
nasvazaslanziu lasaranianulinasuazas (Non—Consumable Electrode) 9241
] =~ Y a £ v £ o J d = § di
Wuleedrdanainuauiou fuanidnyuzaddlznauwein1sensnlugln 4.16 Tie
annsaunnenazanudutioneenarmenynIpenaduniadaing speaaIwAYL LA

iensmiviliislavsAniuegeanyseol

Tungsten electrode 711 4.16 wdnmaues
Welding torch WanpINNIaLAuLia
Unagu (GTAW)
Shielding gas

77 : Flight Mechanic,

Molten weld metal Aircraft Welding, 2015

I I I/

Solidified weld metal Filler wire (hand fed)

Tumalfialasuunmaiiamadeslidaduessmadoninli 3 uuy fie

o nafiamadanuuvliiinainidan (Autogenous welding technique) iumadoniilfiile
Tavznuzasiansenasmenauiniulagnannmaduislanzanmevsnidnly damlng
Humadeunulanefivn fuundonsu liyu uimnumesnuliniuanuudausme wiwn
an {?ﬁLLﬂmgﬂmemmiﬁiauiugﬂﬁ 4.17 (n)

o inAfiamadonuuuinandonsiindeiulansau (Homogenous welding technique)
Fwnaiamsdeufidadilanzanmenenifudilysmivienasnazars dreaindon
(Filler material) Tngaadondndulavzaiadetuiulansan manzduanndenTanswund
dasmaanuuiius wnidaayuussidnsamaaizauiadaunieuiuiulansnuiiden
(Base metals) é'faLL’dmgﬂunmmmiﬁaﬂugﬂﬁ' 4.17 (V)

o inafianadenuuuinaimdenmeaiafulansau (Heterogenous welding technique)
Hunmidesuuuidumadendnafianis TneildmadendmaiaduTansnufiden waufies
shauudipaifaniuneguiideans i dasmsmuaudumaniivesuuidew Wisaunia
nenavdavszansmwussnindewse Wiy avuannlumadenTanzausnasdia (Dissimilar

welding) fauansgluvuasmadoalugii 4.17 ()
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sruunszualnidon (System of welding current) yuaumadenfinanansadonTdnszualv

Fould 3 wila AAannuddInuzBATauTaumaTayaed Larry Jeffus (2012) fail

1. nszudlvidensiinnszudnndiay (Direct Current Electrode Negative) DCEN

2. nezudliFenrianszuansedauin (Direct Current Electrode Positive) DCEP

3. nszudlwidonsianssuaady mmﬁqq (Alternating Current and High Frequency) ACHF
Tosusasaiiavasssuunudliidorasianalaasiuuanseiuy MagiBoudeulfeaudas
ﬁﬁmmmmﬁlﬂ‘lugﬂﬁ 4.18 warn319l 4.5 dmduneasdeadufuieiunszudlnden
vosudnzrfiafidenldasndnliluunGeudalynnunGeuil

wuvlaivaniioy CULLANSIATDNTUALAINY  WULLANSIN NG9

A o a § L v
jﬂ"ﬂ 4.17 ﬁ]’]l,l,uﬂmﬂ‘uﬂﬂ’]il,%ﬂi\l@’l%ﬂﬂ\iﬁmuLLﬂﬁ‘ﬂﬂﬂQN (TIG)
77;1/7 : West Country Welding Supplies, 2013

& & o =
NIzkAATNYIAY : DCEN N3zLaNYIVIN : DCEP NILEFAUANNNEN : AC

FTLE
THeAT 2HeAT
3 3

:
—

I HEAT

— ]}

5
?

POSRON

HEAT

Wir

HEAT %HEﬁr

wl=

IJ = a d‘ o v
3‘1J'n 4.18 L‘]FJEI‘]JL‘Y]El‘]J"lI‘lJﬂ"ll’fNﬂi&’LLﬁvLWL‘]]ﬂ?JB’]%ﬂ‘YNﬁLG]ULLﬂﬁﬂﬂﬂQN (TIG)
77;‘(/ 7. Larry Jetftus, Welding and Metal Fabrication 2012
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< = a P o o P o w
maah 4.5 uBsuiisuriianszualiidendmSuauumadoneinivaauuialnag

771/ 7:B.J. Moniz and R.T. Miller, Welding Skills 2004

o [ &
endANIALAULTIUIIAL

] o I'd v '
e Livvmeanlunszringmisn

e ANNFDUNTUIU 70 %
ANNSOUNNIELAY 30 %
elinviaaNaTALTNANNIN

o LUNTDNLAL

eaANIELAULTIUIILIN
©29900N [UHIENIN9815N

e ANNIDUNTUIU 30 %
ANNTOUNTNIEOU 70 %
eljnVinpNazNBTNANIDY

oL UILABNNING

eqanaaduLINLaTaL

eudnanlasszningein
nn 1 exslaiAa

e AMBUTITLOL 50 %
ANMSDUTITIEaY 50 %

elipnaanduantiunag

eunTaNn I uNas

4.2.2 Lﬂ‘%ﬂﬂﬂﬂuazqﬂﬂiiﬁmﬂ%ﬂu (Welding equipment)
?Jmumiﬁiaum%ﬂﬁmmuLLﬁ”ﬁ‘}Jﬂﬂqu Winmageniin (TIG) Uaznaulidennal
fiddauTaefeBann GSI SLV. IWE (2015) fasaluil
1. LisnaLTinn (Welding machine)

s daudmiumaidendin (Juedsadaadfiinesnuuulfiszuuanaige (High
frequency) waziiaIndonlus@ (Solenoid valve) é”m%'umimu@Nﬂwﬂmmmisuuf”mdaLﬁu
izrvIunadeniiiiiaesnlianuseugann Taelufl 3 wuy dafl

o uUNNUNBSINES (Transformer) (utadaadanitlouielniFonnszuaady (AC)

o LU UNBSNES-1sARYBLES (Transformer-rectifiers) (HuLAdpadonitlous el
\Fannszuans (DC)

o LUULAULUDSLILABS (Generators) YuMemaasnaaastnihawsailaudneldanse
TWnszuanse vieRsudemauaiaeud sansasslgndnnszudasaaznszudady Tnelnd
fealluiuiuiranuilifsuunszualnihse sy

ynfildnanum 3 wuudedu nadenansadenldouarmmanzanlaefinisanain
ANuEsaYBILAIadey anvazanlunislfnunuddesidauegiadunsldn uas
gunu Tagdndtenlduuuunsunesiuss (Transformer) Auuuunnunpiwes-tsadne
1885 (Transformer—rectifiers) tNTNIDANAEUTENT 12U iﬁﬂﬁé\’unuﬁ1 \FeaLrsearhautey

MANsIMINLLazazAIN AaLanImagraaIsTianfinwsangUnsel Tugii 4.19
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4 = -
U7 4.19 Laspatipy

wiawginsaldmsy
mMsdaNosnnagay
wiaLnagy (TIG)

71 : Miller Electric
Mtg., Welding
Equipment, 2018

2. ﬁ?LﬂﬂNW%ﬁNQﬂﬂitﬁ (Welding torches)

Wdendin WisadenifionFeniuin “Annesy (TIG Torch)” Lﬂuqﬂﬂmiwé’ﬂﬁf‘hﬁm
(Huduidasduiatuagiuanuiounnmeniagaaaanauneiiioy Usarmmaneiuany
fourasraunmandsufinfineuineg Sadeafinseanuuuindenlffisuussinsanusou
(Cooling system) tiatigananuidemevesindanfifinnnanudou Saldeanuuuidew
NszUUszINeaNNFould 2 wuy Ao

1. denfifiszuuszunaanuseudiein (Water—cooled torches) é’mamiugﬂﬁ 4.20 ()
wlifumadeniidgaimanszualiidoniigaiu 160 uenuls Tufnanudaugunn aania
Hesznsanseuldfnienma Samansadeuldodeiiios uasheaasanmainnseves
et fddgdeananufeuiiieduseshaden uafififedefithgsnmennaiafions
SupsruuihnniiliazanlumaadeudelUfinlufise 9

2. FudenidsuuszuneauFaudiea1nie (Air-cooled torches) ﬁmamiugﬂﬁ' 4.20 (9)
wlffumadendidesnisnszualwidongelaiiu 150 uonuu’ (Wufifiealdiumnndemwaed
dhminan indeudheszain quasnnie suulidudeu mansneanuuuvaidenldvanvans
vna Tagamsidanfidasmsldiunssuadontion
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WELD POWER
SHIELDING
GAS

COOLANT
TO TORCH

COOLANT
RETURN

(n) MTBNULLVIZBANNFDUAIEU (Water—cooled torches)

WELD POWER

SHIELDING GAS

2l

(1) WWBNUVUTANBANNTDUAIEDINA (Air—cooled torches)

P o A a o o % ¥ Py
UM 4.20 MI@euNNNNTTULSZUNEANNIDUAIBUILAZA LD INA
77.;\/7 :B. J. Moniz and R.T. Miller, Welding Skills 2004 48 Miller Electric, Equipment, 2018

dutlsznauvasiadlanfin (Components of TIG torch)

wngenfinddrlznounanidriay awwanlugln 4.21 Tasurazdiutlsznauiininn
fame Ui 81983913 CK Worldwide (2017)

1. 7% 88% (Torch body) udIua1MII0MITENEMTVIVTDYBIT N TDN Wazyvin
Wumadureauialnagy nszudlwiden wazssuuszinsanusau (W)

2. dhasey (Back cap) (udintmemuunrsmindiouininilesnululdudanalulya

L~ £ ] Y £ 9 o £ = & &

ponw wazdadumdreilaesulaildormeanmeusnluadhldmelu shassulinawuuehassusu

(Short back cap) waztuuH1ATAULNI (Long back cap)
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3. aIAN3ELAY (Tungsten electrode) Fnthiidmiumsainuasihenuseulyiauauie
NS NAZAY Tﬂﬂmﬂﬁaﬁmuhjmamzma (Non—Consumable Electrode)

4. uuiuANEeu (Heat shield) Wuduiiddnwar i (O-ring) vmihiilasiu
anaeunnmaeninlailwaelawlugdvidon

5. AUAIANSELAY (Electrode collet) {umauapAaIATIIEAY fﬁqﬁmm@gmaslummm %]
yosursaarivsay SsdnlngrinnTavenasunnauiiadainsaamialumailnihuae
thanufeudia

6. shfluurisantisaiau (Collet body) ugudariminituaatiaeul#auiuiudgy
@7 (Electrode collet) TnslanadunilsBiafaduiidondenden asnaeigiielfudiayn
agulrasanlugndaufa udilinaguienesnazas indelanznasunanay

7. ¥adaufd (Nozzle) iludnilmefioglndiutenasuazars imihfiaauauiianmanis
Inavdedaufanaqulufenasnasme fivanssUuunussnmenna udanniagamand
nuanadougs ldun wnfindg ui vie Faneusenlyd (Hudu Wdaufailitussunssns
amuFausheniasdiongmaldfoufieniuni

wudaufinldinseswuulivannansdnene: Tasauiulimnsauiumailulfnuly
Fnvaizeng 1 1w ufuauviadumisnufiidauen viieunauumansonyudfud e duie
safufudnsasnunulifinmeenuuusessfuiumdaufafiduuouduasuunen dudu
fsasnaidenfioanuunlnannaeamsaulugii 4.22

) <5> AIUAIATIELAY (Electrode collet)
\Q’ (4) auauanuiou (Heat shield)

\ <3> AIANIELOU (Tungsten electrode)

-

<

(2) thasau (Back cap)

(6: ATUAIANIELAY
(Collet body)
<7> mAauia (Nozzle)

<1> Fidten (Torch body)

A 1 o A a
3U7 4.21 dautlsznauapanidenin
77,;(/7 : CK World Wide, The Standard in TIG Welding, 2017



220 | nssw3smsibou © nauluiGivasraibow

71N 4.22 Ao uuunvannansyaImMIsen kUL NTIN
ﬁi/? : CK World Wide, The Standard in TIG Welding, 2017

3 paaTiaaudmiueI$n@an (Tungsten electrode)
aaaeuEeL et IsaudmiuLIuMsEdenfinazriming Wusesndudunuiie

autaraavazaslaadmvatnineazlivasnazats tigumaelansNianuiiganaaumadg
1N 3,410 °C axfiifieansdnnsalumuamnaaimsldanumnmgi ausnasgiuvesana
N13LT0UKIAIEAN5F433N1 American Welding Society: AWS (2017) & 1uunafinzniaia
fmaumuiuranesnglulansiaaaudiuandl Tuasei 4.6 Tasudosafiaezusndae
msdnUmereawimIaTsaaufanslugii 4,23 fahadendaufanataiaiauiignsas
mnzaniuriavenszudlwidion (Welding current) Tasdnfivuiavasaianaaiaulaliuay
annsadonldlunssualwiindu Janioutuniszuunszual DCEN nszudlv DCEP uas
nsvudl AC FuaauBauisuanuduiusvewnamaiaauivafiavasnssudlnionly
anT1aft 4.7

MSMUUATAEYBIFA 7 Handesnsilasiuanuiaaaalumsideanld innzusassiead
srapnuUV@ILRaNNIATIaIaIasdauniaanaTanaulunislday iy Waduas
(EWTh-2) winnzdmdunisideslanzindnndiaiueunazmannd3adiy wiavdden
(EWP) mm:ﬁm%funm%awfamagﬁLﬁm\l druniddn (EWCe-2) ﬁmwiuslﬁﬁm%funm%am
Tanzusiuung Tudu
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4 a L
MN919N 4.6 TUAYINIANIALAY (Type of tungsten electrode)
771/ 7. Larry Jeffus, Welding and Metal Fabrication 2011

EWP Pure tungsten GIVER
EWTh-1 1% Thorium added dndas
EWTh-2 2% Thorium added GIGR
EWZr 1/4 to 1/2 Zirconium added d %l”lmﬁ
EWCe-2 2% Cerium added fdw
EWLa-1 1% Lanthanum added dan
EWG Alloy not specified Taisz

0.04
1/16
3/32
1/8

5/32

71423 S

FUuvunmsuiasiiaan

AP UA TR

7"7;117 : The Publications of

the welder, Tungsten

Electrode 2017

P> v v (4 [ a 4
f1719N 4.7 m’mauwuﬁ'ﬂlamm aaansaLaUnUIinvenszud Wl

15-16

70-100
90-200
150-350
300-450

10-20
15-30
25-40
40-55

7"7;11 7: Larry Jettus, Welding and Metal Fabrication 2011

10-50
50-90
80-130
100-200
160-300
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MIAUAIANNELAY (Grinding tungsten electrode)

wennnmMsidaniinesmatiaauidasduiusivafiavalanzau afiavesnszudlndon
wasmnanssualniigaddfudniu masumanaauiigndasinanusudulidesluniiu
Tumafianedenamsainnisdumaianulanuuulfiaieaiioduaianoaiay (Tungsten
grinder) ﬁﬂmﬁan"’ls’ﬁﬁ’umﬂLWiﬁ:ﬁmmLﬁmmaqq Fafinauuuafiannm (Portable) dw¥uau
MAGNUBNENUTLAzLL LI ARARALT eI (Stationary) éfmﬁmslugﬂﬁ 4.24 (n) uae
(1) mudey dwsunsdifigudeiiefudeiuia :adendesiianudnnanne wnzdas
muaudeinsrsdiThnIdy daadismduuasfienemaduiignaaslugii 4.25 (n)

wa (2) MNAIAUS19DIAN Larry Jeffus (2011)

(n) wWULBIANAN (Portable) (1) LULBUARAAILTZANEIUNUA (Stationary)

P CY o .. .
3?1]71 4.24 1 AT30URINNIALAY (Grinding tungsten electrode machine)

77;1/ 7 The Publications of the welder. Tungsten Electrode. 2017

= L% = L%

(n) IBNIFURIATIEAUNYNFDY (2) NANNMIAUAIANIALAUNONADI

J ad L L 2 v = U d' v
j‘iJ‘n 4.25 IDNTAURIATNEALAUNIYIDAUIANENAB
77;&/7 : Larry Jettus, Welding and Metal Fabrication, 2011

MIAUVTDUTUUAIRIATRALAUILADIAUAINLUIBIVBIAIATIFAY LAANANTIEATNILUD
gmvziglinsdidenszudlvidiondufiemadeiu mldnsmuguisveesazasilaie
wmesnszudlnerinezian Mmussuineewudenldmudoans fMidumuuueense
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aenszudszliannane waziilonanlasaianiamuazuaninuasngadnlysnaa i
Tanglutianaanazaenmeduasulaniasn (Contaminated) AduadLSeUREUANHLVD
MIAUAIANIALAUAINULLIENIAUMNULLIYNTUGUN 4.26

(n) MIGUMIATIALAULUILT 51l 4.26 1 ReUTBUMsE LA 9

O ,(/ e

7131 : Winning Preparation, Proper

o o/ preparation of tungsten electrodes for arc
() NMIFUAIATIALAULUIVIN

g (‘ welding begins with the fundamentals

2015

wannnMsdumeaafignéaudimaimuamnnayussmenaiianuuandaiy
Tuaefiumng @ ypsmaTisiauuasicndgade sinveanszualniden nande nssudlviden
ianszudlinsapeeameaialaeyszana 30° dunszudliidonsiianaady nadiiana
0 &A= 1.6 Y. YuauasaeaInvzlszans 90° uAtauaYe 0 aia < 1.6 WN. YUALYDI
Umsmeaaznhannliuauwuunuis 180° Sunessmusaumemeianuasiinadonng
LLazgﬂﬁhwmiam%'au é’faLtﬁﬂqﬁﬂumsqmmﬂmﬂmﬂﬁaamuﬁ MNzaNYRILaazTlinnIzue W

Wwonuazyunglsieesesdanlugiln 4.27 uazldmunudninavesaiaiidiaunise

YuuMalionin Auwdaaalunien 4.8 Tasdadadayaues Roger Timings (2008)

D >1.6 wu. D <1.6 ¥u.

! '

et

(n) nszudlnase (DC) (1) n3zudlWaay (AC)

.J [ [ £ o £y (v
371J'n 427 ﬁﬂ‘]:}mzsllﬂduNﬁ‘]J‘]_]ﬁ’]Elﬁ’Jﬂ‘ﬂﬂﬁmuﬁ’miUVLWﬂizuﬁﬂi\‘lLLﬁZﬂizLLﬁﬁﬂ‘U
?7.;1/7 : Welding Design & Fabrication, 2015
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il o ' 2
M7 4.8 VUNAVBIUABAIANIALAU HNTIN wazdaaInszualniion
i World Wide, The Standard in TIG Welding 2017

1.0 0.040 0.125 0.005 12° 2-15 2-25
1.0 0.040 0.250 0.010 20° 5-30 5-60
1.6 1/16 0.500 0.020 25¢ 8-50 8-100
1.6 1/16 0.800 0.030 30° 10-70 10-140
24 3/32 0.800 0.030 12° 12-90 12-180
2.4 3/32 1.100 0.045 12° 15-150 15-250
3.2 1/8 1.100 0.045 12° 20-200 20-300
3.2 1/8 1.500 0.060 12° 25-250 25-350

4 -

o e
* DIAMETER AT TIP I

4. uﬁﬁﬂnﬂquumﬁau (Shielding gases)
madeniinianusuduiiezdadddufaidon (Inert gases) Lﬁaﬁmﬁwﬁﬂﬂﬂquﬂamau

sransnuTIEMAaMeusn madenlfriaueauiminaguivegiunmetihss wu sliaves
Tavznufidon mIisanuuusasde uazaaauifaswudon Tnulufenumunsoveauda
Tumstedaaiuiszansnmlunsenin uialnaguiteslflumnlnagy fddmeunsogly
UNANNYBY CK Worldwide (2017) l@un

e uAde15naY (Argon : Ar) Lﬂuu.ﬁ"ﬂLﬁaﬂﬁgnﬁmﬂij’mumﬂﬁqﬂ NnazGenauIuMsiend
nilh “madeneninew” mneaananlfidondulavennaiia Sanumhiaualunmsenin sty
maviafieanladldd (Arc cleaning action) Treer3nGuduldfuasnmasuinegn

o uitadden (Helium : Hr) Juuiaidosfansfivlnihlas TiaannSougunaziunms
Wouuuudalufd wndeuddanmstudniigianansadenldt wandeuldiulansynaiia
WATIAADULIEA

o uAdDIINAUNANTLRLN (Ar + 15-75% He) LﬂuuﬁﬁﬂnﬂqmwuNﬁuﬁﬁmmi@mﬁuﬁa
faspaufaiadislunmsangngu andannauanin aamsiiae wasivansdmiuszuums
FenuuusaTudA (Automatic welding)
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o uiiga1inaunanlalasiau (Ar+ 7% He) \Duuiianaguuuunanidainmsiianaou
wAnuaniaasadanldnadnnluwmnaduuigueafin tmanznumsdaalanzau
wnmdnndFaiiavsamanndnanlasievuaziniiags (dueu

nnmasnaasddelunsliuialnaguudezaiin wunddnSnadesuiauazgilinveud
Won sawanaaufisuluniaed 4.9

= a a PN w Aa ' ' -
MINN 4.9 BﬂﬁWﬁ‘ll’rJ\‘l‘)IuﬂLLﬂﬁﬂﬂﬂQNﬂNNﬁ@l’ﬂ‘llu’](ﬂLtﬁzjﬂi’]\‘iall’rﬂdl,l,u’u‘ﬂm\l
77%/7 : CK World Wide, The Standard in TIG Welding, 2017

siavpauialnagu sil519v99unilan (Weld penetration profile)
(Gas type) YUMIANIAAU 30° | yumIAnadeu 60° | ynalanaaau 90°
5% s+ 259%He Ej
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5. MstnnszLaYEND1IN (Hot Start) waznsinwszazeann (Arc Force)
maiansuauazGNan$n (Hot Start) Larry Jeffus (2011) l@nandimsidenfinidiums
daniendenisensnGuduaintatsresaiandiay dmsuiadeiine visdnaany
fiungazennlumsiazmvguiaemaiiensenin Tagtemzmadeainszualvlon fudead
nszualniigeduazaugumaiudueninldietumuddy dui iemadudunisenining

o

fuanieldoanuuuliiaiaadandily Hot Start 1u fuandlugii 4.28 Tasnihfindnuea)u
Hot Start fin TreviinnszudlniiiovazGududond 1-10% vonszudlwidenidivua aangud
4.29 (n) LLﬁmé'ﬂHm:ilmﬂizzLLﬁlwL%auuﬂﬁigﬁuﬁaﬂﬂa?lmﬂizl,l,ﬁvlwL%E)Néadél'u daugﬂ‘ﬁ'
429 (1) Hunmsuduidensenszualidoude sz Hot Start Banszualnidonvaz G
adnwrganinszualwidenfiimun uazanauionankiluTasUn@lfnalszana 0.5 Jund
nntuszdunszualnidonfasaninedndailesfinssualmidonfiimuniuduganiadaw
shatautu iemadeudmuadanszualrideanld 100 A udmsul5uassly Hot Start 147
10% iaEudunrsnnszuadenesauluf 110 A Hunm 0.5 3undl ipvsalmeaarimauas

VUTUNIUNIDNININLTU HAIINUUNTZLEIRNEUAARINIBEN 100 A muidmuanliaad

| o '
HotStart /1 4.28 udnasumiia Hot Start uge

Arc Force  gus1ia Arc Force UUMTINUEIATUANYD

LASDLTDY
77,;(/7 : Larry Jeftus, Welding and Metal
Current o
Fabrication 201 1
nszualwiday Hot Start
nszualW@annmunua AszualN NN
L3800 380

(n) iasgrunseudli@onEudu (1) nszudlWidanEuduae Hot Start

=~

] ax P = pai
3'1J°n 4.29 35N3GNAUMTSNLTaN (M) I2VVNINTZIUUGT (V) T2VUNN Hot Start
77,1/ 7: Larry Jetfus, Welding and Metal Fabrication 2011
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]
=1 ] 3

mMainszezenin (Arc Foree) ihutjuflaguunihumanuayeaaiandon duanduzli
428 ¥hwthfinea1n Hot Start lumstiinieaanszudliidasagninaiuasiuf Tagasaely
mainmzezainlinsauafiagasanim nanie anshnmadenTasamzmadaudas
fiaudowuszezananliaiiane Wy dszezarinaunnivliussueiinezanas szunYes
Arc Force agtimthittiufilasSuiinnaszualnligelu gamafivasumaissiiinduaa ns
asnfdedu featutasmafiiaauiaiuiotuny luneessiudnadszezendnrian
Anliusefueinesiingelu ssu0a9 Arc Force ﬁ]xﬁ'mﬁ’lﬁﬂ%uaﬂﬂml,ﬁ"lmaLﬁammmﬂ
vuavastavaenaraneliiinas Tagszuy Arc Force fitAsuui/as Muanslusil 4.30 uas

FIDEN YBIMIUAMINATILHIAILANYDILATEAUTDNYDI Hot Start 11 Arc Force Tugifl 4.31

0.C.v.

alad (V)

I3
81910

——

' - o
nzudlviiiny (A) —N13AIUANAIY Arc Force

d o w o de
31 4.30 szuunalnnisyiminfisnuszeze13nwea3zul Arc Force

7’7.;(/7 : Manual Arc Welding E201, Heavy Industrial Application

nszualiidon (A) 915n1a9d (V)
\| ® © i m
A v
HOT START ARC FORCE

o Pro-Stick 400 ¢

7N 4.31 Mg aNsuanINaNLHIAILANYBLATBTBNYDI Hot Start 1 Arc Force

7 : HIFA Electric Co., Ltd. Product Categories, 2017.
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4.3 nanismadandeanudumu (Resistance Welding : RW)

HunadealonsTasademannsaduanuiouiommasuazaedenslinsud
T lnaruTansidanugumului (Resistance current) %@u’%nmﬁﬁmmﬁmmuga Ao
Mumisinsasdavadlansnunssestiuduiaiu uasiwmisizioaufougigaariliiia
mavaanazmefiianuniguiuienssuasmeuazasnaaudauiaiu vavasunsmeasiu
wasdiudiilinann madesuwuuenudunmuilbidesdiufmnaguisvasuazme 1ad
waiy aAnauAnamadenlinnmingdmiunmadenTonsusiu (Sheet) ifunumaiion
filidasanderinusaasiadavnmin dnlnaifumadeausejusudsnluid indnlas Luo
Yietal. 2016) Tnsfidpiriafumsdszgnaldauilinainnme inieadeunazginsainem
apudnags sauananalnszuvseamadiealuzii 432 waz AMDA Weld Tech Inc (2020) Fald
wenuumadaudsanudunuesniuuiibesauguuudnsazaeanuidenld 6
suluu efl

LLNNA

nszudlwidon (A)

UILIUNDNLTDN

& 4 >~ \
TUOBaN - -\ |/
/<» S S —\ > o

[ Ca
> wiaBanlngg

©39NA
U1 4.32 nalnezuvresma@enuuuANFUNI (Resistance welding)

77;1/7 : Luo Yi et al. Journal of Materials Processing Technology, 229 (2016) 492-500

4.3.1 milﬁaummﬁmmuuumm (Resistance spot welding)
madenfisdeanudunuuugailitefiteudandumlyi madew Spot 3
Humsdenuuumasuazaefinuandonidnsamiuge 1 TasTunudfidasmadaudeanane
Tududaiafuatnagd dadanaufaudmiuiiianimasua: melansiunulidaduiu ande
wanmaanushumunszualwihuesaqlave wisulaslihilfunuadlannd (Step —Down

Transformer) @ wi/aslWianszuuanudugi-nizuant waaduszuuunaum-nssuag



nssu3sSmsibou : nauluiGivasaibow | 229

eddesnszualniinlnaudwilansfidudiaaTnsadez Iulansnaaunwan (Copper
alloy) il 2 uriadn Ae unedauan (+) LAWY IAL (=) deldusanaldUaeveaunaianages
indeuindudaiuiszaslansiuau sshldnssualwihuunusdui-nazuaglulSunud
wnlnaluglansanuiieasinaselufiungnnsdia fasdasiivedansnudniu fe
znssudlifinnualfufidudailmeunibeaniefidudaegiuilonsauiios Juia
Fuamnudeuduiikoaiedansnudsduiidamnsuazdudaiuasmuniiiesiulaes
uradiaalnsg ﬁa‘[am%yuamﬁq@jL“%waamzmmmxﬁmﬁutﬂuumL%auﬁ'lﬁu@ﬂ Matiew
AnfuupnanmmesNazasudidunisiannunnavesaeidealnie suaasszuy
nalnuasmadieagalugui 433

madeuanuiumuugeiminesiuailansusiuing Taenanedouiumnlaibiu 3
fiadwes Wumadenilifnsdvaradenlindinuanufeutasniinisdesuuuisou 1
%yua'mL%aulmﬁﬂﬂmﬁagﬂﬁaﬁma mauldnad wadesianuuisisniwiums
[@eadsay 1 unihdanTnineziannudoudzaniadonagdaiind dasisuuszng
anwSauvaurimaninanfiiiudiaalnan ndideslanzauuduing 1 Genldfszuuszng
ANNFBUMIBEINANSBAN (Air cooling) daunsailansnunuezldszuuszuisanuioudie
2L (Water cooling)

N9

!

Tong

<« undLanlngg
LURTDY

®

pRaLlaInTzual

©)

ursdtaalngg

T

LLNNA

a | 2 > . .
3:‘1]71 4.33 ﬂavlﬂszumaaﬂ'ﬁwjas\lm'mmuﬂ'ml,l,uugﬁ (Resistance spot welding)
77;11 7: MOHAMAD AQEEL AL-JADER, Thesis of the Degree of Doctor of Philosophy, 2014
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'"J’gaﬁ'n'immnﬁﬁ]aummé’mmuuvuqﬂ (Resistance spot welding cycles)

madenanuiunuuuugaiadaclfnalumadeniidudeyaiidonionn Tud
naasMadenBuduLazdouE AR TaAY (Step) ypsnadeniidgeanedosiunszual
L%BN (Welding current) LLidﬂm"}ﬂiaN (Welding force) uazmmmmnm%au (Welding time) N

o

uaaslugin 4.34 wiouAaBunaweaudazd1duIUABUAIL

1) @) 3) C)) (5)

Electrode l F l F l F
@ Molten Weld
I

n metal nugget
! 1
1 E i

A @
-
@
= F TF TF
=
=
= wNNA (Force)
c 4 .
= nszualidow (Welding current)
(e
= r--—--1i
S 1 1 L8
PR C VRN PR ) PR C)! < (4) PENC),
P ININTNTL NN (Spot welding cycles ) _

A v o 2 v .
j’].h'] 4.34 19NTVANTLTDNANNAUNULDUYIA (Spot welding cycles)
77 : MOHAMAD A QEEL AL-JADER, Thesis of the Degree of Doctor of Philosophy, 2014

810077 (0 wipalanzurudunuidionnane Tnsmmuamuntisivzdenndiasulme
ypauriaidiantnin suseuiliinszualndonuas lifusinadudnmidossing

51907 (2) aeuuraridanTnsadnanlidudatuivedanzaulaslfusinafides 1 tisdu
navuduiandnuuaiingy suseuildilifnszualhiden Madfintu drenmilizeni
PNIANNAY (Squeezing time)

U7 (3) usnagegn vafeniufivdesnsualiidongign Mdunumasuasmenaugly
awnaiullszuuliiheede udusnadinagdionautliienasuasaeAafuuuuiy 14
LMiNTY FnmEGend Heneden (Welding time)

19077 (4) LLiaﬂﬂé’am’gqqmﬁaﬂ@iﬁumﬁ}auﬁﬂﬁu Taspamszuulassnszudlvidondn
asinsdidasmsdiuiinesnazaeiin Maniniy H1anmidienit $aa18a (Holding

time)
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a1aU71 (5) BuspugaTeiadiuvaenazasdudfany Usesuning adsuurdaalne
28N LE@ELIgINsIUIUMATeN THa RNy F1mUGen 13998 MEa (Off time)

v»mu"fﬂummm’ﬁ'aumms’humuunuw (Resistance spot welding)

Buasianudeufidaimaieaiarasuazaisaza1dandnn1seeaanudiuny
nasualih Tneanusouildinadunnifedodda 3 Uszns dail

1. Bananssudlnihiitloudngiunulans dafidedr <17 TasAndudmanumuiuiy
Pnszuwa WA (Current density) fafiuinidnueundianinge nsdndoulSuawes
nssualnihfinnnesdanaldiiasinaanuseuiigedu faililfumlunsdessnauas
sansadieBaengmslinueunndiaalnin asnalsfinnn mafsdenviieyin B nues
nssudlnihdasdmilsdamdianuamnsarietssansmnasaesaadeniudfe

nsvudlidenilddmioniaden 5 2wy Ae

o nszualvlidanuuunszuadanaafi (Content current) (Hunszuadaniidanldiuns
WonlTanzauiiligasaiouniaSuanmitduanulddunianisarinmsienldodned
Uszansnm duifenldtunadenlansaluiimaadouin (Non—coating metal)

o nszualiidonuuunszuadonnad (Pulse current) (Hunszualidaniifloudinn iy
%92 (Square wave) gmawﬁ Hunszualnfmunzdunsdeslansfidiunisiadevin
(Coating metal) 1y Tavzurutadoudinzd tndsudyn wistatoudilesnuatiy (s

2. Bnaaranudunu faidear <R Tneduafigununszualwihiiloudan
wnualnasueanluldves Gedumunnfddinal#iinanudaunnay aaiu amnnu
sumiFaduihisfdanlunimuelBnaansseussimadesuuuanusuni

3. nanitlounszualiinglansdua fafdad « ¢ HudvadfaFnaanudoud
wfadu nadifailaunssualiihumduanuseufiiannmasunssualwiesgaiuaa
Tunmeasafudnulinantlounssualiiiiosmanufouildzanasny

nnifadedanm 3 Yssmsinduausadsuduanniiveesanufeuiie=lifluns

ERNWLLAMNAIUMUTN

H = I’xRxt
Wo  H = manuiaudmiunmavieanazaig (Heat in put)
I = Psunanszualniioy (Alternating current : AC)

-
I

nantdlunsileunszudalwi@on (Time)
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afiufuasanudnmuiuauieurasmadanuinge
mmé”numu‘ﬁLﬁﬂ?iyuslummumﬂ%'aummﬁmmmmui}ﬂ szfnaNFumuIuly
ANLAUIAN 1 é’mﬁﬂﬁugﬂﬁ 435 T@un sumisszninaunaisiaainsauazTansTuau (R1)
anugumufiieduluiisvedansiunu (R2) wazanugumuiiiniuszniainTavsduny
YIIABITY (R3) %@Lwiazﬁ”n,mﬁaﬁixﬁuqmwgﬁﬁtmnﬁhqﬁ’u Toafisnunia (R3) N Ng
ﬁqﬂﬁuﬁaﬁmmawmmuazﬁ]:aﬂméaﬂ 1 udFTUTisuTte (R2) uae (R1)

3HNA (Force)

unsdaalnsn—» @.ﬂm?ymm

SN . S S

Ay Sy, TR,

unadaalngn —»

wNNA (Force)

| o o v = a =
UM 4.35 AunisAANuAUMUIBIYLIUMSITDNIALB ) UR) NYBIN5I TN
7 : WSI, Weld Systems Integrators, Inc. Resistance Welding Products, 2019

RI wneds anngrumufitiaiusniauiidealnauasiun Ssmanugun
awsaaalitiosald TnensUSuRminduiauealarsuniindiaatnsaliFousazazain
Mwdmnauazrinuenidealnge usnanisiniauBnausneeurndanlninds

R2 mangde anssumufiiaduluiievedansaiuay aanudumudiiasuwmisil
ﬁ)z?”i"uaguiﬁmlﬁ@memwmmmfam%mm

= > o a & oA Y & Y
R3 wagid anuiumuniinduseningialaneduanueeanedsadiy

aany lagagundnvesnistinanudumulusuiunisi@ianwuuyaainisadisny

v L v dy n U \ L} l U :&’Q’ é‘ L%
ANNENRUSTAGT Mmanuduniu R, > R,< R, ugatlsiony amanudumuiliausgny
ANNEIVDILTIITIDLaAINTALBLHITUNY TAGFHNNAIANNFIIUNUNRY (Surface resistance)

TAgAIANNI UM UNRININANHANNTNNUSAUN LBV AULIINAYBILTIIIBEAINTA NIAla
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NnAIsRaInYIaunnadanlnag (Electrode force gauge) Aaudadlusiil 4.36 (ipRarsania
anuduiusiulddaui nsdinussneannunsidealniados manudmunuii (Ry) 1

Muzuiiszninundaalnsaiuguinu WisTununuliunuezdaeNudunuig uosd

wnlTNNanaailawsINausIuTiagIBanlnIatingadu tNARaLWNNENUNRIGNNE (Surface

contact) wHuEININIUnzwaiaculUldunuanuiulanas

(Ry)

o

ANMNATUNUNINUN

a

[

AFIUTNALNIIIBLaATNIA

v

usInaurdealngg (Fy)

31 4.36 anwdvusAIANNMUMUNAULRNAYBILTIIBeATNIA
7 :SIAM PART PRODUCTS, Spot Welding Level 2 for Technicians, 2014

aufniufseanawniden nszualiden uazaden ssmnunsideuuinga
M. Pouranvari (2011) l@aSinefwuasesunidesdlandmnmadoududhmanesu
dfnBaemnuriumades Tasdnfuuadaunnauumadeutu 1 :za1uguanev0ILA
WonluEaduang 1 1y muqué’ﬂdaummﬂ’mﬁammﬁﬂmaau;uu%‘au (Depth/Width)
AILANANNYUIBILINTNEN (Root penetration) iBuuIAANNNTNTBILL TN (Leg size
of fillet weld) (g uadmunmadauanuimmuuiugeeziannaseudondsung
@ ypsseeiioy dewnzuundauugananmusinsssurisndaalniafiliidey Tena
YBINNANLLITDN (Nugget diameter) ﬁ]ﬁuagiﬁmmmlm%‘aw (Welding current) naluns
o1 (Welding Time) fauansanuduiusluzi 437 fangliuldihnneuss o veases
deufieaniulddondonmnazeinszualuasnmilfidonasnanmnsan Sliimansaneald
wundendiil @ vesseedenfidnivluviesnlnaiiulufidafunasinezeaniuld
wanniildfiamAtenlddnmnmumumn wuh fifiifeisinnmeEweimsuganny
Saurusmaidion (Heat balance) TasRguuunnsmsaugannuieuss 2 uuu e
1. LuuaENAaAN3aUAATUNR (Automatic heat balance) sufnduiudeulysesmaien

lunsdivhnaenlansnuaiiadeny Sanumunuinuy wasiialia 319 wazg1i9weaurian
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Siaalnmafiniioudy fateuluidouniioutusindnzrilingfnssuninszanesivasany
faulilufianieing 1 fauga fauaadugi 438

2. wuvanNganN3aulisnluil® (Non—automatic heat balance) azinduiu@aulams
denlunsdirnadenlanznusafiaiu Taveafiafeafuudanumunaiy uaslsia aue
wozgUliveaurisindiaalniafiuaneeiu TeanaseufiAaduiing Anssumanszaeduuyl
auqanniiane iaaammzanuuanasesdaulafifinandaiaui@duanudiunu
nazualrin i dudaalfiaanadeuludimnasmaiu 35mudluaansaril gl

o nadidanlanziunumaiiaiy udlalasnsananusoululansiRantiAsuniunse
ualga FeAEMsanaMNILLYEINIELERDNUTIAS (A/mm?) TIMIERINMIANVLNAYDILTIS
daalnga

o nadideanlansiununudiy uilaTasnisananumndulanzguanuiiaany
fumunszuags Liunsananuiouas

o nadimadiaudeunandiaalnaaseniia duene uassaging uflalasaaiiae

A A

annsauvulansnianuimumunszuda dedsidenldurdaalnsanlenuiunmugs

P . gualnediiuly
= PANEaNTY <
2 .
S i
= i < =
2 L w0 @ Enganeansy
3 ! !
......................... e
Q ¥ 1
[cY [l :
(o [] §
= [] [
) S a L] ] = .
nadniuly ' LaTeN (Time)
P nudlwiden o
5 i
Q [
E | |
© ' : .
§ H ! LI0LTDN (Time)
g
s . <«— vnalvaiiuly
(o a
@ | awnadniuld —sy  IHANEBNAL

ﬂixttﬁlﬂtﬁam (Welding Current)

U1 4.37 anwduiusvanszualvi@ion andenniduasssunaupiLuLTen
77;\/ 7:8IAM PART PRODUCTS, Spot Welding Level 2 for Technicians, 2014
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1 311 4.38 MIanenefiIaNaavad
ANaTau x| 5’ ArnaaEu ANNFDUVDIMITDNUULIYA
71 - SIAM PART PRODUCTS, Spot
AN iﬂu\,\ 5' AN Welding Level 2 for Technicians. 2014
Amfaue ey
Y 4)’ s AnNiau
ANIDU

1

in3nafiaunzgnsaimadonanudumuuiniga (Welding equipment)
iseafiauazgunsaldmumadeafiendeanudumuuungai Sdusneutiosiu
inzurumadeniligenniesdududoulidadimaden lidedfufanaguuasiio
wasnarmeaauinudnuuwiulanng iesdiefdfyuazdinufign fs wieadouuuy
ANNAIUNU (Welding resistance machine) TﬂﬂﬂnaLﬂ'%'mL?iaumméfmmmmmmﬁﬁ 2 Wy
Wdenld dwandugUi 4.39 de
1. wapadeniilddmsuidendieay (Spot welder) uiespadaniilidmiumadonly
Fnwauzumall Seenansonundiule 2 wuy fo
o LATRALTBNULLNAN (Portable spot welding machine) utesaadaniifvuain 1
ywanamsziunswnnm i ldlufiene 0 fudelddeauden sanuuunield dmiunu
maguadiliaansandeuthenulydonlulsanuld weddmidideansdensnmuies
funie Wnugemnhgaeng 1 muluimadesnuamsidhlldenenn hidu Snsusves
LATRTDNULLNANIINIUUL C— Type wae X— Type ﬁummé”mshﬁugﬂﬁ 4.39 (N) waz ()
AR
* LATANTENLLLAAAIU2E1A LI (Stationary spot welding machine) LTuLATD
deufifinnadeuinalne fenslssiegludiumismudenlulanugammngsy mimades
wgannausadennuldegudadsaiunauu senwuusiiesesiuiunmadeunuly
Tsanundndudiusng 1 Tnsawsudiuenusus é’fmﬁmé’aashmml,ﬂdi'aﬂugﬂﬁ 4.39 (M)
2. iFaadanilidmiudendievuend (Robot spot welding machine) ifutaiaaidinad
aammnmLﬁ'a"[,%ﬁumsﬁiauﬁaasxunﬁﬁ"aﬂ'ﬁmuﬁuﬂuﬁﬁ%mmuﬂa (Welding robot arm) tnu

Ay Tuduszuumadanuuuaalun@dannuldd 11087 JsenBamgs Sanuuiueigs
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wennulddasenuduranu 1 wneduszuunmnaalulsnugamungsy AaLaaiiegn
YDLATDATONUUY C— Type Wz Wil X— Type Tugif 4.39 (3) waz (2) Muaay

(4) LATBAUTDNIALULUBUA (C-Type)  (3) LATDAUTDNYAUULUBUR (X-Type)

d ~ 4 4 y : . .
§1J°n 4,39 iALATDILTDNANNFUNIU LLUNT L%‘amm (Spot welding machine)

77;&/7 : Dengensha Europe, Spot welding machine, 2016
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unstdianlnse Electrode)
uwisthdaansadmiusnumadeuanusumuwuugeiiahiianuddaie iwanzes
Hudalfednsazrsiuadeniildnnndainindeuaiadu Tasdulnarianeniag
Tanzneaunsuay (Copper alloy) 9’1’38mmwm:mmmﬁ@mamﬁaﬁtﬂuﬁaﬁwmm%@uuaxﬁw
Wi 16@ drusafinanidnlyl (Alloying) yauszasdiiiafisAuaaiauniAmanaunlszns wy
LﬁNﬂ’ﬂNLL%QLLN (Strength) Lﬁmmmmﬂwimmﬂﬂ (Compressive strength) LL3INTLULNN
(Impact strength) LLﬁzLﬁNm’mﬁ’lmiﬂ'ﬂuﬂ’liﬁﬂﬂiﬁ]ﬁﬂmﬁmmLLmﬁLﬁﬂTﬂiﬂ (Ware resistance)
Tudu quaniananamaridasdifendmiumsminiveawnadnaalng Tnenihfingn
yoaunsindLoansanaagulddasialuil
o daariminfduininszudlwihia sanldnszualuihinasdnafivazminiaus
(Uniform current density)
o dosriminfidudninssualnidanldlnaiuganiedunisiigasnaidousdng
HUEN (Concentrating current at weld)
o soahuthidusniuezPudmsszneanuieunniuaulansléa (Good thermal
conductivity)
sfinvasuriatadianlnge (Type of electrode)
JaqiliriunadaalninwiudnidinaauidimnsauiunmaienTansaiiale
1n® Resistance Welding Machine & Accessory (2019) ﬂ%@ﬁlﬁ’%’ﬂﬁuiummm 81N RWMA
melFanaumaldionuisaniganinm (AWS) ldhmaninguaiiavesuriaindiaaTnan
psdisznavvaaTaginauinly fousialdeail
1. urisdhBiaalnn ngw A unguindnnnlansnasuaifinausiaan 1 tisdhldieia
anauiAreuriaradiaainan Tng RWMA Tédutadiussdy (Class) #e 1 fearssauiigadu
vaneds wrivdiaalnaianuuisanniu wiasduialuaamnifsesmainsualwilues
mahanuSaunduanas MemaunzluwiindealniaiBnaessnafinauagmeluann
siurRIuTaIIBLaalnInfiuenlang RWMA finsasdeavaudasssiy danaluil
o WiNBLaATNIATEHY RWMA Class I nananiaqlansnasuns-aailaiounsy
(Copper—Zirconium alloy) #38%103551% ASTM fia C15000 wisnedmdulflunadenTans
Twanegiiilsudy unnii@ennay noandes wazuseud (Hudu
e urisBianlnInsed RWMA Class I nananTanlanznasuni-1aosladie-
Tasleund (Copper—Zirconium—Chromium alloy) w‘%amm;@m ASTM @ C18150 tTuuna
duaaTnaafiianuuTeusaganii Class I usfiaamnialunmahnssualwianas imnedmiy
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matdeulanzukuminndmauuniafouasiafiuuasTansuiuminndadin mudlans
ukuLAdpUFINE Tudiu

o urieiBiaalnansed RWMA Class Il idanniaqlansnasuns-Taunad—1ueda
\ @ (Copper—Cobalt-Beryllium alloy) #3831a337% ASTM #ia C17500 tSuuriadidian
Tnsafifianuulausigann mangdmsumadonlavsusiundnndlsaiuvielansusiviilasy
uazluiua 1Judu

o urieBiaalnInsed RWMA Class IV sdaannTaglanenasuai-tua3adoaunan
(Copper- Beryllium alloy) 3831033714 ASTM @a C17200 Li“JuLLmi'?’ﬁLaﬂTmﬂﬁﬁqmﬁNﬁ A
AMauiansegend Class I sansnsassuusinaann 1 lsazdeumngdmiunmadenToned

WNNINIU vizenalieussruwuuialszmealiueznma@anuuutfuiu (Projection welding)

2. wrisghBiaalnan ngu B (Hunguiindnanniaglaveiinuanadougs (High heat resistance)
Tnsfigadszasddasnisiazlibianlnsanumsinniefigamgiigagiuanuuiusag us
padntfamailifwazanaiouszanas Tag RWMA ladautsmuauaniaiuszay
(Class) Bastavszauandummainlniuazanuieouszanas sneazidenressziuma 1
il

o wii9BLaAlnIATzEY RWMA Class X udaunaniaglansnasuai-aaaumnas
(Copper—Tungsten alloy : 45%-50%) ﬂdiammg"nu ASTM lajﬁimg LﬂuLLﬁﬂﬁgﬁﬁLﬁﬂTﬂiﬂﬁ
sanuuuanlidmiuaiumadeuanudmiu uuumadienny (Flash welding : FW) uas
wuumadaaaiiu (Projection welding) Tag Class X fiantiafinssualnihuasanufould
GRIVANG

o Wri9B1aATNIATEHY RWMA Class XI #@031910 789 lanznaauai-1iaiauudy
(Copper-Tungsten alloy : 25%-75%) Wisau1a3g11 ASTM @a B702C1D Biaalninszauvisa
amaiiiinnuuia (Hardness) igaunnni Class X uazsnanaoidiosamdinunnd inneuriadian
Tnsaiuanuansalumssunsinasaedaalfnniu

o uraindiaaTninsed RWMA Class XIT #annniaglangnaauaa-aaaundy
(Copper—Tungsten alloy : 20%-80%) ﬂdiammgm ASTM @n B702C1E LﬂuLLm@LaﬂTﬂi@ﬁ'
wivfigalunguusmasua-aaaunay semwnzianuuigann Suusnaldnn Sianms
Fnnsefigungfigea Samnzauuasienlfiunadeuanudumuuuuuiy (Projection
welding)

e urisBianlnInsedu RWMA Class XIIT #aaunanyaqlansiiaaiay (Tungsten

100% ) visenasgiu ASTM Lafiszy Duunsdaalnsanfanuuisgannianumiens day
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danlEiunsidou @uaInemuLIvIg (Cross—wire welding) #933gaanwanlansnasuninas
NBILNAD
o uriiBLaaTnInTzAI RWMA Class XIV (HuurisindaaTnsaiindnananiaglansTa
AUATT (Molybdenum 100% ) 383103514 ASTM #a B387 Type 360 (Juunadianlnsafisl
ANMNUSTaENdI Class XTI aansaldfunudonduanaauuuIung (Cross-wire welding)
Iauennu lasnmasudngnniuazianuwiienninnil Meaadyminisuan’nusauns
Blaalnan
3. urisgBianlngn ngw C unguiindnanaqiiiems (Specialty materials) Tagfiqailszaed
Faamsaniursdiaamsalilfideslansianminadeusa 1 Tas RWMA ldimualiaaid
o utatBianTNIATEFU RWMA Class XX ¥303103918 ASTM @ia C15760 H3A3NIN
Saqlanenasuni-agfitilen (Copper-Aluminum alloy) fiHuaIumMsinaNuuiusde
tnAfin35n13 Dispersion strengthened nanafs maldagitdenesnladnszaedilulanevan
nasuad fensnismatuguuuTansBuines (Power metallurgy) TasuviatndianTnsnasd
Tansasumeluienumnuiuem smeanumansalumahnszualiihuazmnhanufauligs
wniin fenldtunsrualwidenuuunad (Pulse current) TunsiitenTanzfirumsiadauin

(Galvanized steel) (udu

(. J J g -
ame}tuzgﬂ'i"lwm ursdaalnsa (Shape of electrode)

]
=

uwisdaaTnsafudasivannansaiamuanumanzaniumalsgndlfo udile
finsanfadnueginsieasdilsnauauriindiaaminvswuifiiies 2 Snsasuriiy fo
1. é’ﬂungﬂéwﬁLﬂuunml,m%ymﬁm (Massive) udianlnsaildiusuadueeans
vwnumaidenya Taefuiladeniumawisinumsiuuasmessurisdiaalna wielfnuly

w1 Uaeveawrisdraalninazdnnssauliamisaldnulddndasianuns Jadunisgayde

¥ a

telavizidnadmafimaesgannegnidams Tundaldoanuuutmeweawrisndaalnsad

L)

wanaegUuuy aauaalugii 4.40
2. anwazglsneidunuuunalsznay (Shank and Cap) Hudiaalnsanwamunsuiy
iaanmsauiassmudiaalnsa Tnenseanuuuis (Shank) figwsatitdiutaie (Cap) 309

unadtaalniansaNGennudn “vauin” sanlatiaeunstdnulduiy 9 mindansesauna

¥ a

daalnsainnis@nvsaiansaneadsummzdiulmeuiny Rgudeildesnuuulas

[

dmdugnivansraisunuanuansuznInden aswaailugln 4.41 MIRaaIviseaINYes

asa A

Umsunsdiaalnsaldeanuuull 2385 A A5MsacNeaLazIsn1svuLnNae)
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5171 4.40 anAsgIuTRILTIBIAA
TﬂiﬂLL‘U‘ULL'ﬂ'QﬁuLﬁH’) (Massive)
77,;(/7 : WSI, Weld Systems

Integrators, Inc. Resistance Welding

Products 2019

e s
I ]
T\
Y

N
Y

Pointed Domed Flat Offset Truncated Radius Super
"A" Nose "B" Nose "C" Nose "D" Nose "E" Nose "F" Nose "S" Nose

P " a '
'3'1J'n 441 N']ﬂiﬁ’]u‘llﬂﬂLLT]\‘]E]LﬁﬂIT]iﬂLL‘]J‘]JLL‘YN‘]_]‘nﬂE]‘]J (Shank and Cap)

7"7&/7 : WSI Weld Systems Integrators, Inc. Resistance Welding Products 2019

il’amiﬁﬁmmwmmaﬂaummﬁmmuuuuqﬂ (Considered of spot welding)
madauanuFmmuuuLgaassuumsilifudeusnmin uafiddinadeunis
sinidedasinsantuiiumuusihanguda Miller Electric— Guideline (2018) léiud
1. ﬂﬁﬁﬂimmMW’lhﬂmchmmL%au (Shunting effect) tutlymfiAadutagnin
dwsumsidenfiondeanaiounnmssunumslnavesnszudlnih (Resistance welding) i
iianszualnaiugamumisiidasmaidinaias ssrilisanuduniudi s dinasetFanm
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anaseufiiiatiosilalansnasuazmenios uuandouilddinnadnvieandudeulsiaa
nnmarnAuahrssgidsunasanlammauasmaiondn 4 fail

o iaNAMIuTEBzITnIgaLudenuAnzalaiinane nande TasnAnaden
ndineanuuLyalaniannga Tafszasinasningatiesiuly s lfnszualnediuin
milvaldédgadouinadsfidousfandrdumaliFunansuaidaansldidonlaiuin
iisane Tagszezsinafiviansantuegivifadenadendunude duanszesiefimueay
(szezA) lumsi 4.10

o tinnnusiulansiferdondiuiiuuuaindaiuan nade mafiwsdulansfithan
deadleneiudouiu fanudeuuasuunainfaiufuiuinheaildnsuali donaunn
Inansznglum Tasgafidasmandeuiivinaunszualwionfulyliinanumunwiuees
nszuafinnwefiasaiuamnusumuudiinanuieutuls

o N3N TaNLULARMISDN (Indirect spot welding) HaminiennfinmssaEeeany
waauiuTansligndasarililduundenfiinauly wasianuudousm

o flyvmnmsAamgunsaiiesssdiaTafifmelwihdeviodudaiuiunu wingunael
sananfianausunulihm assualihilflumadesenlnalifueiesiioTa unufiee
Inalddgafidasmadon

2. magayisanudumunnmaniienii (Induction effect) TuanisAirhmaidiouany
funuessruuasiiihsaiendornafanaufeuuasfivindu Saanuduniues
srnastitihfiisduiuiannanusumuseslansiunufiriimadeaniuies dewarily
nazudlniimAegi (Secondary current) ynsvifauauednadouanas nrzualiidoniitlowuin
glunufitesa udandilnnadnuasdaidesdungefiiamnndu manudumuss

sruuNvsviheztiinaudiIe dawanslugii 4.42

WU NYATILN Y

=l o = > A o 4 A
7UN 4.42 anBaurrpImsgatdeaumuMuLlaI NN NAY

771 : 398y FaeWus (ana13/zznaynizaen Fyunaluladanudon 2562
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v 8

3. ANNLdEmEUILnIIBiaalnga (Electrode effected) LHumsiasuudasdademe

a £ o o

ypalmsunidaalnsaniiadunasanmainluldnu deeansanuiuanudemeiiaeg

1
Y

FudlumeiilidamsiassTuiadangmalfnusunaidiealn Taedaldludnuasdel

o lAANALRNALIIBaaTNIAYNEEaN (Force effected) Lianui@emeyaauniain
dnalnafifiannunnadensswuiiuauauazaansnifaldfunmadesnnafinvadlansusiy
firhandien TasszAafudaunisdiaainaaldriumslfamunidunannu Salmesuribian
Tnanezidegiunueanias 1 awhldunaseslmeunsdiaalnialafumnnauesats Gallied
dudsnliinanmadegueenlaing As AnFaufilianmden (Heating welding) Lazu3na
ynizidiow (Force welding) sauansluzii 4.43 Tag vanetay 1 seGudsginueanuasiiiold
nunnludanmaideglasiunniumaiiau 2— 3— 4 awlimnsaldaulddndalyis

fiaarnnsasuunandaalnaunaluauny

@ @ 9 g U443 nsdnmeveuniaidiaalniafiie

‘ ! NNUNNAVLLTDN
é é ‘ i 71 : 5918y s ananalrzneunisaes 397

o O weluladenudion 2562

LA lumsldanuday

° Lﬁ(ﬂmﬂmmJﬁ'ﬂuLLﬂaq@mﬁuﬁammﬂmﬂLLm‘fﬁLaﬂTﬂiﬂ (Properties of electrode
effected) LTuanuAsmeiiinnnquaniailmeveaurisiidaainianldeuly nande Tag
Undmadeuanusumuuiuge dudenuuTansusiumanilifinaadoudin (Non-coating
sheet) urisindiaamansiogmslfnuiismnunimadesTonsusuminiiadoudelans
s (Galvanized sheet) (ngraNTIzANNFaUNN M TN TansdanzFfndauioeg
axpaninAndulansuriaindiaa i aimsinegluBnafnnliuanufeulumadey

waazATReMIilansdansdannsounsdia (Diffusion) hansinainulansnesunsivasves
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unaBantniald danarlidarsvesursdianlnsanared ulansnasuasnan (Copper +
Zine) fi3eni “noundes (Brass)” %Qﬁﬁ]mﬁ&lﬁaﬁLﬂiwLLﬁxﬁ%Nﬂ’J’m%ﬂulﬁﬂﬂm fani et
nmadaufdadlfusnafiinnuuadfnsuaiigauniondunanlumadenfiunumndu 9n
wasanan WAamadegunueensenmeunidealniefiidnsuegUinadeiuaeniia

FaBananNdemeuUUild  Electrode mushrooming” Aauaadlugii 4.4

anwianednd  anwdmenueen Ui 4.44 anwasaurissndaalnaaiiund iy

ﬂi'zLﬂ‘n‘!lﬂﬂﬂ']iL%E]Nﬂ’J"INﬁ"INT]’]NLLUU‘i]‘ﬂ (Type of spot welding)

ﬁﬂ']WLaﬁlg‘ﬂﬂ’luﬂﬂﬂﬂﬁ’lﬂﬂﬁlﬂlﬁﬂ
7’7;117 ! SWANTEC Software and Engineering Aps, 2018

iaiiaviedsnaidenanudiumuuuuge Idlssandeanuuulimarnnansainu
Nuguaasdaddaresmadendeiinuifiuiution 1 worzusneanlddail Tagdradadoyai
eLWslueng1IMIUiRnuees ENTRON Controls LLC (2014)

1. 3§ﬂ”ﬁﬁiaumm§humuu:um;ﬂ fialaansa (Direct spot welding) Faufhumaiiande
Fasiuguessmaidougalasuiandianing 2 unsnausiulansiununnduasdnaie Ty
nszualmidanlnaiuanudiumusduinanuioufisesdeudmasuazmefntu iy
\aN (Nugget) vﬁ’mﬁmiugﬂﬁ 4.45 (n)

2. 3§mil,%'aummG’ﬁummmuw yfialaedew (Indirect spot welding) Fuduinaiande
Bnadenilflunsdiivmevssurindaalnsalisunsandiegludumisnsaiudnald
W nsdifizunudeniivnaluainn annsaileudnanluszasiaszningiveaurdian
Tnsald FeldeanuuuadauristenTansnaun (Copper bar) (HuuristadiaaTnsntulusmumia
HapsswliesecsuTansauinedon é’mmﬂugﬂ‘ﬁ 4.45 (9)

3. A8madauanudumuuuugasiianauazia (Phus—Pull spot welding) (fuinaila
madavgafiiudnsazseinadoneglupluuaialasns Afunadidiaalng 2 urs naag
vuusidunudanugluuveynaufiiinanawazie aaansadenldnnnimiagalunm
LAENNU ﬁmmﬂugﬂ‘ﬁ 4.45 (@)
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WUY A WUy B

(n) MadananuiumMuuuvnsiinlaeass (Direct spot welding)

o)~ o] Lo

WU A wuy B wuy C

(v) MsdiauanudmumMuuuLastinlaegay (Indirect spot welding)

|

U A WUy B

(R) MAADNANNIUMULLUIATUANALBZAI (Phus—Pull spot welding)

IST5 TN wuu B

(1) MITANANNIUNULLLYATUABYN TN (Series spot welding)

| = > .
3*1]71 445 ﬂixmmmmimaummmummmmgﬂ (Type of spot welding)
717 : HOW To Resistance Weld, 2012 (151 ns)
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4.35Ma@aNANNIUMULLLIAUTIABYNIN (Series spot welding) tTumaiansiian
ganiludnsazysinisdenieglugluuusiinlasdonniuniswidianlnse 1 uns (Electrode
rod) M ANABIUULELTUY LardnuIBanlnsaduuwnadeularenaawna 8n 1 unaiau %
o £ d‘ £y ] ay d' d' @ dld o ] d' a' 4
muthnsesSuwsugunufiaz@ay (Electrode bar) loatiugiuuusynsnnddunianazidawld
WNnIMiagaluaLfienu aauaaslugin 4.45 (1)
NANATANIBIBNTABNANNIUNMULLUYAKARLTUAYBINTDBNKLUMNIWBNNNET?
WNINAUIY TaTenriEedfnsmsdendesiansanieanurmnvewsulanendoinisazidon
L% L L Jd v L £ d' 4 L2 [~ £ v d'
(Base metals) Ingdiasduiusnunuifisuaz@oulasrasmadonya awudaaiuiingnfiaim

pnUalavisi AU UL lUA1T19N 4.10

o [ = o Ay o [ ~
f11979N 4.10 ﬂ%%&lﬂ"ﬁlﬁﬂﬂuﬂ'}"ﬁdﬂ’]uﬂﬁuLL]J]J‘QﬂﬂﬁuwuﬁdﬂUﬂTmﬁu’]‘ﬂﬂﬂtﬁﬂSLﬁﬂN
7"7{1/7 :SIAM PART PRODUCTS, Spot Welding Level 2 for Technicians 2014

d DN NN
307/ L
¥ ™~ - -

| e |

—
i

r 7

s
f

025 4 10 6.5 10 3 91 4000 33
0.5 5 10 10 11 5 136 6100 4.3
075 6 13 13 12 6 181 8000 53
1 6.5 13 19 13 9 227 9200 5.8
125 65 13 22 14 10 295 10300 6.3
1.5 6.5 13 27 16 12 362 11600 6.9
2 8 16 35 17 18 496 13300 7.9
25 8 16 41 19 21 590 14700 8.6
3 10 16 50.8 22 25 815 17500 10.2

* 92829 N9ENINAGUALLILTEN U LUDITZEZINIENINUUINGA = 2-2.5 x @ WWLTaw
* STEEUUITN DAL TBNMEA = 10 X ANVYDITUNY
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432 madanasdudiesanudiiuny (Resistance seam welding)
n. nanmvasmsdaunziugisanadumu

Larry Jeffus (2011) I#nanamansesniaiounziudiaanudiuniuyes
nszualniihi duevumsdeniitamanzidasnmsidenTanzwiulifaduuwuadone
wuuazdy Rindnuesmadeniadefumadeuanausumuuuige sufuimadeuuy
ﬁm%ﬁumﬁau (Weld nugget) ¥iranutduang 9 dumadenuuuasivendunuuasiiios
(Continuous weld nugget) Tapnvasdianlnsafidnuwaziiugonas (Roller electrode) 2 2 &8
rnTanenauanzimihivguuasnaasuivedansdiunudounssanmansidion oy
srfiszuimasduiidgeinsszunaanuiouiidereciisianlnsalaenss fILanITzULYE

guIuMsiaNlugin 4.46

: é'a‘i?lﬁl,ﬁﬂ‘[ﬂiﬂ (Roller electrode)
\ @ /— WHUAUIY (Base metals)

L WvanLiu (Water cooling)

< NEANNN5LTDN (Welding direction)

gﬂﬁ 4.46 STUDYINMILTONAZLTUFIBANNEINI (Resistance seam welding)
7 Larry Jettus, Welding Principles and Applicstions, 2004.

TostnAuduundauwuuanduiianuuismainnmadeusen imguamwnzuud
deuwvuanduduwdennefifuusluwaion wasdifidnvasmiauiuiisesunlagsey
wwdiew faiu Safndsudenlifunniumudendeliumasusniasiuasuaniamig 1
filaafiupmevisalaszinesie 1 lnasananmauzuss Wudy fudaaisgumaidow
adivresdunuiunaniudn 1 vulansuiunuuinetuuudenasduiing 1 vulanswsiy
ﬁuﬂugﬂﬁ 4.47 (M) ko () MUY T@aé’awuuﬁﬁmﬁ’lﬁlL?Ju?'?ﬁmﬂ‘fmmzaammﬂﬁ
wansaNiUanEasrsInuivzdoy uasnavedafivzdsuutadlUmuanuminuadiuny
Tavefidon Telanzukuimndoslifonyuifinnelng) imzusnnnalianuiouldgaudn

095 v 1 [~{ dﬁ ] :ﬂ' a £ Y| é’ v
pugameiiuesnaasuunu@enldlavzurudanannulaannudle
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o
<

#99781aaINIa (Roller electrode) #99781aaINnIa (Roller electrode)

h

FUNUTDN,,

(n) Madanazidulansuau () Madanazidulanewaunu

o o ' P Py v = ' Vo
31]7] 4.47 MpearaIMslounzidumeganumumunualansLiuraAany
7 s Ammar AM. et. al., Diyala Journal of Eng. Scie., Vol. 07, No. 03, pp. 80-91, 2014.

m3senuuLinsessad M TeNazSudIBaNNE UMY 7 3 Wy fe

1. uiusDINELLY Lap seam ifumissininefimiiauriumaidiouanusumuuunge saf
ﬁuu’sﬁiauLﬁcﬂmﬂﬁLaﬂfmﬂﬁuﬂuﬁﬂmfusé’anaumu fauansdneuensrainelugUi 4.48 (n)

2. WUUABLNBULY Flanged seam umssaineasduiiniielfifuveuiotivesnisus
399 Muansdnuazmaranglugi 4.48 @)

3. LUUABLNBLLY Mashed seam (Hudnwazmssaneiiiszaznistnetioaninnsineuuy
Und Tagszazingazagi 1-1.5 tiwssanuminlaneusiuny ndmndeuudinndnauu

Weonvzianumniianniu Nilluegiuanunhaesimivessdenyudoatniafisanuuyli

WLUNY TIENNIAAIANIUIAYBITBEGAB LH AudasdnuaznMIsatnelugin 4.48 (A)

— A

| | | L

(m) (@) (R)

MIABLUL Lap seam  M398LUL Flanged seam  n13@auwyy Mashed seam

4 a \ o o Aﬂl v v
§1J'n 4.48 FnIRIMIABINEANSUNITaNAL I UMIBANNAIIUNL
77;‘(/7 : Larry Jeftus, Welding Principles and Applicstions, 2004.
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YDNINNILLEDNTHAYBILUINLI VL TDNNANILENA AN BULYDINULAITY YNNG
WWangTeNdIAIUANITEAULIINALAz TN MYBINTELaL e NN Inak U daBlaalnsg
AaaaIaT INIUTIANNGITDN TeINe LATANNNUNIYDITOYADNHDINANNTNNUSIUY 919

wandumaeaaNNENNuSYa MR TaNsa ANt ULl ane N U T1an 4.11

| o § < v Py Ay o o 4
MINN4.11 ﬂﬁ]"ﬂﬁlﬂ’]iL%ﬂN@]%L‘U]Jﬂ'JElﬂ'J’]NG]’]uﬂ’]utﬂﬁnguﬁﬂUﬂ')']Nﬂu’]‘llE]QTﬂﬂgL%ﬂN

711 : Resistance Welding Manual, Resistance Welder Manufacturers, Association Alliance 2003

0.031 0.078 75 3 2 600 16,000
0.031 0.078 142 2 1 800 22,000
0.031 0.050 72 3 2 800 17,000
0.031 0.050 142 2 1 700 20,000
0.050 0.078 60 4 3 1,200 22,000
0.050 0.078 120 3 1 1,200 20,000

Tasgunulansiigasmaienszagsenitdadidiaalnsafinyululufianeamnion fad
msﬂdaﬂmmavlwﬁiaulwamumaacﬂL’JmLLazchuimumuQmﬂﬂ—ﬂ@ (On-Off) nszualidon
filvasulansgunulasgnauauli (a-Talvamads 1 duliegumnai sasndanszualw
Fenaslnahurhlidaanudumusaziianisden vaedalifnszualwilivianisdon
i mamvaumada-Tanssualidoniinumsomuaudnsausaniuniionazfuldi
Foansludneazasdudenuuula S'lunmalfifesisuumuaumadla-Tauuudaluia
Tagemiluszuumadoslumessuumndneslanugaamnas Janud Snsozunauun
Gewandudeanudumug 3 Snwae fail

1. dnwazuudenazdiunuuwundennetiuiy (Overlap weldment) Tagdnuazunq
LLmL%amzL%mdmﬁm (Spot) ftnedauriufustndaiiie Tuiaindudnuazvsiuiioy
audunafenildouduinn Tndennmadlenuunili Conventional resistance seam welding
fauansdnpasyeInIdeNaauluzUf 4.49 (n)

2. dnwazuudenazdunuuuuadenlyneiuiy (Individual weldment) Tagdnwez
woandeunzivanihuideuiifugadon (Nugget) unnzqalaifidinfidouiui szuen
wieeannnfududie 1 egredaiiies FnSenn1nTenuuuilin Roll spot welding fauana
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é’ﬂwmz‘ﬂmLLmL%aumL%u"’lugﬂﬁ 4.49 (9)

3. AnwazuwdennziuuuuLLTaneeLilas (Continuous weldment) Tasdnwaizua
wundanaznanuuninzudeonandaiiisinasaniuug adefunisidenuuunas u
armpvaNITandu 1 Juandnnadesdnsaeinaandngy aduuudeunsduiiany
uhungunmngiumadeuasdurssmausanaiutomauzidgaanatlasiumslva dines
Funmstileswuuiiit Continuous resistance seam welding fauansdnwazsLwIEB ATy
w317l 4.49 () 7181989910 Larry Jeffus (2004)

) fp1dtanlnga
TavisBuau

[ Overlapping weld nuggets

(n) Mstiauaz duLUDLLIEDNNENLAY

‘nﬂmamm}am LIENNITLTBNULUYI Conventional
& resistance seam welding

@ /7Ind1V1dual weld nuggets

(v) madauanduuuuuiidenlainetiy

iy Liﬁlﬂﬂ”l‘iL?IE)NLL‘]J‘]Ju’J’] Roll spot
’ﬂﬂ“ﬂ']\‘iﬂ"liL?IﬂN
k welding

/ /> Continuous weld nuggets

() NMstiauazidiuuuuwEauAaLing

(BaNN5TaNLULUHEI Continuous

\ ﬂﬂmqmﬂ%au

resistance seam welding

J ol 4 % ¥
JUN4.49 dnuazanispedanazufIBANNFIUNIY

A : Larry Jeftus, Welding Principles and Applicstions, 2004.
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v, pedrlsznavvauainadandmiumadannziudieanuduny (Welding machine)
Westermans International Ltd. (2013) 1@ LNEJLLwiﬁaagaTuawiﬁWiiwmiﬁm\mm%uﬁm
anuiumMuiszuundnmadeanfiondeanuionananudumunszualwiidudeatuns
dauanudhumuunge daiu esdiszneundniiddaasmadeuiauniioui asmaiud
suuuvesnBianlnaa fauaasluzlil 4.50 Taemluwuinedasdenasdudeanuduniu
wdshueusiendeniivanvats Taluediudnvarvesnuiifosnndeniioaianny
dzminviieannandaiiinvaiaidon uatinsendendnmsiugiueasanasumunssualnih
finfioudu Tefinufiutes sansousnld 2 Yszuan e
1. edpuionnsduuunidandieay (Manual seam welding machine) tHaNzAU
FanTanzwriuun In1sesnuuudedidiaansaiinaINuaeLIAMNANNIANIZEN FILEAd
ﬁ’JE]Ei’N?JENLﬂ%ENL%BNiugﬂﬁ 4.51 (n) m‘?}aaL%aué’ﬂymzuuuﬁﬁwuLﬁuagiﬁ"’ﬂﬂﬁ’u‘[iwm
Usznavnudansnadnviothunan dlfideslansuiuvasnuiilidainisanuudausan
tin fiddade Tezuumslinmumeaessdlidudoummnedimahausenaioseauiidey
2. espadaunsiuuuudendesruuaiuausalulf@ (Automatic seam welding
machine) a3 danszianiaznuifivlussuumInanegenaiiinwesaenmwanlulssu
AAEMINTTA 1Y WARTudENUEUR diusspieiy Judu Suaasiedzeueiaudaalugi
4.51(9) wiendensmanifidaamuaanaalumadeniigs munsadeuns v Tansusuii
anamuInneuLwInfingn Mssuudmiahouiullsunsndauuuasufinnes
g ansauFianmadealfuusaluid uashmadenlddadefuihuamum 1 16 du
wsaadeniifanlfunasasnsfifisuunalniuBauastlowtunuiidesnmadonlddediae

LA3BITNT LeTpTaNANBaEidNAuNILazia Felunsngsnuasudneg

dodanlnaa
%ﬂm
S EGNYIREY — )—7::::0—¢
—
! NEANIINSLTDN
LUITDN

7N 4.50 padsznavmIMITaNadUAIBANNEIUNIY
7 : Larry Jeftus, Welding Principles and Applicstions, 2004.
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= § § o = =~ < v
(n) seslipNaz P ULLL@aNMEAY () LATDUTBNALLILAILTZUUAILAN
(Manual seam welding machine) 2nluNf (Automatic seam welding
machine)

| Y ' c 2 % >
Jun4.51 AIDENLAIDTENALIUAIBANFIUNIY

7 Guangzhou Durowelder Limited, 2016.

433 mitﬁauﬂuﬁuﬁmmmﬁwmu (Resistance projection welding)
n. nénnsesmadentuduseanudinm

RWMA (2003)lﬁﬂdnﬁqmﬁuﬁauﬂuﬁu (@ Tusaayu/sasjy) Wianaidew
Usznavdudndrumaiuginuddmeanushumusenszudlilih usnumadeaionds
winmaraseNuFumMumiiaufuMdenye (Spot welding) vsseiuiinisluaasdiusaslans
Funuiihmadeusdosinauiuntiugiiieaieeyuviesrafusesjumugnaues
ynaidaIns nntuffilansnunigumauiidaasauuugiuuuuGsureuaieadan
gusdaatnsaliiadeud (Fixed platen electrode) siasanisliusinaasuulanzduanudioz

] ]
A A

domiialdatunseunadosnszualwiih lnain audafounnanushunutiuasisesjuiu
vidnTeejauviieTesyy uasssaudvasuazmeiaiu Tlusnzdeniuunnageiidaalnas
ApUT (Moving platen electrode) nal#duivasvarmefatuuiuazuuuGsusndaauan
dinTuuudon (Weld nugget) fianysal é’aLLﬁmmﬁﬂi:ﬂaummnwsw‘”ﬁauﬂuﬁluiugﬂﬁ 4.52
maidandienssnisi lidesmabaninsafifiguieiudou imnsdasmsliuiuidaalnie

(Platens electrode) uuudanuialanzaunududany
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1w33nA (Force)

LUITRN (Weld nugget)

MBLaAlNIALARUNNG l

(Moving platen electrode)

]
A

LATDTBN

IdtanlnIaluiadaun
Fixed plat lectrod = 4 L.
(Fixed platen electrode) FunuLonLa3a (Finish weld)

R o = U >
5UN 4.52 %anM520TUUMSWBNLNEUAIBANNA NN

71 : Osborn Summers, Projection welding, 2016. (17¢/11%4)

futsfinanswanisdeneanssaian Inededemn RWMA (2003)l¢ud

1. anuvinaaslansiunuiideaniaien (Thickness of base metals) Tagdiuauiinin
Nﬂﬂ"fuﬁ]zﬁaﬂﬁﬂizuﬁlw L%E]%J (Welding current) L’Jmlﬁ]}a&l (Weld cycle time) LLAZLTNNAYDY
wruBlaalnIafigeaiumuanumn dsetsuanaBeudeufianumnadansTuaiai
Tummaii 4.12

2. mnavasifuiiu/sesyu/sesiy (Projections) ystunuiiaziliauiinadamaiinug
fdpreamaionaeudiann fadniusivunaanula (Diameter of projection) ¥AZAING
(Height of projection) ?lﬂdﬂ&l?iu sanaaslunsed 4.12

3. Snnudwmiafufiu/sesyu/saeniy (Projections) yasliunufiidion Sanuddad
dasinsanatiazden innewniivdaihisnmadauduma 1 wdugiliudias iy
fiinniu duanaBudsuadsmadessesmadestunuiinsnnuluiiv 2 vie 3 fu 4 vide
WA Fawaadlum,an 4.13 uae 4.14 muandi

4. yiiavesiag Buduinnuiudhiaglansfdouudasaiafauifdannuaunsn
Tumadenuandaiu TasamzyanaaumanzasTanlansii 1 doiu Thismadeudasiing
Usudsuldmunnumansansasiag lanefezidouudasaiia Taneideudauiuldun

< [ d [ 1 a a < v
ARNNAIAITUBU LHANNATNEN LLﬁZTﬂ“ﬂguﬂLﬂﬁ (uau
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o Y 2 T > Ao o o =
TN 4.12 ﬂﬁ]ﬁ]Elﬂ’ﬁl,‘)]’rﬂm,‘]i\lEluﬂ’JElﬂ’ﬂNGﬂuﬂ’]u“ﬂﬁllwu%ﬂuﬂ’ﬂNﬂu']‘llﬂﬂTﬁﬂzL‘}]ﬂN

7141 : Resistance Welding Manual, Resistance Welder Manufacturers, Association Alliance, 2003

21 0.033/0.84 0.110 0.035 240 3 6.6
19 0.042/1.07 0.110 0.035 330 5 8.0
18 0.048/1.22 0.140 0.038 400 8 8.8
16 0.060/1.52 0.150 0.042 550 10 10.3
14 0.075/1.91 0.180 0.048 800 14 NA
13 0.090/2.29 0.210 0.050 1,020 16 13.15
12 0.105/2.67 0.240 0.055 1,250 19 14.10

A [y} ~ y oA ° = N AU [y =
19911 4.13 thismadanuBuaiuim 2 vise 3 tnidumusiuanamnyslonzdoy

7137 : Resistance Welding Manual, Resistance Welder Manufacturers, Association Alliance , 2003

25 0.021/0.53 6 150 3.85
23 0.027/0.69 6 150 4.45
21 0.033/0.84 6 150 5.1
19 0.042/1.07 10 210 6.0
18 0.048/1.22 16 270 6.5
16 0.060/1.52 20 365 7.65
14 0.075/1.91 28 530 8.85
13 0.090/2.29 32 680 9.75
12 0.105/2.67 38 830 10.6

». masanuuumsdauuiudsanadinmmy
.. v av = = P P ¥y =

Girish P. Kelkar (2017) ldnanl3lunuiddedanis@iandienssnidiiinassaiinig
panuUULNUIIBLaAINIalUmMudnsuzrasgUnRIuuidasn ey Tasdusgiuginauas
Iuuvet]NBu/sesn/sesyurndlanziuau wazanisadenlanulanzindn ndiuas
wannAHENNANNYBYIENIN 0.5 §1 3.2 an. Wuddgy daluunansdindeadioniagive
Sy A - ~ ' o & Mooy A A . . a S
fAdadinInaiinlameznazldlunisdedusalall] sunsatjuyy (Projection) Linnaguaa
tiuly
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J e 4 " dl o " ) N dl v v L
g1 4.14 thssmadianuiuaiuim 4 U vse nnh Aiduwiusiuanumunlans

7141 : Resistance Welding Manual, Resistance Welder Manufacturers, Association Alliance, 2003

25 0.021/0.53 6 80 29
23 0.027/0.69 8 100 33
21 0.033/0.84 11 125 3.8
19 0.042/1.07 15 160 4.3
18 0.048/1.22 19 220 4.4
16 0.060/1.52 25 330 54
14 0.075/1.91 34 470 6.4
13 0.090/2.29 42 610 7.2
12 0.105/2.67 50 740 8.3

feafuiusesju/sesyuradlansivny Madeudasinnsandul s dudify
inzazhusimuaifhislumaden Tasmmemaimua B inaeeanszualvidon demgf
woAnssumialnavasnszuaaziiamalnuiuiuiudeaivanuounnanudumues
nasualwidon fulu dsnouluiuiesdounniuf festlounssualwidondingatuiiie
wasnszualwllunn 1 Jadufion 2 fu daanadugi 4.53

ATzwalN L%Em (Welding current)

—

<+«—— 973t80lN37 (Electrode) —»

>§umm%ﬂu (Base metals)<

(n) nzualnlwavulanesuGey (1) nazuallnavTansiiudy

(Welding current flow on flat metal)  (welding current flow on projection metal)

4 o tﬂ‘ I tﬂ‘ % ko
JUN4.53 anwaznislraveanssudllunma@entjududsanudunig
7"7;117 : Girish P. Kelkar, Ph.D., WIM Technologies, 2017.
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mssenuuumMadaanuiudsanaushunudinuiuiiann dumeenuuumudnwe
yosguulsznoy Faunald 4 %ﬁmmmmﬁauﬂmﬁu (Type of projection welds) 736

1. miﬁ}auﬂmﬁuuwﬂixﬁu (Stamped projection welding) Lﬂué’ﬂymwmﬂmﬁuﬁﬁﬂﬁ
sansowuLiiufutes 1 lumsdsznovdiudaue 1 1y Sudnlugaamnssumsudasaeud
Tasmsnansetsziy (Stamped) Tilanzaastufafiu é’faLLammiaaﬂLtuuﬂuéuttuuﬂi:ﬁ'umaq
Funulanzdenuazuuadondls "lugﬂﬁl 4.54 (n)

2. mil,%'auﬂa\l?iuuuﬂ% Lﬂdiimﬁqfﬂi (Machined projection welding) Juanseasns L%E]%J‘ﬁi
ﬁmiﬁﬁﬁ'}é’wmLﬂ%ﬁﬂiﬂﬂé’ﬂﬂN?iuslﬁl,ﬁﬂﬂ'rsl,ﬂﬁaugﬂiwﬂumafhu (Deformation) Lo
yadnfiammasnazmsfaiu Jidnlngidumaiesiudusewdadaminrusysgi
dasmauuanieuihiudmesmagamieliashluduwmisienafimailnasesmans duda
masenuuuifufununlfieiasnsesdualansdonuasuuadonild gl 4.54 ()

3. NMsteNINBULLLWREEY (Coined projection welding) tHudnwaizaaInMaont]uiu

]
=

fieonuuutludufifuiweadn Tnefgnudupwieginauifiduyusaniudinalfden
Aafu nefugunuiidgesmsaieiunrseddn (Pin) ussnutitelFauiududdu 1 &
wansmssanuuujuBuuueyetumilanzideunazuundoniléndsmadondia ugl
fi4.54 ()

4. m‘n%}auﬂuﬁmmuw (Corner projection welding) Lﬂug‘ﬂLL‘lJ‘lJ‘llENm‘JL%E]N‘ﬁﬂéJWEIﬁJ‘]J
wunl4A3893n5 (Machined projection welding) é’ﬂwmzmaqﬂuﬁuﬁad’m‘ﬁuuaaﬂm AfEN
Wifln (Nut) Mvudunudniu mnntuldusinalasdiuisibiaalnsaduiaiusziionswan
aranefniu fsesdeniinaiuisnvanuga (Seal) imihiiflasiunsslne nudlng
Humsdestudusmondsmuiaiurian 9 duaasmeenuuuuiiuuuiyuesdiun
TamﬁammmmL%lauﬁlﬁﬂé’qmiﬁwLﬁ?ﬂiugﬂﬁ 4.54 (3)

A. ieTaaiaanjuiudeaudmy

madeutjuiudesanuiunmulfieiesdeuiiondesusanushumunszualwi
sheamnaseuiiomamassazmemiouiumadosanushumuuuyiu 1 Tasweiesdauazmy
WufunuuumuaumadausediasasiadendsFaninaiouy Manual faudaafiesg
vouesnadanluzlil 4.55 (n) manzfumadaunuifinuniesiuuaannassuuuy fu
Ussnniedaadonfignaruauniaidondeusunarueud 3a3enia3aeuuy Automatic #
waaashatasaaasandanluzlil 4.55 (1) imnsfumudenuuudaiiininaaaanluszuy
memandnveslanugammnImy Sudewldnamussdianuuiuengs usonddununsudn

Ngauazdasinsguatentngszuuduaened
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(¥) M3 L%Nﬂuﬁmwuum (Corner projection welding)

4 = tﬂl A tﬂ' 14 % . .
JUN 4.54 aliavaspailion]uBudiBaNuEIuNIY (Type of projection welds)
71 ; Girish P. Kelkar, Ph.D., WIM Technologies, 2017.
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(n) wTpnBNLNEURLLBNMEAY  (¥) LATBATBNLNEUMBTZULAILAN
(Manual projection welding machine) anlunf (Automatic projection welding
machine)

‘J K ' d‘ 4 I -ﬁ' v v
JUN 4.55 drpenaAInadianjuEudmIsANNIUNIY

77;1/7 : Shri Balaji Engineering, Product of Projection welding machine 2019

4.3.4 madpaserusisanuFIUMY (Resistance butt welding)
yuauMdenisanudunIsiunsdeutuudes (Butt joint) fimdeany
faunnmashumunssualwihfinmmiasnadeniiade 1 fusd 2 n39As Tasesldnanis

Tumneazdenveunazdan1ndew Tned1adems Malur Srinivasan (2007) Sage 15

1. nﬁu’:ﬁn’mﬁamg’ﬁ'sﬂmmﬁ'mmu (Resistance upset welding) T1119A537 38091013
Fenaudeanudunas uw deslflumadestansiune (Pipe) warlangiTuuriasy
(Rod) (ARvmnalalawniin) Taenedunulansfiozidon 1 3w vudussudaad fudn 1 3
vusuimsuiaedeud MniuRiadeudunudhmiudeduiaiudesnszualwihuuy Heavy
current tital#AnAuFaunnauEunmu lusaeofueseudeniezl dussduduaud
sriuedeuilidnlsuiuisliUmegunumesnfatuunwuiden FuanmediUsznauues

mummm%au‘lugﬂﬁ 456 (M) WAz (1) MoguMadeNmaninaiadae
2. nesdsmadlenaudsanuF Y (Resistance flash welding) Teu19a5338n9
madensudsanudunmAa FW dsmdennulanzunaifaunala wu nesald visewdnie
AfaunuININ 1 Tmmmuﬂm%amsmﬁauﬁ’uﬁuﬁ%mit%aug (Upset welding) aafiudi
Femstheldnssualwidennnisbiaalnsniunssuauuy Light current Inashutaneduny
Fanuduianmsoiniierlfnammesnazans luvazerinfeiusduadouaedunuay
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Aumsusduiaeuinags theliislanzNiinnimasusaaadautiunu Jawundennlad
anwazndduyuepnAsuimn Audaatesdlsznauuazauumadenlugii 4.57 (n) uae
() MpeaMsdaNansesa bl

ARVEAAIN

ANVBALATDUN

4 QO
WUILTBY &\:\\\i
®INAA A ,
ﬂ —.
NN
NN
4 d \\‘\}S\\{S
LATBILTON ANNRRANY

o O

(n) NIINIBNIWBNEFIBANNAIUNIY (Resistance upset welding)
7131 : Substances & Technologies, Resistance Welding, 2012

(1) MBENNM T NAD T

RNLNANTDDBBR8ITNNT

|
]

:

Wt WaNEEANNAIUNIY

ﬁjﬁ’uﬁﬂLﬂﬁauﬁ .' . (Resistance upset welding)
‘ 731 : Heavy duty uoset
welder, 2015

o P Iy > : .
;:jﬂ"n 4.56 NITNIBNMIVDNLYNIBANNATUNIU (Resistance upset welding)

dmiuirseaienyesidnnIdsMgen mdemananuiumunnnszualnihou
adlundinuanudeulivesnazaeiiolanlddasuiaduuundoniwiioudu T
dounszualwezlnaniudunulans waswui nﬁuﬁ%‘miﬁiaugjﬁmmmﬁ’mmu (UW) 22l
Bnanszualnaiuiineudnannwionin (Heavy current) LWiﬁzﬁmmsmmﬁmmuﬁgaLﬁa
araanufeufiginu dunsndinadennudeanudiunu fasmaBinanssuaiites
ATW3BLLINT (Light current) TagldasanmiFeuieumslnavasnszualn denvamadna
nrialilugLi 4.58 uasiathasiadanasisasnmidsmadon suaaslilugi 4.50
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ANVBAAIN

fsuBaLaaaud RN
NN
7 AN
UHNAG “ a ‘ -
Taveduau Toveduny  _2oNLtas

LUITON

v

Ly
215N TN "N

LASDILTDN
_O O

(n) NIINIBTNIWBNNLAILANNFIUNIU (Resistance flash welding)
741 - Substances & Technologies, Resistance Welding, 2012

(2) MatNMLlauFaIY

TomsBuam wwadian P e

< 3 ad
wianTasalndeAsnng
WIDNIUAIBANNFTUNIU

(Resistance flash welding)
: 771/ 7. Railroad forums, Flash
E =] Butt Weld, 2010

J as ﬂ' £ v . .
g‘lJ’ﬂ 4.57 NITNIBNITTBNNUMNIYANNAIUNIU (Resistance flash welding)

mailawg (UW)

nzuAlnauU
Heay current
ik !,

& | A
L medennu (FW)

Aszualrawyy

Light current
-7 N~
7, NS,

o
//|I\\

A = Y v ke
1N 4.58 ulsuiiisuBmnansivavesnssudlviliouadnanudunmu
747 : How To Resistance Weld, 2010 (47l
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ooy

VkRaiNE

(n) aadanusssaluuLeaauf (@) wanaianNnusnIalWuuulszah

(Mobile flash weld railway welding (Stationary flash weld rail way
machine) welding machine)

?7;\/7 : Plasser & Theurer, Railway Welding, 2011 7"73(/7 : KZESO, Railway Welding, 2006

(m) teaadonUluLdes (Flash weld (1) LATDILTDNELNA/AIN/TID NAY
band saw welding machine) (Flash weld rod/wire/pipe welding
w7 : Cruxweld Tech, 2018 77;1/7 : Montfort International, 2015

- & 2 1y > 2 > >
'§1J°n 4.59 LATDATDNENIBANINAIUNIU (UW) LRztIDNNUNILANNAIUNTU (FW)

?7;1/7 : How To Resistance Weld, 2010 (¢ Ferul 9i3)
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4.3.5 Matflannsznudeaudunu (Resistance percussion welding)

MIdannsznUiurLINMsEaNNodEANNIIUNUYBINTELE INF B nutianiia N
feulddonsprunudminlansduanuauaidn 9 W tduadn (Wire metals) YUI9A1E 9 Y30

FudrunTanwaztJuunasie q iy gaannden waztwadn 9 Wudu lagszuunisiday

De

Uszneude unaamdalni wazidaalnsansaasidniisudatunulansfigaamsidtos Toe
penuuLNTUBalHmInzaniudnsarsnTwedunuden Werhiunudhdmumisdudad
i8aalnsa nniuldesnszualiiiiiaaisanniounnszuuanuduniunszualnii e
Funudaumnauisunasvarats tadadiiauasldosszuunalnusinssnundausinisaen
(Percussion) IHTumuLadnuNInIzNUAY Freanuiouninfuussnsznusaniurinlilan:

Funudadunaenfanuiuuuiden AudaazuursIMalonaina lugii 4.60

IdLanlnsn —» I

° m% = m s
ihﬁmvffmm—» l

o 4 w v . . .
3U114.60 Y17uMs@ipunIENUMBANNAUNIU (Resistance percussion welding)

77 : SNS Institutions, Welding Technology 2019 (17eulyia)

matifaunsznuwismadendienisaendsanudiumuilivdnnsiindrefuns
Fanwuuny (FW) snfisuldtudnsanuinansdesnuliaunsadenld wu Tunuiden
anvnain 1 wisetunuludnwaisnmsauliaunsadenls Taenssddnmsdesildom
Tumadendatuduann Tasszananetioend 0.1 undl imgunazazaiuanusuieliiia
anusouluiuiiemzlareduau (Particular area hetaing) faviy wuaidenarlaiiananszny
fuiufilavesauinefienanalfinanaudemeld wu madenTagabiaansefindwaadndi
wuanemaauasazlidems vianadougunsaliuduiidsdennuidemes fuandlugi
4.61(N) WL (V) MNAIAY Lmzﬂﬁaﬁ%mﬂ%auﬁéhmmzém%fnmsﬁau’a’GQTWwiwnﬁﬂﬁmﬁ)
flganananaireiy Anhanufausmaiunudanaaumniianaiu duanslugii 4,61
() wangalsRaudsnidenia luawnsaiezdenlansTununufifanunuininiiu
Nufivihda 600 madiadians Taedszanald uasinlifeudonTaglavsfimiioudu (Similar
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materials) W@azLENZAUNSEINIdAlaneNAUTiany (Disimilar materials) AIUAAIGIDE
9 Flinvesiaglans@endiany wazgUnsesndniunnilendmenssnisnmsliounszny
fzanNdumulugUn daaadlugin 4.61 (1) 6198301 AMADA WELD (2020)

(v) Madannsznuginsaiiudiu

A A ' =
NLALNAAANANLT LIS
772&/7 : TWI, Percussive Welding, 2015

(n) Ma@annENUMIANBILAsYBIa Wi
71 : MTI Micro Welding, 2015

(ﬁ) ﬂ’]iL%ﬂNﬂizﬂUIﬂﬁz@i’N%ﬁﬂ
717 : SNS Institutions, Welding
Technology 2019

(1) MBENINAAN N TaNMENTINITNSTaNATENY
71 : HANSON Welding Machines, 2019

] LY 2 14 v a o 4 v
§1J'n 4.61 ﬂﬂ‘lﬂmz‘?lﬂ\'lﬂ']ﬂ‘ﬂﬁmﬂiZﬂUWJEIﬂ’NE\IGﬂ‘Ll‘Y]’l‘Ll?IENNﬁﬂﬂm‘%gﬂttﬂﬂﬂ'}\‘l |

ANSULATDAU T NN FN UV LIUM TN LUUNTENUAIBANNIUMUL A HTeUUvN UL ag
ATzual WA BSTUNS TR MRNAUNULATDUTONANNAIUNULLUDY 7 LA lFNN1T9DNLUUTZUY
2992995 WA N N1TEF 19N NIIUNULANANAUVDILA AL ALAUIN TNz ua Wi Tnaru

a = = A o ' o ' ° ' o ~
Tasinfussruiunindeontazia1uniieinnuiuniueg 3 aunis dawanslugin 4.62
N&1IAD AUNLI A HANVFAIUNIUAIGA (Minimum resistance) g1t TuaNNAUNIUN

LANTUTENINWIBLAAINTANURITUINY TaRNUNduRanuIIndInananszudlWinlvanszany

J
a v o o

ANMNEIUMUUMRIFNEFEANNFIIUNIUIIA ANBULLTULAAVULBNDUNUAVAILTIUI C Ue

<

dmTuiiunis B ijuduniandanuduniunssuagaga (Maximum resistance) L4391



nssu3sSmsibou : nauluiGivasaibow | 263

UmeTunuilideufifnusueFeunauiiGendi Shisel point shemgiinssualiidoamaunlng
iuuiauuastios afaaamnuinrsinsuaudralfmunidiiaanudumud
gege waziAnanaauldinnuasnah fuflafudunudmiFaiammesuiaduldine
warmac Tnefhisnmadenssgnimuatumaumnavedansiuany

Tanzguau AULARDUN A29UAIN

Y

Taneduau

ANNAUMUANEA  aoadumugega

ANUAUNMUAGA

(Minimum resistance)

(Minimum resistance)  (Maximum resistance)

= o ' a > ) 4
51U 4.62 MURUIaIMIAAANNFIIUMULAZANNFDUYBIVLIUNTIDONNTZNL

77.'%/7 : Comnent Inter Technologies, Inc., Percussive Arc Welding, 2007 (| 198l 7/71/')

yilavaaasandennldinaissunalusgiuamnavasdunuinmnadnuazsualg @
uaaufumpealugii 4.63

percussicn
welder

(n) LPFDUTONATENULULVUIALAN
77 : MTI, Microwelding, 2020

< = 2 > o
31]7] 4.63 tATBILTBNNTZNUAIYAINAIUNIY

(¥) LATBATONNIENUULLIUIATAE]
77;1/7 . Pef Welding Engineering, Hennigsdort; 2020
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4.4 nsnisnmdanadninden (Stud Arc Welding : SW)
madenadnindevidefiienFeniudu 1 11 “denada” Thavunadesiisaaglungu
UszLanueamstiane1sn (Arc welding processes) tHUAEN 1 TaniAouinafitasanzay (d
Snwazuigasnsauiidusenaniuduman fiulanzwsiu Tagludaarhmazriem
inasvuiufiveaurulanswan Idundnsazauswanadnindsn (Bolt) danviya (Pin) a3
(Screw) ¥i3aLApauvan (Spike) Ma 1 (Hudiu nanalilae Complete Stud Welding (2017)
ywumaideusliunssidnaineiasdenuuuniaulaaiianisenin Tasruga
Mg WaiamIninmmasnalzinduiuinvedovewiuuasilmevesadninden e
aonntuiluidesvzBuienaadninasadmusiulanziievlilanzndgeadufiniy fauans
sruvvesruMadenlusii 4.64 mnauasriianvaslansAlfifuadninden (Boly fulans
wril (Base metal) ndniHumimuaifadeseanmadenldun nszualwion (Welding current)
LAzLIAN815N (Arc time) yurumstienitufidenduan odumnzannsadenldode
nadussiadealiduiudeivinuedigann uasihpiuldlmmiauumaluladmadonada

WUDFN 9 Nifudls Mldedadaniyeaiiadu dzann Uasanauazilsz@nsnmgs

- LAaaatay %aAIUAN (Control unit)
RG] : ]
e
] |
| |

_ :
)
?
fEAILAN ) 5
SRISIGILY e
demuanNiluen f &
a A8AILANTUINY

| = [ =] .
3U 4.64 s2ULPRVLIUMITRNEANLNALT (Stud arc welding)
741 : ASM Metal Handbook Vol. 6, 1993. (1/5/51v3)

mafiamadanadnindenemadenada fealfnufunnlunugaamnsunisuda
wargaavnITlsznaviudundn dsieng 1 Tasamzdudiuenueud Jinaianiaisans
deadileninauslsluadsess K Hartz-Behrend et al. (2014) Tnefiifuseuaunausaaslyil
1. (nadamnFondsninae 881587150 (Arc stud welding) fadantnZenmnaiiain

“amadanadalsznieli” Tumsdienadanisee o nuisusgauulansuiuauiug 2 au.
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waslfnandenduiiies 0.06 3unfi TneTvunouveanadon 4 Juneu fuandlugUi 4.65
NA1AD

Juaau 11hdasa (Stud) vl ludunisiiduaaa (Chuck) yasthuden Taefivsin
Uaneuesadadeeiminseusning (Ferrule) alifiUarein (iteriwiisnfiulans
waammaliAannmaarinliegmely) fadasndluguil 4.66 udnihihudoalunadumisd
Fosmaion

suaaui 2 nanalatudeielinszualwihdidyanassimsldesndany m‘ﬁ‘qﬂ
nalnwesilu Wadeudda (Stud) sanmiiel#Ann1senin (Are) Tussniemadatuialans
U (Base metal) mmzﬁaﬁnaﬁngﬂﬁuﬁugatﬁmmnLmﬁummmim%ﬂ

RO 3 iansrasNazasLazmeddnzgnnalian (Sinking) sl lutavasnazas
NEUNUAANINUYBINTDIFNAS

sunaui 4 Tovenaeummidusnuaziiamadeufafuaeasysansiadaiiun

Tavizgnauudiny TuldannianiinsaunasandduLastARPUDNNNLESIFUILIUNILTDN

*

d@an(Stud)

) 4

«— 1IEAN
WIATOL

=

L — | L= |

FUUY

JunDUN 1 YUADUN 2 YUADUN 3 IUNDUN 4

) & a A o = v .
?IJT] 4.65 "UumausﬂﬂqLﬂﬂu@]ﬂqit?}ﬂuﬁaﬂtﬂaﬂf‘]/ﬁﬂﬂﬂ?ﬂﬂ'ﬁﬁn%ﬂ (AI‘C stud weldmg)
747 : K. Hartz—Behrend et. al., Journal of Physic : Conference Series 550, 2014. (1/31/74 [ni3))

sy’

g WIATBUTNNNE (Ferrule)

A o a U L Y]
3"1]‘(] 4.66 ﬂ”liﬁ’)NWJﬂiﬂ‘]JL‘lﬁ’mﬂﬁ (Ferrule) Wnulangaan
77:‘1/7 :EXTREME : Bolt & Fastener—Inconel weld studs, 2018
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malegndlfmunafianaidenasnindeadieniienin (Arc stud welding)

o wiedmsuadafindannlanswmin minndlsatu egfidien uasnaandomuia M6-
M22

o tinzdmdumadenuulanzwsduunslitoanii 2 wu. TaefszezanvasadauuiTansa
e 1-3 ww. TaeldnandonduanniiiefisumAsmadeuwuuau 1

o mnzamiunulanaiea 1 visnufiiAemfugamnsmmadaia g

o thanzdmTuRINuRladzo1aunin inszdsaseuaning (Ferrule) $elunsfin
ypamaInnMInasNarans Fuiludmdeedadiantsnuuintunusesunisirinisdey

o tmnzdmiDnuigeamslaiiuinnu wnziaduiessesresniadenfissduiien

o nzdmiunuideamesdanadafiufeus fostunmsduaziieufioniinnmmge

Y9930890 Lo Tlunenaf wazansaanuularsiununiaiadauiale

ipadanuasadanadiauuuenin (Arc stud welding machine and welding gun)

ispadouasidenvansnAimadenadauuunsersn (Humadeaditenlim
nanslunuifussuumasdasedlsnugammnmuasnumaanum 1 b mquawaed
mademauiududesiuiuliudnman Tdua deuswan Bolt fu Nut adavaadn 1 dhiu
wiulansiiomasznaunShundaiamiang 1 faiu fudaeieadeuldlimsesnuuuieiaaden
Wmnzauiudnyarsany Jinuessadesuuutndfildiuauium 1 1 (Stationary stud
welding machine) uazia3adaNLUUNAMIEINITaLAdeuTilUTH U9 9 18 (Portable stud
welding machine) uszuvufnaalszilussuumemandnaslsnugaamnas fudussuy
matious mTuﬁﬁﬁmuaué’ma:m CNC (Automatic stud welding machine ) AU AAIAIDE
vouarandoamamauunlugii 4.67 () () uas (a) muaeiu Taedtudouniuasdisney
ddty Tethudenfimmeenuuugliauasginssinannmedialiaansami lulfeieaden
urazafiaviasudneuzansnuiminzay Tasfiasdusznaumdnlunslinuaesdudiutiy
\Gorasnilouiu Tifissdntsnauiduunadfihnlsnauiadnsasamznuinmeeng
Fauansfmategnaasthndonifeoalfouiulugi 4.67 (1) Tudeyadldduusilums
\deniaiesiianasgunsaidmiuaviunmadesuunadaeiin Taegudn THOMAS ~Welding
systems (2013) LL@%B}_’NEG\ Weldtron Engineering (2018)
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—~ §

fi
-H COMPACESOZ! .) - ?g@g’ld

(n) LATDUTDNEAAULLULATOUN (v) LATDUTDNEAALLLWAN
31 : THOMAS ~Welding systems, 2013 #14/1 : Nelson —Portable welding machine, 2016

(7) LATDITDNEAALUVTEUY CNC
77.;1/7 : HBS — Stud welding automated CNC, 2017

(9) dnwazgUnswsstiudanuuua 1 nienldnu

77;(/ 7: Weldtron Engineering — Stud welding gun, 2018

| = A L% 4 = L .
5UN 4.67 \espalipuuasii@ianueimsiZauannuuun1sensn (Arc stud welding)
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2.(nAilANI7L iéwﬁﬁ"hmﬁ'ﬁm”w?ﬁﬂ751/5)27571/55? (Capacitor discharge stud welding) 314
daainGenmadiaiii “maden CD sd” Humsidevadnindeneadnnyasa 4 fidadd
Lmuaéfﬂﬁﬁé’ﬂumzﬁmﬂmﬂﬁﬂa\ldauﬁuaaﬂm (Ignition tip) Fauanenafiuadaildlunisidey
wuuendn fananamaFeudeutmevssadafivansefiuluzli 4.68 dwmsunsmiAsnnden
fhsdidnuariademAsnndouuuuaindeuinann Tasmadesuuumsdesszqasd
gunsalyaiulszglWlunisudauaztdeendanu laglidsndudaimiaseuaniing (Ferrule)
flifAuTavenasumauniiaufumadiouuuuein $19dedioyann A. Magda et al. (2018)

ANNULANANYDIUaBERn

gy i".l_]‘n468 AsLfeuney
" :: : -

ANNLANANYDIANEUL
JUi09Ean

71 : EXTREME : Bolt &
Fastener—Inconel weld studs,

2018

‘ﬁuﬂaumﬂ%m\mﬁﬂLL]J‘]J‘]Jﬁ'E]EJ‘]JiZﬁ; (CD process) sznausg 4 Juna é\’quﬁﬂﬁugﬂﬁ 4.69

sumaui 1\asa (Stud) ‘ﬁaaﬂLmu"lsﬁmwmmuﬂdaﬂﬂisfgmiﬁ;Lﬁﬂﬂ"luﬁﬁmﬁﬂ (Chuck)
nagudanerastiuden antutilynafidwmiadaimaden Taadmuaanuwivginin
ﬂmammﬂuﬁuﬁﬁﬂ (Ignition tip) dzpnsuazdudaiuiLive i Tavzam oy

sueaui 2 nalnihudeniieyde BWRINUBDNNIINGILALU529NUT (Capacitor discharge)
Tnenlszqesiviutluiuasmeada Salnffisnadndlisansanudendnulinadunn
gnidpeaanyAuAAMINeBNAzAY

SuRBUT. 3mm3ﬁﬂu'§iummaﬁﬂLﬁ@mmaamzmmﬂmﬁaLamé’u%?u AN (Gap) o
shameadaiuisguny FufunadetuitudennasaUmeasadnmusiulansguany
inuTavznaanmmiilelavzfuadunuazdatuduuuidon

sumauil 413pATUTBULIAT (Cycle time) T‘JuL%ngﬂﬁuﬁumﬂaéfﬂﬁt%auLﬁ?ﬁ]ﬁau%ﬁm
Husuafaiuunsumaienafauuudaslsg Fuanistumadauwasiunuidauiate
Tugufi 4.70

malszgndliiunaiiamaidenadnindendenisiidesn)sey (CD stud welding)

o mzdmiuadafindannlansmin wmnndlafiy egiifiey uasnaundomua M3-
M8
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o N zEMSUNMI TN UUTaNELHUNUNUNNEBRENIN 0.5 3. TasliszesaNUDIaAALUN

Tavisa1uLine 0.1 V.
o WNITEMSUNUTUE NN TN 1 W nan inneldnanlunmsdisyaunn wu 149

LIALNEN 0.01 U NUTUNUNTVUIA 0.02 17
o iz nSUNUNdaIMslaInuEINY inzanuSeunnmsideniise aataymnisine

¥IMMEEIL A UUUNUFITUIY thalusaTasva N liaN L iIiULAEN
fiafifgeanaanradienunuuanadiulaa twazses

o innzd@msuNsiaNlavizAIviia
——— A — =2

UNDUN 4

WiaNNszesaniNeaantios

'l

WHEBIRRER (1

(Ignition tip)

JuaDUN 1 UADUN 2 UNDUN 3

o & - 4 o o . .
3U14.69 yumpureLnalinnslianaanmensUapedszy (CD stud welding)
773/7 : THOMAS—-Welding : Stud welding, 2013

>
>
-
N
S
S
-
N
S
3
S
N

X

(n) MadipuafadeIsNTanesz (1) MBENTUNULTDN

| ax P o o ' = A
7N 4.70 FBmadenasadmenmaasslszquasiunudionia
77 : Sunbelt : Studwelding INC, 2018
- o o v . . .
msmlﬁauu.azmLﬁauﬂmmuuﬂaaﬂﬂizq (CD stud welding machine and welding gun)
LAIDALTDNLAXI I NYDINIINIBM I TaNadauuLdpr1szq Hszuunalnnisriauade
AuNsdiauadaLuueisn aenuinmseenwuulimnnsannuilatensdeslanzusunivunn

114 1 Badsznnweaassadanuaztludonlduansl iludeenalugin 4.71



270 nssw3smsibou © nauluiGivasraibow

¢
U
i
L
il
S|
ST
o

(n) LAIDATBNAAALUVLATDUN (1) LATDUTDNEAAULUNAN
7 : TAYLOR-Stud welding systems, 2011 i : TAYLOR-Stud welding systems, 2011

WITDNENTULATDUTON AR AL TEUL

BAluIA (Automatic stud welding head)

() AR TDNAAALLLTZULBAIUNRA
7’7:1/7 : Motoman— Stud welding robot, 2012

(¢) AnwargUnswetiudanuuueng q Niewldu
71 : THOMAS Welding systems, 2014

| = A L% 4 - L v .
U 4.71 @3padipuLazRI@aNIBIN I liaNaAauLULU a8 529 (CD stud welding )
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4.5 nyavismadlendeanu (Friction Welding : FRW)

¥
A

Eder paduan Alves (2012) l¢namaansssdgnmsidesdsin unmsideniiodendnms
rosusndsanuieueafideniusnfeaivesagiidesnsfiasidendafuandudaiu Tag
Unennwdsnulnih Unanmieiin urendeanaseuiienmmvasudeuderiudsusiden
MuUN9NA (Friction mechanical) fpadtsznavvasumadenlusii 4.72 falidduiunoy
vasmadensuandluguil 4.73 ddmedunevemdnmsufianmsluudassuneusasot]

WATUAN i uuau

L.+  suudalalasand
AIRDVTUINUY I

NOLABSTUNHU
gﬂﬁ 4.72 A FeNEaL (Friction welding process)
7"7;1/7 : Eder Paduan Alves : J. Aerosp. Technol. Manag. Vol. 4 No.1, 2012
JunptAsMadandeanu (Step of friction welding process)
MduTueeuYeLIUMBTaNTia Ay Eaunnusudeanuil § 4 suaeu Lty
Taguiiavzatszinnla i Tanznguindn/usnnguunan wazginavasiagiuuule wu du
sulurianganay uiuGey unanien viagUnnsuen wsuananfuamehismadaumiiy
Tnevunaulfiianinden fail
Sugaui [ihTunufigesmsidesfisumaesenionthdwiunneau (Butt joints) Maena
FusudauuLAsaadow (mmﬂumd%m%’mﬂaﬂixqﬂﬁ) Tnedunuilidesniduiudatuisy
grulaiiadoudl (Non-rotating) fiudnTunilsiusudafuiifusuadeud (Rotating) 911l
Usuasthdsrasmaienfiganiuguaindes falsnaudie 3 Tadendn Ae anutseuses
MILAGBUR (Rotation speed : rpm) ANMEIluN15EDY (Welding speed : mm/min) Lazu3InA
(Pressure/Down force : Nm) Tagdarhnisdendensiadeutiuaudhmiu
TUABUT 2 Lﬁa?;mmé’mwuméauﬁé’mﬁﬁﬁuﬁuamﬁmmﬁ NnfANINsLAdsuiueg
Funuantuisuiemadeadiueesiminduny sad safuinsiesnadugunues

0 9 v a oy & N £ A
mlAiaaNNSouTuLazaziNINNTUGDY |



272 | nssu3sSmsibou © navluicivasaibou

sunouil 3 dietBinaanufeunnmadsamuideadgunnweiasiliilalansdm
Awthdwiananmsseusmauieuvansial (Non-melting) tialansdiufisausasuanna
nulpeiiusaenadnnaaniim

Fumeui 4\ Dutussuitunudumpiadeuiingaanu sxfiifisadunuduivuiaatign
SadeusialfdeTaneinaunaufafuuivanndaiu uasdudldundeiauysd Tas
LLuﬁL%aNaﬁﬁltﬁﬂixﬂziﬂﬂﬁi (Total of upset length) ﬁﬂ?ﬁuttﬁﬂﬁiﬂﬂﬁuﬁuﬂﬁﬁuLLGia::‘f]ﬁ]ﬁe]’EJmi

Woniounazalinvesidglavzlondaszezg (Upset) unanwazanuazimimiasanly

NNABDBLNHYDILABLIUNDUVDIVLIUMTLTDNAINA1ITNGU enNaFaa T UL HuMNLEn
ANNANNUSYDILABLA N LIUADUNDANNINEADNITLINTD LALUAAITIBIAUANNTNNUSAY

ypstidemadenlusninmadevldeendanu Asanslugin 4.74

¥

TUNPYY
FUNUBALUY
i e’ \
P 0 ) , Uy,
JUABUN 1 & 4 5
. PURDUN 2
59818 (Upset) \ WL y
s .‘!yv
& 4 3 7lg . . N
PUADUN & &
Juagun o JuABUTN 4

@ﬁ 4.73 JuapudEnaTaNdsanu ( Step of friction welding process)
7 : Anonio M. Mateo Garcia, Advances Gas Turbine Technology. 2011
inafiaredSmIadondsamuy (Technic of friction welding process)

F Khalfallah et al. (2020) ldnanfanadia miﬁ}auLﬁﬂmmudwﬁﬂuL?iamiaﬁu’iﬁqfamﬁ
faniAseusmlad uazimnzfunadenlansaasiia (Dissimilar welding) Tagtanzlansdis
HamiAafounnsadldiennnsifiesuuurassazas (Melting welding process) wiaTans
darfiaffiganaaanaiseiuainn dudu nnnsdnmduahioiasnnsdunalulagng
Bawhausudsanu wuh thyfunaianmadeudsusadsamumaniautisean|Fidiu 2
Uszanwndn fe Uszaniidiaaldiazaaile (Tool welding) fiutlsznniiligadldiasaiie (Non-

tool welding) AaNeazideaLNaLGy Aanallil
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)
T L .
W Gynyue
g - WINAYEAEANNULTDN
<

I}Lmﬁjamwsaﬂ

?

) /jb\ TLE2YDITOHE

VAT

7N 4.74 anuduiussazdenvesthisnmadendsanmu
7"7.1/ 7: F. Khalfallah , International Rewiew of Applied Sciences and Engineering. Vol. 11, 2020

iafiamaiendsusudeanu Humaiafifiennmalegndlfnuseshaienitueg
fudnvazyesdunuigasmaden Wy Suiunulansuku@ey Tunuuriina/unanaey Wie
Tuufigaemadenaane (Lap joint) tJudu Funafiafiaansonufiuuasiesldidanauiu
Tuifagiiu 11 4 35 TaweeldpBineanuuansnsiuseusszmaiinnmadonsasnlyil

1. inAdAn T EeaN MU LYAIY (Friction stir welding : FSW) Muaaiainlsznauyad
?Jmumil,%auslugﬂﬁ 475 (n) Fhumaiianmadenuuuusnaafnsamsdondigu s deaniu
’s?iaLﬂuﬁ:‘ié’fﬂﬁu"lu%admﬁﬁauLmumu (Stir welding) iwnzinaiinn1siantasiiieseiie
(Tool) Husniu Tnefiaevesaissiiafinaniu (Probe/Pin) vhuthfinudialanslwiians
sausauiaunasuasasuasnauns Uiy Ridnsarginarasiniud nseenuuud
wannvane el lmnzaniudnarseuidaIndoy ﬁmamiugﬂ‘ﬁ' 4.75 (¥) tnAlANT
Fenilazumnziumsdionden (Butt joint) TunulanzwiuGey

MUIURILYBINMTTaNLLD FSW § 4 i'fumwé’ﬂﬁ'lé’iy ﬁquamﬁ‘lugﬂﬁ 4.75 (A) N@NIAB

supoui HiTavsiunufidaanndondudauiuasivuaieing TaswnusuBaegiy
Lmul,wmwuﬁmmmmgulﬁ (Rotating) waztadaufidmIunuEenlddeadaides
LA3RaTNT Beiamenisadeuinefianeeimsidiay (Welding direction)

sumaui 2wedeuinnudmaduaulan: wasnaniuaslugesiesswisease ULy
\#an (Plunging) ?ﬁaﬁﬁamuﬁﬁammuﬁ@LLiQLﬁﬂﬁﬁﬁuﬁmﬁmmuﬁ’u wazGuinanusou

£ = £ A
YULASISEWNNNINYULIDE )
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Funoui 3 ilelansisousaudinuiouvany lusazzivnumyufmiheilslanzniu
wwanmuiuauAalFihnAnaudounumnaresianiug (Welding) Sunauiivnniuas
wyunlaeadaiinimaenanuenirassmumisnuiigeamaiay

sunaui 4 \dedugamumisnuiidasmadiaaiiniuezgaiaisinsossunnaseniua
(Pull off) flazldiuaudondaiu Tasnafigadugananiauinifaiiuguesiniufiideniy
Keyhole TefiaiTudinunnios siniu dasiadoumniuliasdmuniesnasgaesdunui
apamsaanliidniias

dnsuilvereinadaudenaiianslanmensdeaMuLuLNIL (FSW) Aaafa1sania
tadenan 3 diud1Any Ao 789 (Materials) LATBINB/1AINIU (Tool/Probe) LAzLATBIINTAUNAY
(Machince) Aauanglua1an 4.15

= 9 d % = 2 Py = Aoy A
a7 4.15 Tvenmisdiaudmemnaiinmalipuaedaanmuiuuniundainaisan

07 - 35N AINY UdzA: 11331TIAINTINAIGNT UMBENTenlna 23 (3) 64-82 2016

198NnINITUN 198N INITUN 198N INITUN

1.5}]17!91"1!9\1’3'6{93 (Type of
materials) miﬁ]}am
nsadsHEsadenls
nalanzuannguinan
wazngumdnuavzey
Fanlansfifaniifsou
LAtien

2. ANNVUIDNIER
(Thickness) Tieafud]
nanamsUsuifaaenis
o

3. MstiansaIn
FouldmeTaguiia
L@&INY (Similar) waz

@99HANY (Dissimilar)

1. NM39DNUUUTUNTIYDIWINIY
Fainarnvansuuy dud

- NNNTIY

~ NNNTIYLNAET

— N3INTTUBN

— NNTZUBDNLNEEY?

— nysdwasm

— NRENAREN

2. P84 (Tool)

~ Jagriueainsiie
—9NAYBILATBITE (Shoulder
tool size)

— YUAVDININIU (Probe size)

1. ANI3IIOUTYUVBA

LAIDIINS (rpm)

2. ANNRIAUTDN (mm/min)

3. unaLUILAY (kN)
4. 9282NARN (mm)

5. yudeaLATBINBNIU (°)
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LNNA

l u,saruu
LA3893i8 (Tool) q@@s

LUATON

(1) FaUpIRINIUMIToNULL FSW
737 : ESW: De velopment & Trends, 2013

(n) NFINIDNITONULLY FSW
71 : Friction Stir Welding Seminar Report, 2017

I =

, L9NA
<= (A38338 (Tool)

<lgf=T3unu

UADUN 1 UADUN 2

LUITDN

YUADUN 3 JUADUN 4

(A) PURBUVDINSLTDNUUY FSW
77;&/7 : Metallo., Micro. and Analysis 8: 713-725, 2019

o - 4 o - . .
31111 4.75 tnAUANSLIDNLESANIULUUNIU (Friction stir welding : FSW)

2.nadam i ﬁﬂﬁ)ﬁ?ﬂuﬂﬂ?ﬂ (Friction stir spot welding : FSSW) Daniela Lohwasser
= a = aad o = = S
etal. (2010) ﬂﬁ']’m\‘lL‘Ylﬂuﬂﬂ']iL"}]BN’Jﬁ‘lJ’J”IN"ll‘]J’Juﬂ']‘SL"HE)NLLﬁa‘:ENﬁﬂizﬂﬂ'i_l"llﬂx‘lﬂ']il,?]m\mﬂﬁ”lEl
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]
A £

Aumaiiamagentdaanmuuuuniu (FSW) Taefiaseadnaiufuiaweinsnyu (Rotating)

v ]
ad A v G

fun1sne (Press) SLA3paiinazuanaetuiisdsIaTeie (Tool) luldiadeufiduidunse
(Non linear movement) LLﬁiﬁlzLﬂéﬂuﬁﬁuﬁQL‘ﬂuﬁ’nmﬁﬁm (Spot) AL EAIBIAUTENBVYBA
mmmn?ﬁmﬂugﬂﬁ 476 () wazUBNNLANEAEYRITILAR Bz LANA AU N BATIEIY
yoetlaresiniu (Pin) Uaeazenanninwnzienlitunadeslansuiuuuussing (Lap
joint) é’ﬂmmxgﬁmwmﬁamuﬁﬁwﬁuﬁﬁmuumqmzuaﬂma (Straight cylindrical) L1/
NFNTLUDNLTE? (Tapered cylindrical) LLmﬁmﬁﬂNm\‘my‘ (Trapezoidal) LLﬁmiugﬂﬁl 476 ()

%gumaummmﬁauﬁwLLiaLﬁﬂﬂmumem (FSSW) Talasdunauiiuguussuiumaden
ﬁﬂqmﬁm 13 Sreuiuney ﬁ'&LLﬁﬂﬂugﬂ‘ﬁ' 4.76 (@)

suaaui 1 Jueeuilizendi « Plunging” ilansiunudidaansidennaneiuiunsondiu
mﬁuﬁﬂuugmﬁammLﬂéaﬁﬂiﬁiﬁﬁiau ﬁnﬂﬁuﬁéumuﬁamu (Rotation) wiannuldusana
(Pression) Tadeuinmlansguau

suaaui 2 Tunpuilizendn « String” Tavzdunuusuuuiilauniuneufieziinanuiou
wazdoumauiounasummnou Insvzaaiaslsuiilansdunuusiua doadvesana
Sauazufusnaauneesinu Juseuifuluseunsuasnaursaiis lansfisaus
Fuiatdeniu

9uap171 3 Tumpudli3endn « Drawing out” 94 mauﬁﬁ]wqﬂmsmumuLLé”JiaﬁmLﬁaTam

& o & = < v & = = o
LEI‘L!GI’]?]’]ﬂuuﬂﬂﬁ]ElLL‘NﬂﬂE]E]ﬂﬁ]']ﬂ‘Hu\‘i”luﬂﬁ]ZvLﬂLU‘L!LLH’JL‘HBNLLU‘U@@] (Spot weldment) ‘nﬁwm

wwadenildnnmadendsusuds ANUKLUYA (FSSW) Tﬂﬂﬂﬂﬁﬁﬂq@ﬁmmmawm?}au
%xﬁé’ﬂumzﬁlﬁug/ﬂqu (Keyhold) ndwanelasiinandnsnavesiiniufinesesnnasn
diaTanzifuslyudn é’fﬂLLamé’ﬂHmmaﬁaﬂL%aué’aﬂdnTugﬂﬁ 477 (1) TedwSuuundew
yasdudualsminniaiBusesswivieitunulimeny Adulasiavesmadendail
Tuasmainaluladnmadendewsadeameldnensuiannaadunazufiiam Saianaia
madenlmituiuuadenyasfuduussliifafugmau Muansdnuazsssrasdoudingn
Tugifl 4.77 (1) Genmnaiianaidieniii mm%auéﬁmm;ﬁmmu@mnuLau (Refill friction
stir spot welding : Refill-ESSW) wwaidandiléaziinannnissaliiielanznsausalnaluifiv
Li¥ (Refill) @eta3neile (Tool) Usznaudae 2 daundn Ao 1LAsasile (Shoulder of tool)

WINIULATEIND (Probe of tool) TNIgIzvULaBazAany laad 2 3Bnaden Ae

1. 38moauiiplanzi@nifnmetnaiaddia (Shoulder tool) 5141 ve91L1 (Shoulder) 1
wihfivyuieaiasadsamulitiaanyiou isilielansniaasdiunazdaiuasud diuwsa

o P o & o a = S o o Ao 2 S
13N (Probe) ’i]z‘ViE;IuWiaNE]ﬂLuaiﬁﬁﬂﬁﬁﬂﬂwﬂﬂLL‘L!‘Llﬂ‘Ll FaduruzaINUNAILILATIUNYUY
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LLINNA

e
Shoulder |

; H
O —o- @

” (2) FHAYDIINIUM I TONLUY FSSW

WINIU (Probe/Pin) 7131 : Journal of Mechanical Engineering and

Automation 2(4) : 74-79, 2012

(n) NITABMITaNULL FSSW
7 : TWI, Friction welding process, 2015

& =
YUABUN 3

@ ,
(ﬂ) YUADUVDINTTDN WUV FSSW
ﬁ;tl’l : Metallo, Micro. and Analysis 8: 713-725, 2019

o - S o :
7UN 4.76 inatiaMslaNLEEANUKLVYA (Friction stir spot welding : FSSW)

(n) WUATDNYDINTTONULL FSSW  (2) uudidianNpInssip iy Refill- FSSW
o = o = o .
7N 4.77 Whsuisuanuauudanuuy FSSW nuuiy Refil-FSSW
77;1/7 : Y. Chen, Refill friction stir spot welding of dissimilar alloys. Materials Science, 2015
I R P O v o A A A A & & v & A

gunanuivadlagasnunldiilanslnalddunundan WaiialansfiumnazansLasaiiia
& o = ~ o o v & o ' =
ngoanazldundenfianysal dudasaausunauainalugli 4.78 (n)
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2. 3550 aHialanzinutAnaiesiniuwesnaiie (Probe) 351l ddmvasraniuduaari
wihinyuaianuiouannnadaaniu weiilalavznidesdiuaaudi finzsadeusanion
nyuliiialaneNuannauiuudlnad Jaduwsusdeiundminiuszassesniveadanun

X~

Ml dialanzlnaldfniunseedan naanniiial ans iunIainIre9LAInIlaNIAn0aeaan

LY

sldunadenfifininunanysel AudasuaauaInalugli 4.78 ()

i &

UADUN 1 IUNDUN 2 UADUN 3 UADUN 4

UWRNUHU

(n) JunBUNISEIBNLLL Refill-FSSW #2877 Shoulder —plunge

LR

JumaUn 1 YUADUN 2 JUABUT 3 IUNDUN 4

(1) JunBUMITONLUL Refill-FSSW #2878 Probe—plunge

J lel d' . as o
31U 4.78 yumpumMsi@anwuy Refill-FSSW 35 Shoulder—plunge N Probe—plunge
77 : TWI : Refill Friction Stric Spot Weldimg, 2017

miﬂﬁzqnﬁisﬁmumsﬁamﬁamm Lﬁﬂﬂmuﬁ;mmmau (Refill friction stir spot welding :
Refill-FSSW)

milﬁ'aué’wLLiaLﬁﬂﬂmuﬁ;mwulﬁu (Refill-FSSW) fialdidonTansogiiienfianunis
Ysulpaifmeanuiaumn L%@Nlﬁ“ﬁﬁﬂ@ﬁl,ﬁﬁmLﬂiﬂlﬁ&l’;ﬁlu (Similar grade) ¥39A19LNIANY
(Dissimilar grade) #39389@1391iaNY (Dissimilar materials) 1JudAgy ToauilouReufioudu

d‘ v = ANy A v U :3’
MILADUNIYUIUTYANTULULYN (FSSW) yaan fame Ul
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¥
A a

o wdanliAndenaniasiidugmauiifionitiuau nnudenesfuiui
o gampfimadand aamstiaiuasnadaléd

o cansndonlanzagiiilsunsafiliausadouuuurasazansld

o canandanlansldmninnni

o YIUMATBNMNIEA DN TaNULLSATUNR (Automation welding)

o HNZEIUNITaNTUEIULATDITU LU Fuselage oz Wing structure

3. (maiAn Fomasanuuydunz (Linear friction welding : LFFW) Nimal S. Kalsi et
al. 201 1) ginausfamafiamsidenuuudauduin srdendnmsveisidond doanuiu
YOIITUNUUDVEY (Oscillation) msflﬁﬁﬂnzmaumﬂﬂﬁga sutilelansunufideuinnn
founazrhllanziinmsseus Tansdunuazduaimuianiawssa ansnavesusedarls
Tavefigauslnalumsessazesiiunu uasliudlvasenunfizeusstiunuaseunquuny
soadenanug uasileddaslfiusadiunuesdonfaiusiunuudonfiouysal duang

asddsznavvasmadenlugii 4.79 (n)

]
= a

waiansdeanwuuiavsadenlansiaandulszianlon: (Metals) Ussianwanadn

a
]

(Plastics) wazlsztanlyd (Wood) Ldpgnafidsednsamw Tﬂmawwzaei'méqmmzﬁﬁﬁq‘[amﬁﬁ
aamniadumuusdatuusdouldd uasiidinmmianuseudion auaumadeniiliia
anwfouldedninaiuazasilasnmsiendemeaiiaiozdenlddduTaguiafisauia
wmilaufurialndidsaiuninniniaganseiiaiy mguanasdeedednnnsiannniau
LLazmiﬁiauﬁaﬁw%ﬁmﬁ’umnfia@%mmmeﬂﬂmﬂajﬁéffsLﬂ?}mﬁa (Tool) MEEddANNTaU
Lwiﬁ]zaﬁmmﬂﬁé’ﬂﬁqamﬂ é’aa%mﬂﬁﬁumawmmm%‘amﬁwmwﬁmaﬂugﬂﬁ 4.79 ()

Suaaui 1. ihtunufideadenidesiusuBadnduiey (Chuck) Tuazdh Tasthnsuas
deuunudmiuieduiauaraiusadeanuluuuny

Fuap i 2. \HpRIMTINYDITUNUANHEAUETN IS UTUNUIZ 3N FUT LA (Oscillation)
ﬂﬁﬁliﬁtti\‘iﬂﬂ‘ﬁuﬁﬂLLi\‘lLﬁﬁlﬂﬂﬁuﬁ]%ﬁﬂ@ﬂ%ﬂﬁmLémﬁﬁﬂ’)’m%ﬂu

SunauT 3. ﬂiﬁliﬁﬁﬂ’]’wuiﬂLﬁﬁlﬁ‘ﬂ’m%’umLLﬂzLLiQﬂﬂ‘ﬁQdN’lﬂ Funuiinanusouaugousi
luszaugmuziiauiaaNazans

gunauil 4. \diaiilpTageousnizaausdsamunt uatiuusanadasuiiloTaqlnalum
ﬁ’mﬁnﬁ’wﬁammﬁmm%yuLLazlwaﬁuaaﬂmmamqmamamiaianﬁm JumpUTANNEYB
Funuazanas ez TageauduaslnasanluGend sass (Upset) iilaiilaTaquius
wiamadeunauduidadedu TaedsTagiidusaninaunsaiidneen wisliddneand
Igauanumangramaniunululd duaasisgnadunusasrhmadenluzi 4.80 (0)

wazmpgRMITaNIag Inmibennannluzin 4.80 ()
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& R (n) NIINIBMIWBNLUY LFW
4 39UURNY (Oscillation)

77;117 : TWI, Friction welding process . 2015

w5

o

LLINNA

<—usng (@) FuRBUYDINT
taan LEW
71 : TWI, Linear
= UNNA  Friction Welding ,
2019

\
= |L39NA
p——

5988 (Upset)

TN
: = [LTINA

LU

& =
YUADUN 4 LINNH) -

.

B - I y . i .
N4.79 (NAUANILTBNLAYANIULDULEUAT (Linear friction welding : LFW )

=1

LUITDY

" 1 [
inlavizaaus —1

& A o v 2 A A
(n) Mslvavesiiplansvazdon (2) MpgsBunulansNEuMs o
%1 : How Friction Welding works. 2014 1 : ACB , Linear Friction Welding. 2016

i o ' & = 2 )
jl]‘n 4.80 MpeneansinaveaiinlansuasuaueIMsTa iy dunse (LFW)
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4. (nAdan1adau FEANIUUYLNYY (Rotary friction welding : RFW) M.C. Chaturvedi
2012) l@nandunaiiamadesuuuii Jusvumadesfiadetumsdonuuuiduas a
aafufifiananamyuresusirilfidanadsenuuuiiresiuny lnemadianisiden
yumsteslfusudeamumuunuPuianay (Rotating) Sanafiamndeudsaniuuuy
yyuilfigUuuumasuausimaiden 2 wuu #e

n. Matieam NULLUAD iia F938nfudn Continuous drive rotary friction welding %30
Continuous drive REW éfumﬂﬂugﬂﬁ 4.81 (n) Lﬂuﬂﬁiﬂuuﬁ'auﬂﬂﬁﬁﬁﬂﬂ%ﬁu a9 Fauiy
FuNUNTINANFY (Cylindrical bar) (Hudnlng varrhnmadosdunuesdiduuudananui
maviyuBERaLiinmasaMTIdon

9. mn%amummumﬁa w3tios Ta3eNfud Inertia rotary friction welding %38
Inertia RFW fauanslugiii 4.81 (o) mampndauuuuiifunudamsmpudieusidosyde
Wasuaail (Kinetic energy) ﬁlﬁﬂmﬂumﬁaaumgm (Flywheel) fsudatunuliugaiinn
anausadeamuaninduanaseauiy

MduTuasuraIMadeun 2 slunumamyuadieiu Sifisanaduneufiuansaiy
Taedhadadunaundn 1 mmﬂm%ammuuun@imﬁm Fauandlugiii 4.81 (m) Tnefldrsudunen
WENYRIWLIUNITDN WionAesLNEYBILAaz T uRa LM Re [

sumauil 1. ihiunlansiidgesmadenniaasiuluiuda Tnenidusudatuimduinguld
fuBnnilstuduiiaiuiiufiauiy nntudnumuesmpdunudsuseuesainslufisms
autdusaestiuny dndBauivenadeufitunudmiuesnedi 9 Seusduiigann

suaaui 2. dlatunuedeufisuiinthdudatufivsfausadsanuiiy wanfiadiuany
Souduianamthdudaueaduny

unauii 3. anadoussiingiiulunmsuduanhlfidalansiunuseausa daagmeld
annzusinanaaaran luluneuianuenvediunudavana desnnidialans seudlna
2ONNNUTNTNNAAILLTING

s 4. viumgampuaussnaaiugl aundiileTanzaziush Jaazansusanasen

Fouandadmiumadeunyuuuuandeusudes MHndnmavaueydauiioanau
geganmafimmual nntufvaausduldeslfyidteiuatualimdshmguli s
@es (waseath) Teedunandesuiunisedsudunusniadham wudefunsdes
Lmumwimﬁm sueaudslufmiiouiuiisfnsandetiadonisden (Welding parameters)
yaanadnduuy Wy fanuuandeiuluuaifds fuwansbeudeudennnlui 4.82
waziipiivanuinlafiddedu Saldihdesumadentunuiieimadennyuuunsaiiios

wazMaTenvuLUdsuLsRpEN Baudisuiy aslugui 4.83 waz 317 4.84 auaeu
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(n) NITABMITaNULL RFW
875 Continuous drive rotary

friction welding
i : TWI, Rotary Friction
Welding . 2015

LUITDN

(1) NIINIBNITONUUL RFW
¢85 Inertia rotary friction

welding
71447 : TWI, Rotary Friction
Welding . 2015

v

FuNURYY Tunudawiy

.:C«ummu l L5390
| | <
/.

IUNDUN 1

NANNEDU
‘r LIINA

JUNOUN 3

HanNAANU
' Lﬁm 5 (3INA
i @

AWTILFAN U

& = & =
YUABUN 2 YUPBUN 4

(R) WUADUVBINILABNULY RFW
T WI, Linear Friction Welding , 2015

jﬂﬁ 4.81 mafiamsiieauy (Rotary friction welding : RFW)
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< A
ANVLIILTBY (Welding speed o 4
4 : ( g speed) (n) Thisnmaenuuy RFW
g (3agan (Welding start) ¢85 Inertia rotary friction
= N W3O (Welding force) welding
'ﬂ% oS l ( . N
bl @/
=1
/ [ .
/ W27 (Upset length)
L3801 (Time) s ; )
fuganaLliey (Completion)
A
I
< A v o =
mijLsst?{@ (Welding speed) (2) JarensnsiauuLL
= "2?" ' \ Lang RFW ¢35 Continuous drive
2| & | ﬁ Forge force) _ .
el & rotary friction welding
(o f = \
S i IUEHANIU
pIc / |
9 (Friction force)
J | .
! ¢e1z81793|(Upset length)
. A ’
381 (Time) & 4 .
dugAnN13198N (Completion)

pu| = o 4 . [ . .
71N 4.82 uRsuineufadsmsiiauuuy Inertia RFW fuwuy Continuous drive RFW
7 : Welding and Joining of Aerospace Materials, 2 Edition, pp 21-63, 2012

S—

(¥) MpesdunulansnEumsdoN
77,;!/7 : American Friction Welding, 2015

(n) Mslvavasilplansvauzdion
773/7 : Navya S.: Rotary Friction Welding. 2017

A 4 C oA . .
711 4.83 M3t uviyULUUABLLBY (Continuous drive RFW)
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(n) Mm3lnaveaiplarzynsilioy (v) Meeadunularznmiunsde
77 : MT Aerospace, 2015 71 : IMHOF HARTCHROM, 2016

311 4.84 NMITDNNYULLLDABLIUADY (Inertia RFW)

4.6 NTINABNMTDNNETAA (Thermit Welding : TW)

Golaschmidt Germany (2020) Tgnantenssuiamadenmeiin niaueasaseni
maslud Ngndunules manmasd o, dud Inadufion (Hans Goldschmidt) tHuiintafian,
wasiu namaudalaveminnneanladuesloneTaemlfiAnUiiteeeniinduesegiiiew
fafidie UiseegRTunesinuasGenndnnsiiin “ourunaneiiin (Thermit process)” (u
Fnuarelfitelmanaeanudou diu Sdldlsgndioanaseufinnseaninnlilums
waanarmetilalans e liamsndondeiulddennvesundinnuseunnlfisemand
nsAENdaunesiaitilanuuandannnIndsmadenuuLaaNasmebY 7

PUIUNTNDSAA (Thermit process) ﬁ]zl,ﬁﬂmﬂﬂﬁﬁ%magﬁfuma%ﬁmﬁﬂi:ﬂauﬁm

dunaNIRamvdneenladuazisagiiennaniUfiseniu awaasludunmamaaiideaeil

Tavzaanlad + magiillen —>  agiidisweanlud + Tane + anusou

Tanzagfiilisaunzgnrniasaniladlaalonzaanladuiiady 1 1dun lafeausanlyd
(Iron oxide) asuldedaanlad (Copper oxide) wnanfigeanlyd (Manganese oxide) Wae
Tasfisupanlad (Chromium oxide) tHudiu ldnavaslfizeraanniuagideveanlad
(Aluminium oxide) + laviz (Metal) + A%¥U (Heat) T@ﬂﬁ'lmm%auﬁlé’imﬂaz@@Tleﬁ’qm il
saufinaanuieugunniimusanasnlansl#duresnald :1nn193ds wud suaums
mmﬂaﬁ“%mw,ﬁﬂ?iyuLLazﬁuqﬂaqlﬁaéwaﬁmyitﬁLﬁaaaﬁmuﬁﬂﬂﬁﬁ (Oxygen affinity) 29907
3604 defide egfidendasdidnginieandiausniifvedanseanludfgnifag dauans

fpgesliisermesianisuldnuasaunisdreart nanmsmaaiivesliisemneiiia
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aansaldlanzatinduai3miign e uann luiey azfisanldoal

LY

Hanmenawzagiiieni

1
° a

STEHG)
antanmzanlunstial§izends nande HyanasumainNgumngi 660 °C mlvvasniiiu

Tonzmanldisuniigatiioaigeda 2,327 °C Tadudinligugivesfizengaaudie

]
A

uannifianansnaiauiauug 1 idanuadasrensiiadfiseaildfdnnlanzatingu

3Fe,0, + 8Al ——»  9Fe + 4AL,0, + ANN3U
3FeO + 2Al ——»  3Fe + ALO, + AaNNioU
Fe,0, + 2A1 ——  2Fe + ALLO, + AV3U
3Cu0 + 2A1  ———»  3Cu + ALO, + ANNSou

3Cu,0 + 2A1 —— »  6Cu + ALO, + ANNIU

mainslenivesfizennesinunldnudiuingdunuinedesiunsdenlans

mnzlanzimnazanaiauniiaduannliieezansadiondauldlanzAanuldd Taan

v A

agitfiaveanladlantfiin (aAnunuuiun) wazdnnsaassdiuenasnaniilanz1dan

-

(38091 duan (Slag) wonanil Saiinsusulpananmaiin Taan1sfns1guanueaan
fpamsiinlszanSmueesmsidien i tiuanuaansalumsinanivedlanzial (Fluidity)
Winangungin1sudesupaudaan sy

N3INIBN9TONNBITA (Thermit welding process) Haguiulainswamnirlyldizen
AUANHUzNUIMAINUAELSELANINIY faas 14
1. n3sAsMsdaunesinesal (Thermit rail welding process)

Ramakant Sharma (2020) Idasinelflugieufitnudennal faffeunes

]
= o

fanaziadszgndlilusviunisdenmesiamsal szeanuuuldiadfisesuluga
gunal asuaaslugii 4.85 Nszneuludein§isen (Crucible) wuuwas (Mold) wazaa
Azn3U (Slag basin) MilupsdUsznauvan lagunazaiuiinin aeil
% aaa . = o v ¥ < I aaa da U
e L1MU7A3EN (Crucible) Anthiilunmsahaimanmaidmeliisemaiia wiauuwen
Ynznsuliassgiuuuyeninnan lagasuanmeiinlsznaudismanesnlad (ron oxide)
AUKIEgRLTEN (Aluminum power) AuaAslugiN 4.86 (n) ManAuudsIadluTi§isen
o wyuuMan (Mold) Ludimrednsanuudununsalinsessumsvaseaiwanivad
Tidndnuuy wianddesgau (Riser) Livoszuneduanifanasngneusn aslugii 4.86 ()
4 v . I 1 A & A o X % v (% 4 <
® 529AzN3U (Slag basin) tHludiuvesginsaiifenuieseadulinsnunianiuunan
MmuNduNausanNAINNNGEU T9asl 2 atiedasmslitiaanuaniasnuassmslawin
Tnsauuureamanmad dauanslugii 4.86 (a)
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Wwhgnaen
(Crucible)
B19MNTY
(Slag basin)

el

LULHED
(Mold)

| ' = a
311 4.85 gadrutlsznavvesgnisiaiunisilipumeiiasesaly
77 : Goldschmid : Thermit ® Welding Processes, 2012

magﬁ RIELY (Aluminum powder)

(n) ENTHANINDINA (Thermit powder)
771 : GOLDSCHMIDT: Smart Rail Solutions, 2020

(1) wunmseiouesaln (Mold thermit welding)  (a) 8195UAzn31 (Slag basin)
7131 : GOLDSCHMIDT: Smart Rail Solutions, 2020 ﬁ',;v 7: AGICO Rail Joint, 2011

< ' § a
311 4.86 gadrutlsznavvesglnisiaiunsilipumeiiasesaly
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]
=

dduTuauzasmMadenmasinnasalu Ussnaudie 3 Tunsundn 1 fawanaslugUi
4.87 WEanmeBnefaneazBuaLiuAndail

sueaui 1 Fuiueeussenyeuumsien § 2 diu fe

1. uzasuuuds Tnemnhuuuvasfivhdenneaiasmvizedgnulnlyysznaui
fumevesmdnnesalwivinsiusesmeiiaiiuseuundiouszana 25-30 uu. wiouiuga
seefiuimaniilnadheyunuanuieu

2. drwsamaasenasuanneiinadurhnasy udnhlinefismuninueuumas
Tﬂﬂiﬁgﬂdaﬂfwmﬁﬂmmmaﬁ’umwﬁw WUUWA® (Runner) Aoutiandaslianwfoudilaeve
manINipumeNadeaIuia (Pheheating) auninazldgamailasi/szana 600-800 °C
Wz 5 uiil) 910t L’éuﬁ;ﬂizl,ﬁﬂwqma%ﬁmimﬁ’maaﬂmﬁﬂLﬂuﬂﬁﬁ“%mmﬁﬁm%?umﬂslu
naeuanuseuirmlnamdniamsnsenmaldiunmsnmaisesdaznfuiueniuass
agfnuu undnmamdaniizgnideslnaliguuumasiden (Mold)

dumauil 2. varfumemdnndeunfanuds sammeesnvesinmanituiimasyez
gndlaeen wial¥iundnlnadeuslivdudihguuumasauduTnsuuumaeidon Tnsduna
milﬁuLﬁuLmuvl,é’mﬂn’ﬁﬁﬁ"nmﬁﬂLtaﬁv@wﬂ%fud’mﬁﬁuaaﬂmmqgé’u (Riser) 1509508819
Hdnensy (Slag basin)

suaauil 3. wanimanisinsiuuiiadeuimasueen seautmanudeda v
mIanuasdauiiomsndniveandeaiadiommenmarssnuszuunasaln Saduduney
sauandlugUil 4.88

nnmesineduussusasnsiieumasianealiluindureiusazsunsuszaiu

luamuifasemadon Fadaemadesnaaliasdunamiinasgiu awuansdunsed 4.16

1N%aad (Crucible)

LUNTDY

PuADUN 1 JuADUN 2 PUADUN 3
A g 4 - . .
gﬂn 4.87 BuppUMIIpanesins1asaln (Thermit rail welding processes)

77;\/ 7: Thermite Welding : Principle, Working, Equipment and Application 2017
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PURDUN 1 UUNENVaDLTDNLEUA JURBUN 2 MIALLBANNADLTDNEIULAUDDN
%1 ALAMY : Thermit Welding, 2005 77 : ELEKTRO THERMIT, 2012

et

PUADUN 3 AN TDNLED PUNDUN 4 ANUAIBNTUTINAIEMTIBTE U
N1 : ALAMY : Thermit Welding, 2005 7141 : PANDROL Alpha Grinder, 2014

P & o u & = ' a 2 a
UM 4.88 Jumpumisidadiamanvasiandiuivesinmadionmeiianealn

P % A a
fN319N 4.16 T It Nnas AT N

ﬁi/? : Y.Chen et al. Heat transfer modelling of rail thermite welding, Material Science, 2006

19971929339868 (Weld gap) 25-30 W.
vanliaaEeudun (Preheating time) 51U
Qmmﬁl,mmiavlw Anuldan (Preheating temperature) 600-800 °C
nandaganiman (Tapping time) 60 U7

qmmﬁﬁwaau‘fﬂmaﬁa (Average initial liquid temperature) 2,050 °C
gam)ianmnuindenlagsay (Ambient temperature) 25°C
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2. ﬂiiﬁ%ﬂ’m%mma%ﬁmmﬁﬁmﬁ%uLm (Thermit reinforcing bar welding process)
933330 ﬁqu%mmma (2553) Tdadunedinssismadoumasiauuuiiieeienld

fumsidentnantduLaduus (Reinforcing bar) Tuaunsadansundawasuman deiinemdiu
wufGeunasfidedes viseanlilunmsdenwanmmduauadn 1 dwsunudy 1 nssis
madenwuuiandnmadenadetumadenmesianesaln sxanstunanwasnulszani
wfitunuaglumumimaunnuasuuiuey sULLLYBILILTEBLAz IMaaNTIRBNLLL A
whnasnfigwnsaldidenldnaiasiuluwuiuey (Horizontal joint) wazaaiuluwuing
(Vertical joint) é’aLLﬁﬂﬂugﬂﬁ 4.89 (M) WA (%) MNEFU TeaaaLuuRaduTunaunIEand
wilaunu Taed1eBsunaunin Camille A. Lssa et al. (2006) $1341

Sumaui 1 inthwasy (Crucible) lUtsznaudiuwuumes lansiiUaaveamanidu
ieuuRnaainegasIna uazaNTeadsrsaninduadaInRiuMuniaamilou
Tase (Runner) w%auﬁﬂifﬁumﬁmwulﬂqﬂ‘lﬁnmmauu:uwa'aﬂmﬁ’ums%"ﬂmmmﬁwmﬁﬂ

SuAaui 2. \ReniasNENKINA A (Thermit power) U3I9aaThvapansaNTiya
Indedrgal (Igniter)

Fumpuil 3 imsnmemdnduaiuuslifouwnsiigamgiszana 600-800 °C

suaou 4. imaaliasuausanaiansentaduihmasy seauldiimdnmai

a

gamnitszanas 2,050 °C Mnuudawdugundnldlvaluaanaweanmanidhgseads

LY
]
S v oA

TagiTauNTzuNTNLNSULAZIABFVINUENNAUDNN

L)

Junau 5. UaaalWinmanuianiwdrin1IneaLuLnanasn tantdunazfinnuea

waaalugii 4.90
Winviaaw Wiviaaw

N ¥ <
wHuDazuwaN
LULUWARNIY
(n) M3taNwuIUDY (Horizontal joint) (v) M3 TBNWUING (Vertical joint)

7N 4.89 matlana@ianmaiiauraiaguainus
77;\/7 : Thermite Welding : Principle, Working, Equipment and Application, 2017
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A [y [ =
5UN4.90 MpeeInsiainy
masiaunsidquianiedesly
ABUNIALFINUT

71317 - Amiahle Weld - Exothermic

3. ﬂiiNﬁ%ﬂ?iL%@NLﬂ@%ﬁﬁmuGiE]“anLW‘W’] (Thermit electrical connections welding process)
nsaAsmndenmeiialunufiierdumadendessuumeludin (Huddsutuun
Tosawmzlunussuumeiudameasih dninaifumadeniaglanenaauas Tedadling
asnannasuasasnlaanuagiiiiey inzlavenasuasianuamnsai Wi laa deaunis

Umeunaiinineandl wazissdlsznounanfididgeesaruiumadenaiuanslugii 4.91

3Cu0 + 2A1  ———»  3Cu + ALO, + ANNSou

—— s v— tla (Cover)

1hwaaw (Crucible) N\‘lﬁl&lﬁmlw (Starting power)

KaLTDN (Thermit power)

wruTasunlane (Disk)

Tnsa L?diall (Weld cavity

Tasea11 1 (Cable metal) Tanz311 2 (Cable metal)

< 2 a ' o
71 4.91 asdsznavesnsliaNtasianudenialnih

71 : TechtoWeld : Exothermic Welding Connections, 2012

Amiable Impex (2012) lda1ausunaurainsiiauineiinnudauaanalwini §

aAuIUABUAIT (9311 4.92 sznaunsnbug) GudumemawseNesy mnasia uaz
P & o = Py A Ve o Ao

gUnsaldu 1 ManutiaNNazsITunuidaimaden sememalensuimasuniuuy

naainnulansiuanulasldudunullagmanlangluadnguuungs audenisldasuay
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ima3finnsluimaeu Sefaaldusgalwlifiou Dadurhmasuniougali andndsmelnuss
Umeunesiameluwuimdeuasldanuseusnnneiverililansnaoumad 1int wHuy
TagnasnasmedateamaliihlansmaiioslnalidonTavsnu aniu soauhTansudo
fmsneauuuvdesanazlduudousefiauysel

= o u & 4 a '
3N 4.92 ddusuesuraINTaNtasinnudanalnih

77.;(/7 : Amiable Impex. Exothermic Welding Catalouge, 2012

mseenuumasNasLIREDRIanIN s LRI Ty Befined
Fhwvudeudatmemeiiadeiy deudeiulavemadnaiia viadendeiuiaglanata
windu duanfeegUuuuresdnpuzsasdaguuuag 1 Tugii 4.93 uasfagauuumas
(Graphite mold) ﬁaaﬂLLummﬁ'ﬂumzwmiaﬂ@iaﬁmﬁﬂﬁug‘ﬂﬁ 4.94
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T Wi
Plaw e

| o ' ' 1 a 4 '
31U 4.94 dheganuuraannlndvasnadenmnaiinnuiandemaluih
77 : Thermite Weld (Pakistan) EST., 2014
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4.7 nyadBmdaudeerinnaiann (Plasma Arc Welding : PAW)

THERMAL ARC (2009) l#naafenssudsnisdenerinadienaranii 1331 o
yumMndeniiofeanuieudmiunmessazameielans fitinannsesnseaursfisaay
firiwmihfdudiaatnan 138091 “ Non-consumable electrode” fiuguauTans dalduansda
asAsznavasnsnASmadanlugui 4.95 Tasnszualweaninldnnunasinesvaaeiaadan 1
yauzunsdlanlninBueiniuTuuisiaudavandun narumdaufananaan (Plasma
nozzle) %qagi%guiu?iaﬁnﬁaﬂ’h “Inner nozzle” NAszUVUMERLEUTIBITUBANNE 1T
Deiinyszandaneinsarinlildanisouiigiulaslansianmasumadldiitu T
vuzLfeniuidealduialnaquienasvazais (Shielding gas) Inalnaasnumdannulaseing
Y]’N‘ﬁm"llmﬁ"lﬁﬂl,l,ﬁ'ﬁﬂﬂﬂqu (Shielding gas nozzle) ﬁﬂéﬁﬁuuﬂﬂ%ﬂﬁ&lﬂ’h “Outer nozzle”

ywmadendieandnnanandunaluladnsdenfinenndesannnsuiumaday
uiariaaaudianinsm (Gas Tungsten Arc Welding : GTAW) Wiafii3eniiuii mades “TIG
#1319 Tangsten Inert Gas fanu N3333sN1RTandaiianuadedumnn wandnduivudew
sanuuuliiimdauia 2 fu Sufanaraundismaniin Taefidimeduszneudy 1 milauiuds

uasmaFeuiieunuaesesdlsznauresuuiunsilionyeansdss Tugln 4.96

—l 1— ufignAqw (Shielding gas)

L unansaLauBLaalngg

wAENaIENN (Plasma gas)

Fam
p—

O

LAIDILTBY [ Maauiainagy (Outer nozzle)

0

WRALAENAIEN (Inner nozzle)

7/

14
WAENIN , n
® Uevigawazate UM 4.95 asdsznauves

AFFNIDNSLTDNNAEN

74/1 : Dmitri Kopeliovich :

Plasma Arc Welding , 2012

Workpiece

—1
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wAENAIEN—

MIRALAENAEN =

LLﬁ"ﬁﬂﬂﬂqu——/

i] %‘LN’]‘N

4
& wWaanananiansn

Ltﬁﬁﬂﬂﬂqw—,-y

%yuﬁu S k %”m”m

YUIUNTL T3 PAW UIUNSLTDN TIG

- = = Y 2
71N 4.96 WisufeunsdysenouyesLIuMsdon PAW nuauiumsidon TIG

7’7;1/7 : CHIH SHENG Y1 : Plasma Welding Machines , 2012

qﬂniﬁiuasm‘%awawmumaﬁauwmam (Plasma arc welding equipment)

mat%uwmﬁmﬂiafﬂauﬁaﬂm'%imﬁauazqﬂmﬁﬁﬁqmmﬁy $1989970 SanRex (2014)

1. 1A3paLiton (Power source) LﬂuqﬂﬂiiﬁﬁﬁiﬁmﬂmLL‘ViEiQﬁhEJWéJ\N”IuleWW Tag
awsaldlanaszuulni i dulwiinszuansa (Direct Current : DC) wazlinszuasady
(Alternating Current : AC) 91NMIANHINNUITY WU nstdaunarauiwuzailiidonld
Infhnszuanssasmanzauniuasdouunuunszuanshi (Content current) Tsanansaidoniale
naszaneieadondiiiu Generator uaz Rectifier TnatdanamnanlunmsienJunuunseus
IWasetns (Direct Current Straight Polarity : DCSP %38 Direct Current Electrode Negative :
DCEN) Zsfinaneiia msnadnau (-) Whduwidenuazaedanin (+) dhdudunu anudous:
Antuiitresdiunuannaiivdes Tunuialisanmsdudngann fandnmatihgaeu
¥panIsNasnadenwanan HalasUnAeiasdeniiidanlfesiinnuamsalunmaiuszau
nasualnldnang 2 — 200 wanut3 Uss@nsnmmahauesaaisuion (Duty cycle) agjﬁixﬁu
60% sniunsdiinadennuiiinnalngerudeniaieudeniifisunaidnszuagada 300
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wonul3 uasszAuusITuIzagfiszana 80 Thad fauansieenazauespsdonnaanfinudi
warlinuiuaenauwivans Tuzil 4.97 (n) wennnil filimseenuuuuaskdaaiaadoniiald
funuidandisuaunadalui@dmiususnundalulanugaamnsm Suaadugii 4.97
(@) udefidhdny Ae iedpadouwmanmanzdmiumadennuiiiunadn 1 finmmidsmaden
wuwdy 1 laansarhaadeuldaugaduseamaieuwman wu Tunulansunzng
100 luasau — 1.5 wa. vidoTunudiiunadn 4 fiudlideutes 1 wideniaiauiauaiiain
winadenlalawardan (Micro plasma welding machine) fifgasunse LLﬁlWL%ﬂN@giizﬁdN
0.5-50 wanu5 é’aLLﬁﬂﬂugﬂﬁ 4.97 ()

(@) weisnadianlulaswandan

(Micro plasma welding machine)
7131 Arcraft : Plasma equipment, 2012

(n) LATDAUADNWAEN

(Plasma welding machine)
737 SanRex : Welding equipment, 2009

P A A '
U1 4.97 1A B NUULIANG 1 UBINTT

RNNAEN

(R) LATDILTANWATENUAUNG

(Automatic plasma welding machine )
%1 SanRex : Welding equipment, 2009

v

2. WJL%BNWﬂmmLLmqﬂ nIelLe3 (Plasma welding torch and accessory) wuzeuduy

gunsaldrdanndsseanuuulimanzannuntinyensldng Mliauwaranigaindnuae

@
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Tasuniiaununumdiauiin azuanaanuNm@asnaan NaiuysznauinLAnunadIy
Wiy Amdaufanadan neddanaidn wazszuuszuneanaiouse Hudu Taelugli 4.
IS = s o A o o A
98 (M) 1Jumsuansiensalsznaumelure i dipunaan LazanBaeNIINMEATNYBIRILTDN
Faguandadugudivssdaanuanuiouldgs inmznasnuanuiauiiiiaainerindis
wanpadanmanianuiougannn uazissuuszinsanuioudeszuuinlnarumelum
§ I

WanAn

Ussinnaasiannaanilinunuluifgiivaansawiald 2 dszuan s

o dpndszinnianuuululaswanaun (Micro plasma welding torch) {Juiadau
Usznnildnumsi@ennunisunadn nunseediautios 19nszuadona (luhiu 50 wanuys)

FaFennisdaunaanianniniiin “madeululasnaidaun (Microplasma welding process)”

]
= A v

AIBLNTIZANHULNUNVUIABNNUNLAY ViDL TBNINDI81 29LATN1TaB AL TBNNT

§ =

vnaluszdululammanmnld deafinnedsuinadnuasliannsadfuguesmidanls
WANNANE AU WiDU19ASI0en LU T AN UNUENELNIeEN FILEAIfI 1Y
GauluTaswanamnuuudng 1 lugiil 4. 98 (@)

o Wdanlsznidiouuuunszualn g4 (High amperage plasma welding torch) #38
vnsa3endt snadenddlaunaiaan (Keyhole plasma)” #adandszinnilfaunadilagu
Fudrunuanuiouldnniu meﬂ%ﬁﬁiamﬁmimﬂwL%amﬁgﬁu (471 50 waNwlS waluiiy
300 wow1l3) Jafidl Duty cycle 60 % waz100 % Tﬂﬂmmim"‘fvwﬁaulﬁm’lﬂmmtﬁamm
wnzaufumuwmisnuiden duanshetvaniideuuuunsudliongalugi 4. 98 (a)

YUIUNIDISNYDINAENT (Plasma arc process) 3 ldamaranfifianuaansaly
masfuanufeugelunamduduiuninsinnwasnasmeiialans Taguldfinssegnd
yunIedneemaninldnuiuinniu nemalulagusimseninatatiaauliiia
WanwanandmSunudeuwanasn § 2 wuy fe

o madouuuuielounmanei3nluf@uauy (Transferred plasma arc welding) 73
wataa gt 4. 99 (n) TaedaBannnns33eves Ruiying Zhang et al. (2016) Taenszualwifion
3181 (=) gﬂﬁimﬁﬁuﬁ%LLmﬁmmu@mﬂfmﬂ wazd11n (+) Ao ulUgduny uianandan
TnaruidanssnaduuouwaranaSeluddansiunuidiuinnndeanamnuiuess
winuiannuasfianudigs ilfdumaieanuiaunsmesusrameasiunaii Teaihns
melounuuilildfunndoniidaimsanusougs iy Tunumndaamaunideadudninn

warataah lUlduauINNsaa (Plasma cutted)
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wigUnaaw
Wi ’
nazualIn(+) “‘
11980

Aszualwau(-)

ANIURITDN

maaufa
Wiidew

(n) drusznoumelureIiITaNNAIEN LAANBAEYBIRILTDNNATEN
ﬁfﬂ? : Weld Guru : Plasma Welding. 2019

() ZeuwaauwLL 7-11 Tddmsu

(v) WMdauwaauwuy 1-6 THdwmsu M3y High Amperage Plasma
N3 L%m\j Microplasma 77;%/7 . Process Welding Systems, Inc. 2009

77;(/7 . Process Welding Systems, Inc. 2009

A M a L ﬁl
Eﬂ"ﬂ 4.98 d1UlIzNaULAzIUAYDIVITDNNAEN
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GIGBRGENE

WANEN1BI5N
uNU——">

(n) wougelauwandwnenin () woulimeTounaannaiin

(Transferred arc plasma) (Non-transferred arc plasma)

(r) Wisudisnatennuasseedouuuuaelouiulimelouzemaaneisn
77;\/7 ! R. Zhang et al., Journal of Manufacturing Processes 24, 152-160, 2016
214.99 anuuandasaswmaneinluidauuuuwaan
7 : Modern Arc Welding Technology : Ador Welding Limited, 2016



nssu3sSmsibou : nauluiGivasaibow | 299

e maanuuulicelaunaranioninlygaduau (Non-Transferred plasma arc
welding) Asuans Tugi 4. 99 () Taenszualvidianaiay (-) MnAioadianazgnaadnue
UWNINIELALBLAAINTA KAUIVIN (+) BEABEINALMIRALAE (Nozzle) wianadniazinnsaisn
ndauida Tagau)sewarandinuimdanuavuazidandisanudinganinugluoy

S A ' o o ' o 2 = 2
yasdLlSefiGanin “aiieansn (Plasma spary arc)” WU lU8eTuaU Teunuzvasuazas
Wuganmvesaeaise denldgenlanznung 1 Tlidesnisanadounin 35nswarann

4 dyu [ d’a ° £y v A G ]l ay a
aSefigadunisudmSunmsnuadouvisenunen (Thermal spary) UUNURI lane

3. gaaaulaanluay (Control console) Lugagnseidinisaruauiladenisiden
waan laua augunslvaveaufiananaan (Plasma gas flow) mauann1sinavasuialnagqy
(Shielding gas flow) wazAIUANTATENWINGINUINGN (Current and Arc volte) Tneganaulaail
WuszuuMineNuendIuNUITUUYRINLATDITDN T9919nuULU5ena UV INUAIYDILATRY
(@B) (Built in unit) ¥39UNATBIRULENEIUDDNNIANAILATBILTON (External unit)

4. s2UUNRNeANNTaU (Water recirculator) (Huginsaiiiminszuneanuiouse
Widen Tansilieanananiinanaiournzdenginn nniludesnmadeuszuunalnaiu

PpLINLazINEaN RN ANNNEINLENDNDUNNTLTDN

uhduazundianinInYesLIUMTRNNAEN (Gases and electrode of PAW)
nsenwananRTagnaudeaduufiananani (Plasma gas) uazuiianagu (Shielding
gas) AULNINIEaUBaalnge (Non—Consumsble tungsten electrode) AR YALNNLANYDY

wAAZRENNIAD L1

v
¥ = o [

e ufiawaldu (Plasma gas/Orifice gas) NM3tdanldufdezdusenuamunuadion n1s

a

a va =)

sanuuLsesiey wazafinvedlanzunudsw lumefiadulnaindenldufavanandu
uianaquiiusfiadendu uudinnsdnsasnuiidediadeesmumaday fasauno
@onldunafidrsuiaiule LLﬁ"ﬁwmﬁmﬁLﬁaﬂ%’iﬁ]zlﬁumjuﬂmmLLﬁaLﬁaﬂ (Inert gas) fifie
weonldiuannde uidesnau (Argon) uazufdaisnaunauuialalasiau (Argon-Hydrogen
mixture) TodpsfiaunAgniueuia 99.99% innzdeandnnmstuisseurisdiaalnie
TasunAtadiaueslfunssanmialnareaufanmaniimansauagszning 0.1 — 5 Ansand

e uidlnAQw (Shielding gas) Fuudarhutihiunilasisvasuazaennuiausseimea
MEUDN L?iuLﬁmﬁ’umiLLﬁ"ﬂ‘lJnﬂqmmmm%auﬁﬂ Fafluswinuiaies (Inert gas) LI wid
915n81 (Ar) WRaFLdeN (He) uiidnannrinnau+uiaaiasy nioueaselduiauaadin

o 4 o [ -~ [ a v v
ﬂ’]iﬂﬂul(ﬂﬂﬂﬂl‘ﬂﬂ (CO,) ﬁ'lﬂiﬂﬂ']iL?IﬂNQ’]u’]ﬁ@]“U’N‘B’uﬂ ﬂ']i‘ﬂiﬂ@@]i']ﬂ"lﬂﬂﬁ‘ﬂﬂﬂLLﬂﬁﬂﬂﬂQN‘ﬂ%
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atfiening s — 15 Ansandl vssmadounszuas dunsdifideunszuagedannislnaveaia
Unaguazagiissning 15 — 32 dasand
wannnufaudunsdiaainaafiiulovetiaaufiluTagiaudousuiu fuudiazdy
Non—consumable electrode fina aliavasiiaiaudiaalniadmiumadosmwmaniliidenld
miaufuiuiiaaudioainingessnumadendin duaaaiinveursimaudaanioudas
ialugifi 4.100 Tastadanaansafnsanidennnguanifamefussiisaudiaalnas
fimnzanfumadenusaslansauiidasaion Tufudaundiaaininsiisuusilums
@enlitunuideniivianzay Taedasinsansiniuihionmadeniddudniu 1 nnane

11998 fananudluaIag19iINIIMnUATIIEA1 9 8INSTANNANENT TUANT19N 4.17

PAW WELDING
ELECTRODES
1
[ T T T T ]
PURETUNGSTEN THORIATED CERIATED LANTHANATED ZIRCONIATED RARE EARTH
(EWP) (EWTh-2) (EWCe-2) (EWLa-1.5) (EWzr-1) (EWG)
COLOR - GREEN COLOR- RED COLOR - ORANGE COLOR- GOLD COLOR- BROWN COLOR - GRAY

ML

A " L4 = o L ,ﬂl
31N 4.100 wrisnsataudianlnInduSUMITaNNaEN

77.;1/7 : CK WORLDEIDE : Tungsten Electrodes , 2016

yuumMadannmaniadenansadenlinauunnaindow (Filler welding) uaz
wuuliinaIndian (Autogenous welding) Fsaziniipufivaiumadoniin uddiulwaidesls
dendunuiiliduamelasamsiunuanaidn nsdideswuuifismaiamnsadanldan
donides (Filler metals) Aldiun1sidoniin gﬁ!dmﬁlﬁaﬂﬂa’lﬂﬂmﬁlﬁﬁﬂ’?ﬁﬂqLLﬁxﬂmﬂﬂm&l
nnaanulaveasandon maAuaiadoudeiaieusdesmugailosiusidanuiauan
Wamaaneeanalinda e Sidannilatonsnvesuianananianudveesiiduinniing

WianHnuaemn M9 NIIRpIT AT Ui LA
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‘J L Ll o o 4
MNN 4.17 AIDLNTNMHUALIIYNSLTDNNAENN
777,;(/7 : K.S. Prasad et al., Journal of Materials Science, ID. 136318706, 2011

o dnmiAseadan (Polarity) DCEN

o szuunszualvidoy (Mode Current) J2UUNGH (Pulse mode)

o usnidLAuBLanlnIg (Tungsten electrode) 2% thoriated tungetwn electrode
o 2NAdLaAlnIna (Electrode Diameter) 1 3.

o WanaN LA (Plasma gas) ansnau +lalasiau

e sanmsluauianatann (Plasma gas flow rate) 6 a3/

e ufidnAgy (Shielding gas) 815n0U

e danmslvauianagw (Shielding gas flow rate) 0.4 a5/

o ufianANEze1 (Purging gas) 213N

e daIMslrauiaAuEzen (Purging gas flowrate) 0.4 aa3/ufl

® %11A B VINIRA (Nozzle diameter) 1 v,

° ixﬂzmdﬁaaﬂﬁu%umu (Nozzle ot plate distance) 1 v,

o i wudan (Welding speed) 260 AN

o suwisLiien (Torch position) WwIR

° mu@umswﬁau (Welding control) wUUIRTUNA (Automatic control)

N8 DCEP = Direct Current Electrode Negative

4.8 nINBMIdaudIedLaIawe? (Laser Beam Welding : LBW)
nsaAsmadeniifumadestansdensersndeduanawes Taedi “Laser”
£i93191N “Light Amplification by Stimulated of Radiation” Hunaluladnsidasdfiodeany
fowdiamavaauszmalilansfatunnmannnssnusesganudusaared Tnendunud
nEnUULTUNURANmNWINGINn mansnsaiesauiuldagunadiussiaiuuy
Nufidnuazuay Sudunsnidsmadenfimuizdmiumadesnuiidesnisanuuiueig
nansznufiinnnmaidestesinn uundenfivuamnuazuauuaiianadn Wuawiumns
deafiaansadenldauuudnaraden @nadumlanzuazaalans) wazuoulidivara
\Fewideni Autogenous welding Tﬂ&lé’ﬂdﬁdﬁl’]ﬂ"ﬁﬂﬁﬁﬂﬂd Interesting Engineering —Innovation
(2019)
winmahnusessruumaiesfeduataeidiuaalluzui 4.101 Tasd
p9AUszNaUNANd AL Ap LaIEF1INaINULaLEeS (Laser power source) mﬂffuwé’muﬁaxgﬂ

duihulydmigen eneluindenriminnundnuuasawedidsndugadeadudu
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ANBULYDIALELALYDS (Laser beam) AI8LaudT N waddeawassnulydsdunuvaaia
varasnazagflsaNsou Talusnzfinuiiinmsilauuiaineg (Inert gas) i lnaruriiga
ufid (Nozzle) aanliiiveldnaguinlanzNiviaavazae

WABNWAIIULALTDS (Laser power source)

widUnAqu (Shielding gas)
£

) mRawnd
ALELBLTDS (Nozzle)

(Laser beam)

Funulan: (Workpiece)

31N 4.101 ssdUsznevYRLIUNITONALLRS
ﬁﬁ/? : TVM : Laser Beam Welding—Equipment and Principle, 2017

TVM Laser Beam Welding (2017) ldaSunefieszuunalnuesmsaiuaudaaizesn
dAndumeluidendanaluzii 4.102 dosumdsnulwiliusags (Power supply) flouing
naaalnnuriseviaaaluunay (Flash lamps) naealnazlapsuallsnausaninluvasaiaise’
(Laser discharge tube) ﬁﬁqwé’mummLLmTﬂimauﬁ]zgﬂ@@%’uﬁaﬂwﬁﬂﬁuﬁu (Rudy crystal) 11
Tﬁwé’muﬂmmvﬁmmLmeﬁyuLmzﬁé'amnﬁuﬁgﬂazﬁauﬁaﬂﬂi:ﬁm (Reflecting mirror)
suligaudrnuas (Focused lens) e daad uaaiatas (Laser light beam) li/gagumiia
Funuiidgamden

afinwesaaiifeldnuiu 1 3 afia dail

1. 1aL3uid (Gas laser) (Tuagnifildanmsldufanandusnarswan Taun uite
luTasiau (N) uitadides (He) wazuiaasveulasenled (CO,)

2. zaiuaaud (Solid-state laser) (flutaiwafindnldnnsldinguasuiaiy
fNad LAwA HENNUANFLATIZA (Chromium in aluminium oxide) AlalutAenluwd (Nd:
Glass) waziloluifenlusgiifiondamizen (Nd-YAG)

3. tawe3lniue3 (Fiber laser) s ifindnldannislilewdniue (Optic fiber)
Hudanang

Toataweiusazafinfindnnamifiafiuanareiu demnzdaauzaessinarsiiduan

WEILALIDTWANAINNAY AITU NTBBNLLURITDN (Welding torch) Tedrulnaiisen “Laser
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welding machince” inmzmidaniJuiasasiiananfidnfresmsaanaudaares Nvuauas

FUTUANANNY FTATRURAINTAIA NN NLULYDIHHER

nIzandziouNnving (All reflecting mirror)

LABNIENRIY
naaalinu W (Power Supply)
(Flash lamps) L l l l _|

g | .
N 1hBeiaes (Capacitor)
ABaLnesd (Capacitor
AN P
‘maamama%/ 4 N32ANELNOUVINEIN
(Laser discharge tube) . (Partially reflecting mirror)
Laud (Lens)

aueaLaLns (Laser light beam)

unulan: (Metal workpiece)

JUN4.102 szuunalnyesnisaduduasaires (Laser beam) ¥93aL T
77':;(/7 :TVM : Laser Beam Welding—Equipment and Principle, 2017

Wudeuaiges (Welding torch / Welding machince)
ywumadendeduauaeiidenioduaiesdondniiddny innsdugunsel
dufiafuduanawestumely awueasunadenidendt “Welding machince” INT1£UMLM
wihindndunBauadeweissdondimelulznauludegsiiudumaeTuuasiany
wainengs alugid 4.102 aulfudedosszinsNfiouiaanudsmeldie uasdeanu
nennaeesiaaesi I innmus AN ANLAZANNAEAINTDILA RSN BT
dasmaidion fudndsldinseanuuuiideufisesiumansziannu aunsousnld 2 Ussan
Fauandluzii 4.103 nande
1. Wadenaeilszinnieie (Handheld welding torch) Wdenlsumildfuauie
ion ponuuLNIWMNzENLAzazaIn UM ITUAB UMW (Uszana 800-1,000 i) Taeiifi
LL‘]J‘]Jﬁ‘jz‘UiJmiLaNmm%aN (Filler rods) winnalane (Power metals) adlulanasNazaeuLay

wuulidnen Fansasauuulduaaafauisuliiulugn 4.103 (n)
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2. vudouaiefszianyjueus (Robot welding torch) yatlszinnilanuunaniiveld
nufumadenTaevusuduunafifiumadendiesuudaludd missnuuureuiniudou
iwnsdinafigunsidrendiumnniu wy ssunfuredang 1 tieaugumariau Jagiivsney
wdaudiamusaanuieuldge innesuujusdiaudenlfaudaiisaiiunan &
wandnBazguUuvasdealugUf 4.103 1)

Wdentaesezinnaiiin (Nozzle) agiﬁﬂmﬂmaaﬁalﬁ'ﬂm%aﬁwmﬂfwwmu,mvﬁa
nosunsuay Tasfinseanuuulmerasindaivmnnaisgluuuiisanuazainuazdnga
muniafigasmsiitoy é’umm‘tugﬂﬁ 4.103 ()

MiTaNtawasriafNaIaN
737 : LASER MACH, 2021

mveuaassialifnandon .
v A d
71 MORN LASER. 2020 (@) WdpuaTeIUTTIAN
o A A A : 4
(n) WaZlautawweiszinnilatie (Handheld) yiuguA (Robot)
71 : LASER MACH, 2021

() MAavewidinuaes (Nozzle)
ﬁflﬂ : DMK Laser welding nozzle, 2019

pa | o A a = .
§1J*n 4.103 WMdpnwpinIsnismsdeuaise’ (Laser welding torch)
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i iouiaiges (Welding machince)
Lespatantateslunivaneiigaeseudenfioanuuunldnunnd nuazesnun
foanatlioy TutinTuanuazyeeIe o INENHULIDI TN Aell

¥
~

1. tasadiantatgaIuuunANT (Portable welding machince) taSaatdianyszinnil

D-

ponuUUImN Iz Ul unuMasNTidauadeuheesaudenlydennuluganud
4 7 L ueNranuemsAaueds Tnnaedaadn i Tufigunsalidiu &
wanIdn vz AT TN LA TR 4.104 ()

2. Lﬂ%}mL%BNL&L%B%L?]{%ENU‘J:@JU (Jeweelery welding machince) LﬂuLﬂ%BQL%BNﬁ
sonuuuIn v Tenkaadaeiiainnlsziu (Jeweelery) i anTanznas TansGu wie
Tavedianau 1 Tasfigaiaurasmaidonnuiiianaiin desmsiuiiseedouias nadas
duniadandinn sesdeudunaidn 1 Hudu yagunsalveuaieudonasigunsaliaiu
naeede Wy ndaefifimdanensg JunuuasgUnsaisuBaduanu wiannsufinnaiauau
Hvamadon suuansnsurmpeaaip iy sEaU Elugﬁﬁ 4.104 ()

3. 1R TANLALTBS UL CNC (CNC welding machince) tuiazaadanawesilily
Tsnugaamnssumandn Tnsfiszuurasumsidoniicuguisasufinmaiiaunsaien
THuuudaluid Seezdgunsaliddaulusiumsidananniu Sanuuiuig ifeadenia
ABUINAg SIS B D ENIBILATE DALY CNC Tugﬂﬁ 4.104 (@)

4. Lﬂ%au%ammﬂla%tmuﬁuﬂuﬁ (Robot welding machince) Fuiedeudanildi
yususviiauaung sz dentudnenuesudvianulanurdaiudiueis 1 s
dauldatsdaitianTiunann fruuereufineeinugudmaussuunmadeailiueud
unuussnuiadenldueged ssuumadentanuusiugigs fuandnususfadie
Lﬂ%ﬂ\‘]L%BNLﬂLﬂja%ﬁiﬁﬁUﬁuﬂuﬁ Tugufi 4.104 (0)

yninaandedu nuiduawesindnsarnufidvnadnuazsunalng FlET
MIvBNLLLLASR IR Sinaniaelsznn Tudazdssuamanansadouldnauuudily
FoemIaundondiduadn 3enan “Heat conduction welding” wangds matdanfiardendnnisi
anwSouvadlanzidonuduianmmesvazarsudhliils Tansinduy varandnlisuTudea
fadlaa (Key hole) sztinmaaswazmefivsuailansau Taeludasnslansduiadon
(Non-filler metals) TﬂﬂﬂﬂamilﬁﬁauLtnnlaj"fimﬁnﬁ%Lﬂumﬁiaﬂamﬂ@:u‘ﬂmﬂmmma nudi
Hywauan 7 Judu é’malﬂmamm%auLLamﬂugﬂﬁ 4.105 (N) duuuuigensuuiLionds
n153NENNINTIFENI “Deep penetration welding” ¥N1883 n13tdanfiordeainsauain
MuguawesivensaieienasuaraslulBnainn mnzvazerinizdesaiefslaalid

ANNANAINNFDINITAINTEAVYDITAHTNEN TIVDU L TDNLBVIADNAT AL TINA1ENIDI5N
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(Plasma arc) uazlpvpalans (Metal vapor) é’auﬁmmlnnmﬁﬂiugﬂﬁ 4.105 () @rulueiudr

B
g

wlfidanlanendanunuvisailulssnnaunivunalval 7 Gudu

AR

(1) LATDATONLALTDITULLNAN ]

(Portable welding machince) (ONGERN Y IV R GE RN e,
#1311 : IPG, Photonics , 2020 : :
‘ (Jeweelery welding machince)

737 : BCXLASER , 2020

(p) LAFDLTDNALTESULLY CNC

(CNC welding machince)
741 : LASER MACH, 2020

v

& § 4 ' e
o 4 4 1) LATDALTDNLALTDTUL LY UEUA
JUN 4.104 UszianupaiaInaian © :

P o g4 (Robot welding machince)
LALTDIANNANHUZYDINUNT DY P
71 : KING LASER, 2021
A = o & VA . a

m3deutatresausadipulaniuuuli@nain (Autogenous welding) uazuuuLAn
81@ (Filler metals welding) nsdil@anuvulifvaiadisuazadrenuauiunisilionfinuas
YuIUNIEBNNAIENIAILEAIlUILN 4.106 () wadmSunIdinTeNuuLRNaInzduNMIEw
aalansNe1dedSnsidendunniindie Senin nmsienuuyulansa (Hybrid welding) 3
d@131305WAUNITBNNN (GTAW) 38 Hn/ulin (GMAW) T9UUDENUANBALUDIULUILTDY

A o o A o =t & =~ a
‘n(ﬂﬁ]\‘]ﬂqiLLﬂgﬂﬁ]ﬁ]ﬂ?.lﬂQﬂ’ﬁL‘ﬂﬂN ﬂ\‘lLLﬁﬂﬂugﬂﬂ 4.106 (V) Tﬂﬂﬂﬂﬁﬂ\jLL‘]J‘]JNﬂﬂVLﬂﬂ'ﬁﬂ'J‘UﬂN'Jﬁﬂ'ﬁ
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uazedlsznavwedenfinnny tagiuldimaihnsaismadenawesuuulasam 1

Mann Wumsiisliaanyvainsovaimaaraslaiuaened
lolane (Metal vapor)

Taviznaaniad

° d
AuaLaLTD s (Laser beam)— WaTEN

I~
Tavizudiag

Taneviaaniial |

9
Taneudasn 5

Taneduau

Taneduau
vanaaudn (Keyhole)

(n) maBeuawreiuuulidudn (v) MaToutatreIuuuTuan
(Heat conduction welding) (Deep penetration welding)

A = as 4 il = o =
UM 4.105 uhsuifisnisnadenawesuuulidndniuuundngn
77;117 : Journal of Welding in the world, 64, pp 611-622, 2020

G
vaviaanazane (Melt pool) \'
UHILTON (Weldment

AuEILaLUa3 (Laser beam)

(n) nalnmaZanairesuuulidnaindon (Autogenous welding)

MUELALTBS (Laser beam)
TaneLfin (Filler metal)

windi@ew (Contact tip)

(¥) NalnM I TaNtaasLULLANAIATDN (Filler metal welding)
o ~ A " a o ~
7N 4.106 Whsuisunalnresnlipuawesuuulidvaaiuuuuivain
77.;1/7 IONIX : Laser Welding Processing, 2018
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49 nyadEMdaxdiedddnaseu (Electron Beam Welding : EBW)

P N Siddharth et al. (2020) L@vi1n13570 7840y 8UT8w04 nTINABATITaN
uazldagu/lin madewnTanzenmsanindisduasdiannsou (Electron beam) 9zt Huaiiums
onfiuanananauiunsdendy 1 Srzvufiiumiieden (Unit welding) é’aLLﬁmTugﬂ‘ﬁ
4.107 Tagszuusenaudig 3 61U fp

@l 1. Bun “Beam generation” udiumanfiaduauaidianasou Tasadeuna
Waslnihussge slianszuansa (30kV : DC) ‘i”JauL%ajizuut:hu*ii’mﬂfﬂmm:m’f‘ummﬁ@mLﬂu
NARNUAULEDLaAATOY

dufi 2. (38n31 “Beam foeming and guidance” udmnaaisuduaidiannsaud
H1UN8I80NNULEINANSIUUIEUELNLAN (Magnetic lens) 92 AANITINALEIVBIBLIAANTOY
liauaiindanugedu Tassiuanaialne (Deflection coil) awapsmuguauadlalingzds
sanly druiezindesdmivneafiuszuumarhaumely

dufl 3. (3un91 “Working chamber” Lﬂudau‘ﬂmﬁmL%‘au%ymmﬁﬂmzuuqiyimmﬁ
(Vacuum chamber) Tagfiszuutiuaugaanmea mauasuiuddninmadeudashaumeald
ANNIEgYINe LWﬁziﬁLaﬂmiaumam"mmLﬁaﬂzmﬁufuLaqammmmﬂﬁ):LﬁﬂmanixL%qﬁw
Tszansnmmesinsnvduadilannouanas MaanNuuLazLfisns fidhdannseu
LaoUR liKIUBINA (Vacuum chamber) sansasindnaidianasauldidnuinds 0.3-0.8
Jaaung mrﬂuﬁmgzyapmmzﬁijﬂqﬂﬂiiﬁﬁuﬁﬁﬁuammmiaLﬂﬁauﬁﬁﬁﬁumm%’] Lazenn

wasulnihusegs (DC High voltage)

>

ualnan3a (Cathode grid)
21lun (Anode)

ndasvaanely —» N&H

AUEBLaANTDU LouduaiLan (Magnetic lens)

aaInlng (Deflection coil)

| T S a . .
g‘lJ'n 4.107 32U INMIEALEIDLaAATRY (Unit welding)
77;1/7 : Mechanical Engineering : Electron Beam Machining (EBM) Principles, 2016
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mMadenmeausdiannsou (EBW) unaluladfinamiiiese iy dnwasnud
yumaidieudu 1 lisunsadeuld Tasiaanumunsamaidauadetusaumaiende
wed avfimadendeduadiaanseussimadenlusuugyanme uasinnauuadon
fiiamamasuasmefidnniunmeivnuivnsasdn Tasdnannilameinmadnmn
nufmfuuuden fdai WhsufsunnaseswundensasnaienTanzagiiiendie
n3uA% EBW AULBW luzUfl 4.108 ssfiulddaiaud uuadesiifannuumadaudas
duadBiaanseulsiidiumasnazas (FZ) uasloufinssnuannanadou (HAZ) finauuazidn
FazSeudisuiusuiunmadondu 1 fuansii 4.109

3’1]7] 4.108 (WIUNEUANALUITINIBINITDNAIBNTINIE EBW U LBW

7’7;1/7 : Metal and Meterials International. 202().

; - 4 o
JEE S, | madeuaed | 7UN4.109 wlRsuney
madensin | PNALUITONYDINT

S \ondensanis EBW

ol / U AuuMsEdendy
2 :j.l, _ l 77.;%/7 s Journal of Vacuum ,

\\ 4 E Vol. 130, pp. 72-92, 2016

[ MITDUNANETN

M3Lpublannsau

isaadandmiuaumadendisdusdiaanseusniusuumiedeniifuge
Wenfi (Unit welding) Il duenssnnnfumileusnumsiongy 1 FIBNIZYLIUNTUH A
madauenshatusadisdusuuile fusasistseaniiaeiaadenlugii 4.110
Tosgavhedouldinmmanuuulinansanamus furssgaaiusuugayand (Vacuum

levels) Milytiufinadioudsauabianasauluszduunigayainie 3 s2au fe
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° miﬁau‘ﬁixﬁuqmmﬁmﬁga (High —vacuum welding : EBW-HV) Lﬂumm’%m
douiieunsnaiusdugyanmaldgs mimuguauabdiaansauiaiilsansamgs daald
aaumwraanudenfianuanysal Tunnedumndesnuiidainmaanuuiuigeuas iy
AnAMLLAEEN wATFUuMITaufigauiy sduganneegi 0.13 §1 133 MPa (107 fia
10 torr)

° ﬂﬂiL%ﬂNﬁizﬁU@iﬂumﬂmﬂ‘lJ’mﬂaN (Medium —vacuum welding : EBW-MV) T
gaaieadaafiahegyanmaldlusduihunas minuguaaBiannTauuas AN NS
wudenfanneglusduthunans usdununadenanaunn ssfugaanmeeg 133 5133
x 10° MPa (107 §4 25 torr)

° m'il,%au‘ﬁ"i:ﬁuqmmu"lﬂ”lﬂﬁ"llvlajﬁizuuqmwmﬁmﬁ (Non /Near atmospheric—vacuum
welding : EBBW-NV) (fugaiaiaadaussduabiaansauiiisuudvaiugyanmeadilugs
WWIEEDIN15UTIENAA el uEe e (Vacuum chamber) LBILARINIIUTIENTALREN
dntiaevieufuussenia Jdsaanauasdunuresnsaiusruugyanaldunn 3
winefumaideudilideimgunmrioanuwaiugiissmsamnniin wnznaIauaLas
Buaansaunszrildlidluussenmeafigaanmed 1 sdugyanmaagi 1 atm (101.325 kPa)

satiu madenludnsruugyanmefissiug (BBW-HV) asunsaniumadondie
duadlanasauuazangiumMadennuiiideinmaanuiudiuasiilssdnsnimgs iwne
AILANAILEIBLaAAIULAR AuansfBadisy ANNLANAYBIEILEIBLAANTOULAZI Y
denfidsiurasmadenmeldsfuguanmagaiussdugyannea (BBW-NV)e Tugiii
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7’7.1/ 7: PTR Precision
Technologies : Electron

beam welding system,

2008
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771/ 7: GLOBA Beam Technologies AG: Electron beam welding system, 2007
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77;1/7 : Aman P Kaur : Electron beam welding, Thesis Ph.D., 2016
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agiiAdiunn 4

Autogenous welding — Maidonspuuuls
Tmadew

ACHF welding — matfiandienssuaady
AN

Arc force — M3NWSEEZASNURINSEDN
nn

Beam generation — GIURANYDILNAT

M {ipdLanasau

Capacitor discharge stud welding (CD
Stud) — MaLdenadnInFeIuUL oy
Carburizing flame — (anlWiFanfinsusy
1N (LWaan)

EBW — n3swdaniaidensediues
danasau

EBW-HV — matdansieduaidifnaseu
flasugayanmegs

EBW-NV — m3tilansieduaididnasenu
ﬁsxé’ug@ymmﬁ@h

Electrode collet — #19LUGDALTNIANIA
NIGLAY

Electrode force gauge — LA38IAL3INAYD
msﬁiamm (Spot)

Electrode mushrooming — wiadiantnsafi
Wemeimuuadenantia

Ferrule — A8 LLINNGEINLTIEI5N
a4an

FRW — nsnidsmsidesuuuidean
Generators welding machine — LAsRaLToN
finelifinszuansaaznszudadu (AD
wag AC)

GTAW — n3swdaniadananiniiaiauuia
Unagu

Heliweld / Heliarc— n13.383015n6ea70
waaaunlfufafideunagu
Heterogenous welding — madenfian
dantulansaumeaiiaiu

Homogenous welding — 113 \Taufian
dantulansenuduaiiadendu

Hot start — NM3LANNIZLAYZBNININYS
mdeniin

Laser — (Juangianain Light
Amplification by Stimulated of Radiation
LBW — nasadanaidenseduaae’
Leftward welding — nstauvidawlyl
ndudeiie

Linear friction welding : LFW — M3tdea
Fonmuuuduas

Massive electrode — u1iagaBaAMIALLY
WileLfeniaunia

Micro plasma welding machine — LATBY
Fanwaramdmsunuanain

Mixing chamber — #aananuian1elum
o

Neutral flame — a2l Zanfiansusudiy
pBNTLAUENYS (1anan)

Nugget diameter — U1AYDINNANLUI
L%amm

OAW — nassiamsiieneandazaiay
Oxidizing flame — 1 lWiFawfioandiau

1N (LUa )
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Particular area heating — N136319ANN50U
Wza e

PAW — n33335nsidandieesnnaian
Plasma nozzle — msﬁammmmﬂmmm
wWarunawaau

Pressure regulator — 1/n30i31a33nAY
sufitlaudngvdananaan

Projection — 38e1Taufl Lﬂuﬂmﬁuﬁagu
DONN

Refill-FSS welding — n13t30aeusa
deamuuuuiiloden

Resistance flash welding : FW — matdaw
NUMLANNATUNTY

Resistance percussion welding : PW — N3
[FaNNTNUFIEANNFILIY

Resistance upset welding : UW — N7 \Faw
gAIEANNEUNIY

Rightward welding — nstfuigoly
NNAIUINND

Roller electrode — urisddiaalnsafiy
UUUADNAN

Rotary friction welding : RFW — 113 \Faw
eAMULULTIYY

RW — nsWismadlendsanusumm
RWMA — 631A33 auLeafinueanrien’
ianlnnvesnadonanusuny
Shank and Cap — WrieinBLaaTnIALULLT
Usznaun

Spot welding cycles — JninsuamIiion

BTN
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Spot welding time — 32821 3aUTABLAA
Tnsmnauuduay

STD. ACET — $asafildfuufiaeziaiay
STD. OXY - fasefl#fuuiaeandiau
Step—down transformer — LAsaTaNuLL
ANATIUINL (WIFTUA-NTEUAGA)

SW — nssismsiienadninden

Thermit power— HdsLaNd SN Tay
esie

Thermit rail welding — M3tdaumnaiinig
sl

TIG welding — M3tdox015nd 8879
NIELAY

Transformer welding machine — LATBY
denfinelnnszudaady (AC)
Transformer-rectifiers welding machine —
wispadeninglvinszuanss (DC)
Tungsten electrode — lavizaaAneLau
dmSumsensniden

Tungsten grinder — m’%lmﬁaé’mgumm
NIELAY

TW — n3swdanmsideumaiin

Weave patterns — jUlutumsdemndiion
WIG — (Wolfram Inert Gas) N13 L"}d}amjﬁﬂ
ansndeaaisauiidenGenduluwoy
glat)

Working chamber — Woudoaduau
gaunNNAYeINaLdon EBW



nssu3sSmsibou : nauluiGivasaibow |315

o |
winitlniaheunn 4

~

gafl 1. vsesnewanmadenuuulidnaindon (Autogenous) W3DNENFIBLNN 3 NTTNID
madeniiplszneunsesing

$afl 2. aseBinemanmadenuiaeandeziaunmainle wiasuensiiawazndnnnSows
Tndeaufiaansaaiotuld magusneumussesguuseadalviden)

#afl 3. e nemaiamadeouuideandezisian (OAW) Wil Leftward technique NULUL
Rightward technique ypamdsanaiinn e

v o a = a o = ] o
28N 4. ﬁ]’lﬂgﬂﬁ]\‘laﬁmElqumﬂiiNﬂﬁE]ﬁﬂ‘llENﬁ?ﬂNﬁLﬂHﬂNm’mlmﬂm\‘]ﬂu‘ilmﬂis:u,ﬁlw

DN LAZENINTINDNANNUYDINTINIDN5 TN GATW

NI=UARTIIIA : DCEN ﬂ'ia:uﬂmaﬁ*ln’.m : DCEP ﬂ'a‘mﬁﬁﬁ"l;ﬂ’a’luﬁtja TAC

i

1 2o +
SHEAT SHEAT 5‘ HEAT
i =
Q Q@ Q ©
4 i
© o) Q o
L L1 ¥,
5 e - W

wisuiisuatinveanszualidoneinnisauuialnagu (TIG)
7‘7,;\/7 : Larry Jettus, Welding and Metal Fabrication, 2012

¥ J v ' a o a v v
¥BN 5. ﬁ]”lﬂg‘lJ"ll'Nﬁ’]x‘]ﬁ]x‘]ﬁ)ﬁﬂ’lﬁlﬁﬂ‘]&lﬂwﬂ”ﬁﬁngﬂLL‘lJiJZJ']ﬂiﬁ']uﬂﬂﬂ Aunsensnéie Hot Start

n3eualni@ey Hot Start

nszudli@onninmun nszudlWi@onfinmua
1981 1781
(n) asgunseudWidouEudu (@) nazudlvidanGududls Hot Start

7 Larry Jettus, Welding and Metal Fabrication, 2011
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fiail 6. muaﬂ’i;]%’ﬂi‘zlmmil,“?liauﬁaﬂmmﬁmmuuun@ﬂ (Spot welding cycles) Tnengeuiu
AU wWiannanmwisznaumsedune

§ial 7. sseBineanmdsmevsurisdiaamanfiGend « Electrode mushrooming” (310
MWYsznaun1Iaduny)

§afl 8. veeBINEmanMIdeNAz S UL EENNeTY LwDwEeN N ey wazLDLL
Fandaiiisamadnle wasuenfidnvazreasnnaufivanziuuudonueusazuuN
DENURHULLUA 2 91U

§iaf 9. aseBneANIUANANIBINTINABMITaNE MEANUE UL (Resistance upset
welding) fUNTINIZNNTONNUFIBANNFIUNL (Resistance flash welding) (AIENFIBEN
anazaulsznaunsesung)

$ai 10. ﬁnﬂgﬂi”mﬁhqma%maﬁwﬁuﬁumummmiﬁamé’ﬂmﬁm (Stud arc welding)

2 3
|

dAn(Stud)

WIIUEAN
WIATOU Uﬂ D[I

L — — ]

PUU

& = & = & = & =
YUABDUN 1 YURBUN 2 YUABUN 3 YUABUN 4

& a A o = o~ o .
?I‘HG]E]‘L!‘IIENLﬂﬂuﬂﬂﬁ‘imm\lﬁﬁﬂtﬂﬂEl’)/ﬁﬁ]ﬂﬂi)ilﬂ”ﬁﬁ)”l%ﬂ (Arc stud welding)
ﬁi/? : K. Hartz—Behrend et.al., Journal of Physic : Conference Series 550, 2014. (. Z/’.ﬁ/z 59l 7))

v A a ) = %) Py . . .
28N 11. WDHVYUANNTIDNNTENUAIYAINNAIUNIY (Resistance percussion welding)

dLanlnsn —» I

e i -
& a
mmmfm@—» I

?7.;1/7 :SNS Institutions, Welding Technology, 2019 (4 Ferul af)
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| a & § a P o &
¥ian 12. woBnerunpuNsdaNnesiasesall Tagiedennnmndnaansdl

(11%a8% (Crucible)

VIPT IS

WUILTRN

PuUADUN 1 JUABUTN 2 PUABUN 3
PUABUMSTRIND5IAT1950 N (Thermit rail welding process)

717 : Thermite Welding : Principle, Working, Equipment and Application, 2017

| a v o o A

#iaf 13. wBFLNETUUNALNYBINTFF A LEUALTDS (Laser beam) Maluupaiiiiiay LBW
| a a 1Y = = P Vo = )

ﬁﬂn 14. %Qﬂﬁ'ﬂ’]ﬂLﬁ\?ﬂﬂﬂﬂqiﬂﬂtﬁ@ﬁ\lﬂﬂﬂlu"lﬂﬂﬂﬂLLu’JL‘IfﬂNﬂNﬂu‘ﬂﬂﬂﬂ”ﬁLfﬂﬂN EBW nu LBW

WEEUNIUILNLUILTDNYDINMILTDNAI8NTINIS EBW N LBW

77&/ 7. Metal and Meterials International, 2020
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