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Abstract

Inca peanuts seeds are plants that provide nutrition to humans such as 3, 6, 9
Omega and have a high concentration of oil. It contains the 98% unsaturated fat,
contains antioxidant, E vitamin, high protein and amino acids that are essential to the
human body. Currently, Inca peanuts seeds have popularly planted in the central
region of Thailand. However, the farmers sold the Inca peanuts have to use the
method for cleaving on Inca peanuts seeds to a sales to the buyer, so there is
providing a returning high benefit, but the process peeling for a cleaving machine
need to have a set of cutting blade to cleave Inca peanuts, and there is no a shell
attached with Inca peanuts seeds. Moreover, when there is used cleaving machine
for Inca peanuts seeds for a long time, the blades of cleaving machine can wear out
and can affect the efficiency of cutting blade cleaving the Inca peanuts etc.

Therefore, the purpose of this research was a performance Improvement of
cutting blade barking the Inca peanuts. The used material in this experiment is S50C
grade carbon steel, it was welded hard facing by build up at the edges of workpiece.
Hot-wire gas tungsten arc welding process have 135 and 150 currents of GMAW and
used 80-180 currents of hot wire. There is using flux-cored filler wire into weld pool
after that specimens were made to cut cross section of the specimens to observe
ratio of dilution. There are testing mechanical properties and metallurgical
examination too. The experimental results can be summarized as follows

The results showed that the hot-wire gas tungsten arc welding versus flux-
cored filler wire. It can improve the cutting blade surface and increase the amount of
welded metal of welded bead extremely but sometimes it may be to have
discontinuous occurring in welded bead from flux-cored filler wire while dilution rate
give a good welding condition in this experiment. It is the 150 ampere of gas
tungsten arc welding current with the 120-140 ampere of hot-wire filler currents,
then the hardness of the weld bead has a high hardness which can be helped to

prevent the wearing of the cutting edge very well.

Keywords: Cutting edge blades, Hot-wire GTAW, Flux cored wire
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213M138UA1 (Sacha Inchi or Inca peanuts) fﬂmLﬂuwwiwumuagiumzqamaa
Euphorbiaceae fifuriiflatuthauieweau Tuuszmay nivewsnils duduiiviilvinmuen
nlaguinsdenywd W el 3, 6, 9 wazliuduniiaududuas dluduliddusdane 98 %
flansresmuoyyadase Infiu uwardnfiy E TlUshuguay nsnesily #1dusesienieves
uywd [1, 2] wanadegun 1 Fslulagduussmalneanunsavanainnidunilauds Tukaunie
NANY LU anssay3 wavnisugnidnnimadlasumiudeurouinsgedaduiinasugiomln
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Wienminnisdnuseiintulduavdmarousednsnimnisneinisiudeniinmdumanas

lngun@aluudrrudaluiinasgnyinlaudatuaienssuisnisguuds (Heat
treatment) [3] ioiinUsEaANSAmANNawnsalun1sdaReu Awanslugun 2 Jagnldvin
Tufievzdosninuaudfaansalunisyundslad Wy winndiasuswnsn S45C S50CLTud
FITIAADULE

JU 1 wandaniduen [4]
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feduisléfnainuldnatenisdeunenfudaaneiiuinueudaluindude
nsguaunsdenluiifeaInfundn (Shield metal arc welding, SMAW) u3on1siendae
aadouiin/ugin (GMAW) Bstasandunuuaziatlunisiasussinanauny uazdiosenis
1159 [5-8] [9-11] pgslsfinunisdouneniaudsanizuinueudalufinninnisides
fvuatiadsnudenilivinzauuds sesdounenfaudsfnanerainnisunningasen
nnluiinlaslanzuinaldisesdounienisidsuulaslasiaineganinuinanssnuiou
(HAZ) Pflmuudaussanas ieasenisnszaiennudeuvasidendbivanzay sy
nszvIundenlnihdsaaiimandsaauauldsuin dandriasnelfiiananssnusdenisan
ognslfrumestudinluinesaguussld nnsfinufiiiua (12-15) nuhdinsdssgndld
nszUIuMIdenesnsfumaiansifisainiou (Hot wire) fUNugnanvnssasineg 1y ns
Feurenunundiesessosouau (Narrow gap arc welding) [16-19] miﬁami’a@(ﬁhwﬁm N3
Wisdszansnmnnsnanuazauislunisiden madeuneniauds udu Tasiamznnsidey
g1snasuiaunaAausIuiunIsiuaIndeu (Hot-wire GTAW) I5189uiilinarosgmnin
50860 (Weld quality) Aduuasnisidsunuaslassadnaganiauinunsenudoudivesnds
nszvaunsdonialy wu nsxurunadeyluihdsmeiundnuaznisideusemedeniing
ufin esanldamnufourindn (Heat input) lumaidonsih mae3Bnistanunsamuaualy
$oulfetnedassrotuszmiunmseninuaranguiouwuuuaion (12] Tngisnsidoutdiliny
ﬁﬁﬁlﬂﬂuﬁﬂuﬂ’liﬂi‘”EJﬂGﬂ‘UﬂUﬂ’liW@ﬂN’JLL‘ZNﬂ&JGIGﬂUiJ@LﬂiENﬂ“LVH‘”L‘Uaaﬂﬂiﬂﬂaum

fatfuauidedieiengenneisasunisufuussssansamandalufindmiy
nzimneidendenidunmenssuiumaideneniniiawuuiaUnagusuiumaianisiduan
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12.2 efnwianuanysalvesuunieumenudsorinisamulneufanaqusuiuiis
an¥ouldndn

123 iedAnuwiUafidudinigiieans (Dilution) vesuurigounenudsensnsiaanulng
wiaunequimfuiiumaieuldidnuazauiiniena

1.3 UaUlnUadlATinisivg

nsUSulgiudaluiindmsuiasesnzimeiUdendinmdumimenseuiumsidensisn
Feawuufaunaqusmiumadansifuandeuldidnnenuds fvouwnnisfnuded

131 Furumegeudumdnndiaiiveunin S50

132 Anwilaveifaidon (Weld metal) Ao aanidoumeniiouds JIS : YF3B-C-700 SC-
700H

133 yedouuarienginansynunslassadanialuieifoumonudauaruiiom
ns¥Nuiou

13.4 315 1g7dns1nsideans (Dilution ratio) lesannnszurunsifien Hot wire-
GTAW
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2.1 msWenasniivanuuiaUnaauLazinaliainaiIniouy (Hot-wire GTAW)

rﬁre
eeder
/H’ e ) 1.Initial state 2.Feeding wire 3.Closed loop 4.Joule heating by
T Contact ot circuit resistant wire
tube —
la torch Contact tip ,/f? I(ji
e 1

GTA | L Wire
power | Tungsten Ceg’m'c ‘ heating /4
- f' S “Buide | o ower ¢

source "
source | Higher temp.

- . Nl L reTeS
Pl Lo
Wire \_\(/e - Extension Workpiece

1) Schematic illustration of a hot wire GTAW system %) Generating heat in a fed filler

wire
SUTl 2.1 fog1999INTTUILNSLTEY Hot-wire GTAW [12]

sUft 2.1 (n) nszvrunsdeniivssneulude 2 dudiddyfe uvdsinendnuay
fouunatniden (Wire heating power source) tiatouaslutovasuidou (Weld molten
pool) uardnaufegunsaifuianiseninifieainsvenasuuien lufidffensonsnifsainy
ffule1 (TIG Torch) Tneazdufaidas dosfummanisuenuwiiufisensuvenaeunuden Tu
sUTl 2.1 (2) uamstumeunisguainidendon nameunasienseualuiiwesssuumaioush
nihfivdesnseualnanuainidonludumiagedudia (Contact tip) ilomnidengnilouas
ufatuiuanuniotevasy nszuasybransuleasedvauysal andenannisausauvedgs
(Joule heating’s principle) mm%fauiuam%Lﬁuﬁmﬁawmmmé’mmumaivﬂﬁwaamﬂ
doudnigetutuies Usnanszualwihinuvaeievesssuainioussgnidenagamng
Lﬁaiﬁaaml,%auLauﬁamwnﬁlﬂé’lﬁawwaaumm GuzuuLﬁmﬁ’uaﬂﬂiﬂiﬁﬂl,ﬁﬂﬂ'ﬁms‘ﬂﬁmﬁwﬁ‘iﬁ
WamummmumaaﬁwwaammmawammmﬂmawaaumamwauaﬂuaaLmuu
Srutupoudinamiasintiugignaennssuiunsdend
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JUN 2.2 asAUsenaunIsWene1snianuLiaUnmauLasmatiafitaInfou

nsruruMTdenainmaunfianaquiiniumaiansiiuainieuildnudeu
it (Heat input) Tunsidons ilosandsnistamsanuauewdeusnsidonl dogns
SasvsafuszninsnIviastazaevedlanyaiu (Base metal) uavanasuiauiiuuuiion (Hot
wire) devirliiansznurenisivasuudaslaseaieganialunuidentos Tnglanizuinm
nsgnudou (HAZ) fadsduaiudmaniniuiodongeninssuiunadourialude dilugui
2.2 uansesAuszneUMsdsrensniamuiiaunaquuasvelaftainiou

2.2 msnsrdaulasaiganalasldndesganssaunuulduasaziiou [20]

. auUAn1sn1enIn (Physical Properties) ﬁumiauﬁmqﬁuimqa%"]mﬂaml,t,az
nsdndeaieteraeululany nsdnwlassairondlansineweslansifudumeuiiugud
drfylunisnsiraeununIN maamui%’tﬂuué’ﬂgmtﬁaaé]’ulumﬁmswﬁmmmmaqmm
Fomevesdudnlanziunnisinuilasadamdansinen wadu

9. nsnsrvdsuluseaAvunnig (Macro-scopic Examination) Wun1sesiaaeu
Tnssasamdansinemesiiogdunilagldfdmetsanaiie Wemlouduslaenisda
nYU Tnagtdun Tawn (Polishing) waginnsa (Etching) walra@iusansivdeulalaneniiuan
(Visual Inspection) wiseoaldiaweslalidiiu 10 i

f. msmsaaaauiuizﬁ’uaamﬂ (Micro-scopic Examination) Wunisasiaaeu
Tnssadesduslanglasldhdmesiigeiunanie fud 10 whusuld Ssgunsaindnii
lglunisasivasulaseasnaluseduyania Ao nassganssaddimsuaiunislansin el



(Metallurgical Microscope) 3andasgansseauiuulduas (Optical Microscope) éﬁ’mamgﬂ‘ﬁ
2.3 lagazilfdavenegszning 10-1,000 wiriiddavenegeiaesinlinisduunvinvema
(Phase) Tasaadna (Structure) UsIngey Twfednuwazsuse uazvuinvoawa nielaseaing
g ludunusegeldietu luensdilassads iamlaiusmnglusoistuauiivuiad
dnuinaullanunsonsiedeulafisefuiidaene 10-1,000 Wi 3adesiinisdenldiniesie
gUnsaififdnenngs luiitdiedidmensfiunnindosganssmivuulduas waelduvasiuin
uasnduasdiaansoussiundesiniicldion ‘ndesganssmisiannseu” (ndosqanss
Srarmseudilfaulunslavenssuiiey 2 viinfe ndvsqanssatdiannsounuudosnsia uay
Nd039anssABIaANTOULUUADHIU) NdoIganssAtdmTuun1tlanging) niendes
anssminuultuasdegransdnunzseiundesqanssaiiisminnly Aendesqanssatuing
FuwiusessuTuuegeadoull-anldfisuil 2.4 msvinnuresndosganssatuans
Faguil 2.4 ndesganssmivszneumeunasindauasdeozdsanasiuaudsuuasiuan
nsEMULHLUAEL iouLas (Transparent Reflector) vilduasdanannnasludnvaeiigaainiy
Avduanu Mduendildiunseieumwdifaragfounasn Suiuluiuauding (Objective
Lenses) W uLaudn (Eyepiece) nouagn1ulinni (Observer’s Eye) vinliiiuninvenaves
Tssasnsduaudang

-—— Eyepiece
Light source
- Arm

Turret  with
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Coarse
ﬁ adjustment

14
Mechanical s(cge/ J i
©
\__/] 3
Fine adjustment —.@j
)
N 5

sUN 2.3 drudseneuresndesganssaliuulduas [20]
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JUT 2.4 wannnsvihauvesnaesganssaddmsunumalanginen [20]

23 n3TUIUNISBNDITNTNAMULAAUNARY Gas Tungsten Arc Welding:

GTAW)

v = s v I &

MANNI5VBINTEUIUNITIWBNB S NTamULAaUnAguLdunszuIunITasy (Melt)

sogsialany Uoint Metal) lngliniuseuiusessalanefien1sesn.(Ard).seninedianingg
viagmu.(Non-consumable tungsten electrode) fudan (Materials) (fauanslugui 2.5) %3
\Wou (Torch) NddaLlawauitamusiaiiiuiaussquiaunaau (Shielding gas) wazilanel
Weusowniun3esday (Power source) #aguil 2.5 a) Bidntvsavisaimuagluvionaun il
vaeLdu 15831 Contact tube”faguan 2.5 b) Bssderiiuanelvifion (Cable 1) Urndeiduil
Hedesiunmainenuiounginvaelinssualnieu (Welding current) MniAesdeuilvg
Wnlvludiannsaisanuuazdioszuignuseuliiud idnnsayiamuduau (Work piece)
Y o v =t = - & I o o A
saltiuanednaunils (Cable 2) vounsoadey uiaunagulvanudrluluiiey way

v A DI o = A g v
P0NUNNTHIENA (Nozzle) winansaludivanaeuasasvaiuion (Weld pool) tivelwins
= s v I 2= - 3 &
Wonaninawmuuiaunaqudesiulafniinssuiuniswenensnlaveuianau (Gas Metal Arc
Welding: GMAW)



Flow Regulator

(a) meter g |
Welding
<direstion é
Torch =
g™
Cable 1 53
Filler rod %;
Power )
o Gabls 2\ sourcel
C\/ Workpiece —
Tungsten electrod
(b) Shielding /Cungs en electrode
gas ontact tube

Cable 1

Fill
; gr Shielding

Metal

droplet —\Y\
Weld

Base metal Weld pool
JUN 2.5 Mmavihnuremadeuesniawmuuiaunagy
ntlimssuiaides (Inert gas) uniaesneau (Argon) wiediae (Helium) Jauvmduniaun
rauffLazwiaunaquillnaniludivenasuazatslaenss mewsilduiadesdnieonin“ns

a

\Fouiin (Tungsten Inert Gas : TIG) luunaSafannsasufavinsu Aldlouiadosluusuna
Foutlunamduuiaunaauld dadosnsidoulagldarniiy (Filler rod) Wy Fusmdifinn
mnfannsafiardouanlsawuudeuseiie (Manual) wietouanuuudnlui® (Automatic)
[

f UszLﬂmﬂumﬂszLLaiwL%auLLazsﬂu’aL%au(Welding current and polarity)

1) nselinsailodeudetnay (Direct current electrode negative :DCEN) %38
Sundnothanieiinszualndanse (Straight polarity) iudanszualaidoudilyfustallu
nszvauMdeasniiamuuiaunaqy G9didninn (Electrode) adaitniudraurasaios
dousuandluguil 2.6 a vliBidnaseu (Electron) amniloidesiiamuuayiaddesersn
Wouaiidudauinuaznisivavesd dnnseuludnuvasiswhliided @y duiusiu
USiauweandsany Fasenin“Work function” Arediannseuazgndsdulilvamaindidnne
wazidledidnnserdadlulutunuudivsnaremdnuiiieusindu Work function flaggn
Udeweanun uarmewanaiioiiumgaaiivilunssuiunndenoiniiamuuiaUnegu
dhenszudlil COEN FedimmudouAntuiitunulugafiinniserdnun (Wssana 2/3) uasiin
arwdouiivmaiedeutoonin (Uszana 1/3) fadunnanuduiusludnuae sanaidehil



WUATBUNLAAINATTRUAIBNTELE DCEN HANNANWAYLAU NT¥ua DCEN U1 @nSUNIT
Wonlmannataunulag (Stainless steel), nosunanau (Copper alloys), dLianau (Nickel
alloys),An il (Titanium),imannaA1suaue (Low carbon steel), uagmanna1AISUBUES
(High carbon steel)

2) nszualwnsailoWaunatauin (Direct current electrode positive : DCEP)
A a a ' P ) . o A A A ' Y
30138ndN0g1uiled nauta (Reverse polarity) nssetalwisunuuililelouassoltniu
TIVINVBAATOUTINAIFUT 2.6 b wansznuvesausausInnsivavesdidnasoussegiile
WWRUTIAAULINAINTUIIY AIUULUATDUNLA IR LA NIl uNTaNnunsewd DCEP 39504
THuiaamunivunlngTunagldimasiduiuiideuiiotosiuurisisamunasuainainy
Sougs dudoauuInvewiaunARNALILIVUTUIUDEUTIAITUN 2.7 auvilvduung 4 es
20nbwA (Oxide film) LoNBNAINAITUNUTUTUN1TINANNALDIARIVTNTUINY FaUNNT
~ ]
Waumlunsywa DCEP

DC electrode DC electrode AC

negative positive

y N

s ®o @o
/‘@ e ® © f@ e\
@ o @ ® o

]
W + ~ - N
deep weld, shallow weld, intermediate

no surface cleaning surface cleaning
(a) (b) (c)

UM 2.6 Towsnsnavaenseualliiouna 3 Useam

Cleaning action (electrode positive)

bombarding heavy ion

@ yocked-off atoms

ﬂ oxide film on surface

Workpiece (negative)

SUN 2.7 MeANUaEeIARIMNTUIAIENTEua DCEP



Jeenunsalfidenlansunuunsiifioonledinzuuinmimmn g ity egfidles (Aluminium) uaz
wundi@en (Magnesium) alyideanisnisvaeuagatadnuin
nszualnadu (Alternating current :AC) nsiiaudnenszua AC darlinaranisnasuazans
an (Penetration) LLasmw‘hmmasmmaaﬂ%ﬁﬁLﬂwsaguuﬁwﬂﬁumuﬁaLLam"lugUﬁ' 2.6 C
Fefunsidenianngdmiudouogiidounay (Aluminium alloy)

%) 318nTnsm (Electrode) BidnInsadivamuiiil 2% wsaidou (2% Thorium) #3e
woslaloy (Zirconium) azdinisinavesdidnaseutszansnmnisuinlniinwasfuniuseds
anusnldAnindidninsevisanuuans (Pure tungsten) M1st3uduenindteuazniseninmai

24 ufsUnaguiléiunisiensisnileamuuiaunagu
TuAadesduiuufailiviiufitoned ufadlngdldduufaunequie e1ineu , Bidey,
uiaenineunauBidey viedufavindunauioadntos
n) ufaerdneu (An unfatunAdeuldfuunliniseiniiduuia nisdsdie
Usgqlwiia Inshudnvesuuadeniid Tianuiiazernuinniufadiden fvouwnveina
aufeuiiinainnisidondiuey
) wiasiiey (He)
- usnheradeudifndiufaendneu 9 wi
- WinnsudnfinTawagdn
- Tnuamaudeuindmiuozgiiden-nowns mslianusouneunsiteuds
Lidndunagannsnideuldegsnaduslinszuaeinilidosd
- Tusuedeulunmsdengsidndu Winszuaensnlinai
- wRadideulduaniudsumung “nisuaniUdsuiuenineu nsidensesliuAa
GBI
a) uidalalasiau (H)
- Wudmbemudeuiifunnndtendneud 11 v
- Tngviluldidles 2-5 % ves01§nou
- imsAudn Andn

=

- ldwinngiunsisuezaliiiey

Y
v '
[ ! )

3 dy 6V Yy A = v a a
WQULLﬂﬂUﬂﬂQ@HSi“ﬂ@@V?@LVIQJ']S?{N‘UU@EJ v @envuInANUlnvesaanseualn Lazaia

Y

24 U dl
YDILNANINIFTIN 2.1
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A1319% 2.1 Msidenlduiaunagy

Chemical | Molecular | Specific Gravity with | Density | lonization

Gas Symbl Weight Respect to Air at 1 (g/L) Potential
(g¢/mol) atm and 0°C (eV)
Argon Ar 39.95 1.38 1.784 15.7
Carbondioxide CO2 44.01 1.53 1.978 14.4
Helium He aq 0.1368 0.178 24.5
Hydrogen Hz 2.016 0.0695 0.09 135
Nitrogen N2 28.01 0.967 1.25 14.5
Oxygen Oz 32 1.105 1.43 13.2

2.5 d%uﬂsxnaﬂuu’%nmiaﬂﬁau

YOULURUT IR Tusesideuwuumai Formation of The Partially Melted Zone Tu
souiouUszanuilovnsin giividnsesouas Usnguinmee Wy vdnuvae
ava18 (Fusion zone) in1svmenmainasudsiinaiaidusesdon nsiinusansenuiou
(Heat affected zone: HAZ) fildsunansenuanaudoumintuluseninenssuiunisidon
wazusalansdusu (Base Material) fie uShafidnoenainusinansenudeunazlilasy
NANTENUAINANUTBUINATTUIUNISLTBY

Uihamaetazats fie UihaTinainnisnaesaratsvedlanzuavudeiindunanedu
souidonnsudsfvetlanzasdinisadislasadnandn (Crystal structure) wazaenedaluideny
w%a‘ﬁgé’ﬂﬁ’ui’l “insu” Tngdunauniainiiveslanyavdwanadnwaensudeda 1wy nsiuil
Aaluwdn Fanvannluawnuas aansavilidnvaenisudsveswndnudsuannisude
Humeslsd (Ferrite) nanewduudeiufuseadiulud (Austenite) vioidsulassasiamdnan
BCC WJu FCC Feavdamarianisuaninvazsouresninainaild usnansenuioussldsu
NaNIzvUNanY wanguuuunsiisunndeuainnisideniilesnndunanmaaiivesusiom
nsgnufeuarldannsadsuwlantuiisnfuusnuvasuasarefidrunaunaaiiauise
Wasuuwlasldannisifuatauienisdenldfaunagy (Shielding) Udnansenuiauves
%umu%ﬁimm%ﬁwamﬂmeGmmmﬁgw%L’Jiuviaauazmauaw%nmiam%umu Weid
Tnssadqaniaasiuogfulssinnuaydiunautestunutuiy

n) MsuUeUsuee lusesiden The partially melted zone (PM2) Tuefinniswus
vinaselusesdernzuududnuaeiiodusiufinan i dduie wiaduuinavastavais
wazusnansznufoustslsin denarinlwasimddennaoanniu iinadunanisal
flavidununndadusoilimsutsudnasieg Tusesdonannsauaiuuinaudoss tdendl
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1) usnavasuazate (Fusion zone)
- USKUNaL (Composite zone)
- U3naudAeuuas (Transition zone)
- U3vauitlsisay (Unmixed zone)
2) UINNIZNUIaU (Heat affected zone)
- USUMRDNUINEIU (Partially melted zone
- USLIAUNIENUTOUATS (True heat affected zone)
- USNUNTENUToULNTUMEIU (Coarse grain heat affected zone)
- UShaunsgnudaudnga (Inter critical heat affected zone)
- UShanIENUTouInTUaztdun (Fine grain heat affected zone)
U3y Afntulusesidon anmnsafinsdinmeiiuisuifeutuuuninauga (Phase
Diagram) laluanwauzifeniuiunsiasizvinielans g,

Temperature, °C (°F)

Solidified weld 1600

Liquid + y

2

® 1200 |
5 {2192)

[

IR I || 255 | e g Fr LR (1IN —
g 1000 | |
2 (1832} | |
-

3

o

3

NE
. Ra
=

o+ FeyC

1
.16 1.0
Fe Carhon wteh

Heat-affected zone

JUN 2.8 mnuduiusseniausunnaNnai v iinlusesie

v) UTasas (Composite zone) Wuvinufituuinamniigaluuinavasuazais
(Fusion zone) Ao Uinuiilavgvaonavansuarudsindnadmiinaredusondon lassata
anIAveIUTNMIUInaNANI e fUAuNaIeTLaran1Izn 13T (Solidification
conditions) vastilavy dunaumsaiivessesidouamsaidsuutadldihunsfudedon
venslifeunaqu faildumaniiudeullennazililasiaisanauasanaudivessos
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Feudswluly lwihuenfefusasnsduivzdmadeaninznisudaivedany oz
Ifnlassairsganiafiudsuutasly
UShamasuavansvassesidonannsaulsldoeniu 3 Ussian dewelui

1) nsdenlagliiifinadn (Autogeneous) aznuldannnisdenlaenszuiunis
douordntawuufanagy (GTAW) vuBusiuuey lisidursdeninaiuainiiu vie
mM3deuddidnasau (Electron beam welding)

2) msideulneldarnileidentiu (Homogeneous) Ao nsideudenisldaniu
Afdunaumuadiviioutuniolndifesiu ilidunaumanaiivessesdouliunnd9ain
Tavedueu W msldamiuiy ER316L dmsuidonaunuaainsn 316L Wud

3) nsiieulaedildainiiunnsng (Heterogeneous) azifunsldarmiudil
dunaumMaAifiumnmanlansdue veiiiodfisauRmenanaedl sauvruanusely
madouvesaniiug wu nsldaniu ERG043 lun1sdouagiiemnin 6061 vionislimn
Fungu NilunsiBen aunuiaa nsideulasliainfiunndisazldiuanudenduaunin
dewnlansfunudnlng fdunaumaeiifilimnzautunisiden shlauausalunis
doush dduifioudlatigminmslidodeuriemaiuiunnsaastisusul gnmaucinig
na Usuupanuannsealunisden wu anlenanisuanimvnsiou mutafiunuaunsluy
Msfumenisinnseuniennuansansiununsidendliiusesideu wu nsdeunen
Muaunuad semsdeuneniaudueidodeniiuiinda sgralsinmu msigesns (Dilution)
szinsnasuveslansius s aniniadosrausuniuazdosldsunisaiuauogs
suslaseds Wewndndrunisuansswindansusunazaniuas iinarednuaznisud
Tassaiegana uazaauTRnneg vesunameouayagls 1wy lunsdvesmadonauaulas
sUuvuUn1sudafa (Solidification mode) 189U namasuazaslunsTon aunuaen99z
Wasuannsudadaduseslsdnow (FA) undussadivludnou (FA) illonalunisiinnis
wndvarfoulfunndiu wisruudweturudeumeniudanadunsaliifisnsnisie
9N LﬁaL%amgﬂL%f\maqmﬂmsﬁ%yumwaauazmauwmammmLﬁmlﬂ inlvldanuisen
shumunsdesdldmuildoonuuulivay madearausasunldluguil 2.9 fuiolud

Ditution (%) = =225 & 100
A+B+C

SUN 2.9 MIAMUINBATINGIBINY
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PNAUNITAINGTD FAFIUNITIROI VIV A lanTUNUNTaDNaTAIIRDUTIIA
=~ ] o 1Y = a s ° vl ! ~
sRuLFoNNIUA 1nenlULaIN1T 99 190IN SN NAEAMUALIN 10-40% drulunisidon
wuuldiipnainaziin1sideansil 100% wagnisidearsreensilieuneniiuisasiviualinluny
20% wsesnIiu Tuusnuvastayaly insuvadlansulainssunlamuazuenefidngnsy
nansseedeon lnpazvilmanveunsuludnyuzaes fu

4) YpUInsULayaINN1SLIIR (Solidification subgrain boundaries ; SSGBs) Ae
YauLnTUTeNYad (Cell) nHdumlauazusssoenulufirnisivgnesaladie (Easy growth
direction) Inatlunisvenedivewnsusesenunaininsuresduauluusnunsenuieu ns

< % < (% ) v a dy a Y v =
wdeirazidululusedugania (Case2) Mlin1slaidetvesnisiseadilassasiandn
(Crystallographic misorientation) ¢

5) YULNTUINNSLTe (Solidification grain boundaries; SGBs) Ao ¥auLNTUT
ARAINNTTIN TUYRBVL BRI INTIANTITEIER lTBaunTeNIunUssauAuludn vz ueenIs
WYty (Competitive growth) fin1sUaidelvesnisiseedllaseasianangailownainnis
YYIYFIVOINTUIDYILFHDDDNNIAINLNTUVDIUTIUNTZNUTOU FILNITTUIRITURAIE AN
wazlNIUYRNIvE8AI99 NN ANANIRITUAUAFAN ISR U TULAN YTl Sutoadnane
Armslume Weinsugesuaayfamelivuiurilmiesouinsuainnisudea wagiinisdalden
voslassadandnas Sennisuwlaiuwuuiililuseduumane (Case3)

6) VOULNTULARBUEY (Migrate grain boundaries; MGBs) g 98 ULATUNLAADU
paNUNINUTHUAYRY dn15TaleIreinTssesilaTaiendnuRIfuiuYa UL TN
Msudiein mMardoudgveulnsuaziinfuiioldunITanna sIUUS NUYOUNTY WU NSYIA
vounsuludunsuiioansyiunasnuiigilureunsuiilinss Msefoudereunsuenasei
Tiinn13n11A (Sweeping) &adavulinclusions) u1sauiulifiveuinsuiaiaudie vinliga
aRUImAIUINAAINaNIMAY Faztiulaniaianisuansaula

a av o . P & a & A A o
A. USuilduay (Unmixed zone) luguf 2.10 Ae uSiinveuiieidouiiaginain
U3UYOUTOETRUINMIININaNYesTedeu Tuus nalans T usuraouas a8 Laguiam)
Ly ) @ & = PN 1 [y A A =] a 1 1 =
ndunanerluveaudidnasanila Tnenliinsnauduileenrsemaiuusodidla Tuntmgud
vsnailinauazintueglunngsesdeu Weoswnvzdesllavsiuauvasumainaz Juildy
UV AIU3MYeUTEYTaNlaneasualiusnanaeseeaNas dnnusuiesandins
muuafildlunisidon (Welding parameters) #aaaaniassnanazanasineldoullasly
1398 YULYAUMUNLIYRITRLITRUNNANTUN WU USIUAINAWLILTEN (Weld center line)
N o & o 1w & ~ a a = =
Azildnsnsudaivinduaialunisdon (Travel speed) Turaziusnaveusoitonazil
gn31N1UBN wazAMUEBvanaIvzdalndifesiugue Fuasvinaduduilduuas
LinauiuilloonsoaInALRIINaINILAIT9AY
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Composite region

Unmixed

melted zone

heat-affected

Zone
Unaffected

base metal

SUT 2.10 Vinasdilsinaslndvousesiden

fhulsidanlunsinusnailinauausawen Ismelui

1) dhunaumaniiveslangduruuasaniurnianifivianenim fuadeqn
aoummLaranauiRvestesnad Tavedusuiifiaauaoumanganinlave euay fdmsiil
Aausnailinaulduinnit sgralsinuauniiavewe wnanfifnawuiy Tanstusud
vasuwaLazdanuniiaun sauensldnaususzwinlansidouuaslavs uiildudiasin
ThAnus ke lfnn Ty

2) ﬂssmumiL%aumﬁ’fmwwmLm,iwuaawé’qmuqﬂ (High energy density) L3
nMsiendieddidnasou viienslendiaiaes aelianudeuidn (Heat input) fisnin fin1s
ns¥ggun)il (Temperature gradient) ﬁ%usamﬁgqmﬂamwaammmﬁmim%aulmﬁ@mm
Flinsdnusnadldnaniivesndt nszuiunadenersn wu nadeuersnisanuniaun
AaH (GTAW) msideniinuund (GMAW)

3) [eulalunin@eunisnizaisgaumpiidsmareninunirevesuinuillnan
LuaqmﬂL‘Uumﬂmumumzumammmwwaﬂamﬁuuqmmmmwaaumaﬂmmwmaumﬂ
Mdeu uaaamumﬂmamm‘[wmaammmmaﬂimumaLsnunu mnvedlangrasuailng
AILAIIUTULT ‘U‘%nmﬁ‘[amﬁ?’fumwaauﬁ%mamﬁuiauzL%miﬁadwamyiiﬁmﬁu Uy
Mavinuaaitldnam

2.6 VUYNINAFBUANUANINNG

2.6.1 nsnageuAnULdswuululasinines (Micro vickers hardness testing) waglu
www.gordengland.co.uk (2006) NEIM LﬂumﬂﬁumﬂmLWGUii‘UWiummuamaswmwms
wnay 136° ﬂmawumaamumaaumsLLsmmmmmm 1 ﬂ'imm (gf) 819 2 nFuus3 (kef) 30
1§14 2000 NSULTY f\]’muu’smmmaemmmaﬂaawamiﬂuwmawa’1&13 %319 100X fiq
500X FaduAsnsidenldunsvarsunigalusudon lnsaudnvessesnauszana 1/7
YoIANU UL BIFITUT 2,11
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ST ~a| dumang
! (Operating Position)

JUN 2.11 dnwaigrnaumysguitseingiuamdenniyuUaneway 136 wavdnuazseanaile
nMavedeuaNuLdwuulilasinnes

1. msmwmanuudganiawuulilasinnesnsdamauudaana
wuulilasinnes agldanslunmsdnandufeiuianuudannes

AULD93aNIA (Micro hardness: MH) wsaneiilineaay (F)
WunsenafimImageU (A)

Wunenuwdey 2 U

2 X lxdxi
2 2

d2

2

WuNT0INAYIENUNHILDEIURITREYN (A)

136°

ws9nm (F) = 2xFxSin

kSINANINAaaU (F)
=1 = aa
NunseenaitInaaau (A)

ANLLDIganIAInnes (MHV)

2><F><Sin136

LYUAT -

dZ
1.8544 x F

d2
F = wssnaiildnageu @wihedu Alansuuse (kef), Ta6u (N), Yousiuss (Lbf)

17



dl+d

| { v & 2 | L
d = ARALYBAFUNLENYIEDY d1 WA d2 = ey pm, mm,cm %sadn)

| PP o o d]

)

JUN 2.12 MImARievasduNLe Ui uTeenale136°

= b2 a

2.7 ngufnsasivadeulasadimnelaneined

2.7.1 u59p 555119R 1Hesu1enann1sTUEeUTUIULUUSDU (Hot mounting) laensly
wasluwnfastuniames lnaafnsturtanidalas vasunlgnIusauuaUaesliud

Y a  al Ay I3 . a a o ¢ v a I3 a

soudua sBunldlungull laun wialad (Bekelite) v30 53 uilusa-nosianlas wazisdu
lngadannian

IneAdnsTuIauluuTauilldinsosdnnddiutsznounidngy laun uudiuwlang (Metal

o

mold) junsanszueniissuuussuldaunieniu ssuunaeidu ssuunishieusouniudfiu
Tavedsuamanrudumuanasansgamgdld fasuil 213 wansdnussnouudfissitudou
Funuuuuiou

Tudunounsufitusoutunuuuudou Budunndunulifonadnniudfslassy
Y33 UINANLTIERTIRAOURBIMS DntuT T uLIRsIAsnae g uTuueen Wit
nauelad aldadlunifissiouaumingasvesdnnaseunniuladuifisilavy wdwhns
Jiudsnandaludilunslianudeuluauisgungdasuiwauialadvasuaraendaindy
wRpssptuzUTuny Mntuss it mdeiuarsinnuagamnfifuiias andudeiiaies
SnagldTuauiiniunistusuuuusounansagud 2.13
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gﬂﬁ 2.13 Lﬂ%@ﬂﬁﬂ%ﬂﬂ’lﬁ%NgULLUU%@ﬂ
272 msdneutununvaeulassadslansine

SunsunITaRTunTIEeulssadsTanyine Bududadenssanenseneuivi
NnrsdaneuMSLUS Fausiued 240 300 400 600 800 1,000 MNLUTRIBNSYAWNS LA B o
wos 1,200 sudiy Tutuneunisdmaedendategnanana ieliindissdraavisanysn
yuinsTatuy Wy nlavsuardaneuniludoenlvuun wazledosnsiudsunseany
newusell mstatunsieaeulusnuuimmidseduiudumsiestuuuaiy vwuidauds
nIEATEMTBURLEATY uansdslugUR 2.14

frmadansan 1 fmedanse 2
_—> ?

—————— _*___

Wotaisosdann 1 asmohl
5UN 2.14 dnvagnsianseaunsy

273 msdniutunuasaaeulasadidlanyine Wuduneuaainediievinsosdatoud
AaduanduneumsdaragenseaunelfiSoutuan ddailddning W filu d
dnvan /luaeu wazmiawding Wudu

wedaildlunsinsiu iunsinfifiannuaziBongs 16 un nadneenlad (Oxide polishing)
by egiliiionsonlesviongiiun uaznsdamys (Diamond polishing : DP) siuAdaud 9-0.1 pm

284 n13fadaetnen (Etching) Tunsiaaeuiigndnauduiuudduasdosdadae
woanesed ntuazgnilufndaeiien desdutneneylniudestueg furiinvaslansi
Fosnsmiadey Wy dudunineyldnanlunin fevas 2-4 nauuoanesedsotsvanineda
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fanrnaeuraslavguiswia dhgaidazgniluldflumsnsaeulnssadsganiauestans
wilnsne weneonidu 2 Ussianie tenfildlunsnsiraeulnsiadweamdn uasinedildly
nsnraeulasaisvedlavsuonngumdn famsne 2.2 § asdsznouseseasBeavesie
ﬁ;ﬂmﬁnﬁmmm naenIUE LAY B wMaTIY wenaindudslduennanlunisiagieten
waiuBnee
FSmstintusesmeasazansy nsvvildvaneiseeu fe
1) 31990 WumsdienFununageuiitunsdeiaiusasyhauazoimniudaiaty
seesheansaranslaenssuiamthiideinisnsivaey
2) Amsvien iWunmsiatusesseasaranelnenmeniienediasuuiamiduanu e
meiat U URE eI IAT v UM MM ATiasULRIT UL
3) Fnsauluthenad 2 viin Wunisdatusesdeansazanslnenistati (Pre-etching)
roulnelihenaivionis udrRatndnadmisethenedivianis
g) Bnam iumstndusesfeasaraslnenislitindd vieudssuudnifuiened
muRaviaulii
M519fl 2.2 Swazdenveineindunsvaey

Ue1ARINTIvEeY dumay lavgingaaay nsldau
nantussnuaglalas  nIalusdn (HNOs)3  widniasesile JUIUNTIVAOU

Aa3N (Nitric acid ~ fadans, lalaseassn WIANNA1ANSUBY WY 10-30 Fund
and hydrochloric) (HCD) 10 daddnsuas
Wiaueanaged 100
Naaans

2.7.5 mnsndeusendesganssaiiiunislindesganssminsvasuglasiadranely
dolane eraiflumansiaseuglassadiaumnin vie lassadragania ndosgansse dmiug
TaseadrenieludolangdldAuuind 2 via Ao ndosqanssminuulduas (Optical
microscopes) LLazﬂﬁaaﬁgaWﬁﬁﬁLLUU@Lﬁﬂ@iau (Electron microscopes)

1) nannsvenaesansadiuulduas Asldndnnisliuasanunasiuia (Light
source) f1ulUnuviedagiiiudu (llumination tube) lUnsevuAULKUNSzaNAEiBULAS (Plane
glass reflector) Iuasnimlugnauding uasaeannsgnufuiamidununaaouudagiiou
nduluflauding (Objective lens) liuukunsyanagyiouasluaiaudnn (eyepiece lens) uay
uaslnsenutisdnn vilvansnsoueasiunmlasiainsanndoqanssmitanafagui 2.15
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Laud Indm

Rfummmey —— A
dman
. S
Wiz Sun o
T 1 - oudfIndTagidwuuge
g — \
) muﬂm’fummwuwm
W — 1nozuvhy
vore
mganasiouuay
o —

JUN 2.15 viannsvinuvesndesanssmituuliuas

L%

28 Ao

a5nen ?ﬁJm 1 lavinisfinwilasead1annegan1auas AULDL 190977
Hounanuvosmdnndmaus AISI 4340 densauisnisdenlwidsmeadeuriundn nssis
nadeufin/uun uavnssuisnndenldndn wanisidenuin Tassaireganiavendedonan
nssuAsnsdouldndn (FCaw) Iusuailaseadna Acicular ferite ganindadunaliinng
fuvmumsusniiniesnnaudln

g9gms Aauna Lazaue [8] laFnufmeinssunisdnusevesnmaidieameniia
Saqudn AS3678 in3m 350 Menszuaundenseamadeniundn nsvuiumsaideonuuuding/
ufinuaznszuaundesld wdn gauszasduasnamasesdesoanisusuiieunaresnisdey
MNNTEUINNMTFeNALANAeTY Tngnisnadeufensdnusouuudnd n1svaaeudeunsem
Tuanmund Fusnuvdnnisidesszulunaaeudunan 50 Filusety nanisidenuin
dedeuannszuaunsidounenian 3 3513 agliismsnusientsdnvseuuudadfiuaneng
fu Taenszurunisidoudisanideuldndnaglidnsnudenisdnusonuudadlduniian
Tnslanzusnaniodonssinginssunmudednuseldfiniinszuaunsidousieisouy was
alvienanuudaldinniiandl 213.4 HV daunszurunsdennuudin/ufin aglimnsmusionis
dnvseliienan nefidamudsiongeai 174.8 HV waagUunszurunaifeuneniafeain
Foulddnazlvnavesnisidoniimunzauamsunsilonwdn AS3678 1nsa 350 eaxiiy
wvnslunsdennszuiumsdeunenfamiunsulUldnuieldussans ol gan

g Deuaven uazanse [5] laAnwinisadauifinsilag onusifinidagnad
fu gUFnsrunMaine lavelnsarusuugainanuudusmessifuiuazesnuuuiiionn
nsidaile Tanglunisasauslfiniuadianussunsadaluanneunildlnewssudsusu
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ATeifin nnnsfnwidediannideumenudunsn DWH350 (asgmuls 23326 YF2A-C-
350) Winadudu fuliloaan ER70s - 6 (g AWS) siududuneaeutilunaaeunmau s
wanakazia lulrlunseonuuulliuimelUsINTUABLRILADINUIINTES MU NEnA Y
nsrIuNITLALLe faﬂt,wuaé’uﬁ%Lﬁmqmauﬁ’ammLL%&LLSQ%@@LLﬁﬁuﬁﬁgqsﬁu uaziilo
Vinnsvesianililunisiduanasdlofisusuuifisiviadeiuudldian ER70S - 6 viaifen
Tunsiiiaile

Ming-Der Jean wazamdz [10] lalduuuinansnadaaiansadialunis
AAT1ERNITRRILINITNTEUIUNISTounonwdn SKD 61 laeld high-energy plasma-
transferred Tunsidou udld Artificial neural network Jinsnzsitiadelumsidousiudsiuin
fiAnnendnniadeu Swmadildmnnsdensuiwaildannisvedanulndidesiu
NIz nefesnisWeunenivuafidnuasicuazidenfsuieminndanuaudoud
gauaranuuUIaeliaAanainindifssaaduaiannussuna 9.95 x 10-13 um
YUzl Katsuyoshi Hiroshi, Salkin uag J. S. CHEN [12, 13, 21]léina1afian1susegndld Hot-
wire Ium'il,%amwuqmammiwm6] WU N5 BNReIULIGIETaEReTeILAY (Narrow gap
arc welding) Maidleutagianin malfisdsransnnmssdnuazanuiilunisden nisiden
wonRawde \Judu [17-24] sauvieldsneniddesnanuansdinsineiisafuiaseaudond
fuardonunuuLTen 1wy F2li Snwaznda Al yilavesufiaunagu Wudu 4
Jsloviveanaliamadendannsoagunaldiie sasnsiuiedougs anudeu heat
input 61 LLaﬂﬁammwmuﬁauﬁqq dlosannssuaunnden GTAW Hud
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uni 3
A5N1FANLUNUNAADINUIY

o
Y

nsUTulTssansnmendnlulindmsunemeiUaenninnidunlaglitunouwiifn
YoIMIAiiuuNTITeaseluananagui 3.1

nsUSuUTeUsEavEnmansalulindmsunsimiesiUaeniin1igum

|

® WaNHILYIA28 Hot-wire GTAW UY

& 2 A oA < ‘=4'
FUNUMANAT 9L NULEY S50C Tnganitay
JIS : YF3B-C-700 SC-700H

v

Anwinidmuatasssudeudivinsay
d115U Hot-wire GTAW L%
-NILLAGUITBUAIN
-Anuseuan
-ATELENNTDTSN
auSouthinvazdon Wudu
v

NAABUUIIAY NAFDUAIINLYS

mfmamﬂﬂsaa%wamaa;amml,asd';umamﬁmu%nmﬁaLs?iau UShnsenuseu (HAZ) uag

MONIIAIUNIILRB9 (Dilution ratio)
v

AT IATIEMUTIURBUAMUAURUS T EN I TUND LD
AUlATIAT L ANLING WAL WIDNIIEIUNITHIDDS

¥
a3UNaN1INAADY

5UT 3.1 TumauunAnvedlasainsive

3.1 fumeunswissniaauazaunaailun1ide
3.1.1 Tanaaes
fanildlunisveast o winndiansusutiunats nsa S50C uHuIngndn
wisnduFunudondieimadesiisuswdvdsuiiuinlastunudvuearmniie 70 mm
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ALY 150 Mm LAAILNLT 6 mm INtwhnstadenszaenTeiues 220 -320 tievi
nsauANfAvienTuTiAnInNsia Aeutununaassazgnifousesninnindesyluindeeie
Fostlu 8o Chevalier FSG-3A818 waztdminauarantunuidendisesrdlunanidag Ui
3.2 vnzfidnnaumanivesiagiununasenionmdnndiaiveu S50C dnnsnsiaden

8735 Optical Emission Spectroscopy (OES) Fap39fi 3.1

AN5199 3.1 @ uRaNLAll (Spgarlagunvun %)

Materials C Si Mn P S W Cr Fe
S50C 0.47 024 0.76 0.01 0.005 - Bal.
JIS : YF3B-C-700 SC-700H 07 06 1.3 - - 0.4 52 Bal

£

=

=

170mm I

JUT 3.2 JUIRTLIUNARE VBT WMENNEANSUBW S50C

3.1.2 wSeddounlddmsunisnnassiaziiunIoadon GTAW Wuesoddaufiaiuise
1dlnfinszuy AC /7 DC szuumuaulaglddunanniiasestuiniounidousnludfnuwug

=~ LY d‘ [ [ ~
\WonanuwaseuauwuuluifNaIn GNEU‘V] 3.3

24



U 3.3 1aseudeu GTAW 7ildlunimaaes

3.1.3 1A309 Hot-wire feeder szuumslianudeunnantouds madansiiuaniou
ldeufeutindn (Heat input) Tunsidensn esanidnisdannsamuauainufouvmsy
Fouldeesdasratiuszuininivasyazaisvaslansiiu (Base metal) harainguioulf
wudeu (Hot wire) Fevinlvinansznudenisilasunadlassaiganialunuiientay
Tnslanizuinunszudou (HAZ) medsduasudnsniaduioidougininssuiuninden
yhluse faguil 3.4

311‘17; 3.4 1504 Hot-wire feeder
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33.1 yagunsalmupusiswuadion Wussuunisinnusuudnludfvaslunisiweniu
WaHIEMEnsInElunsdeu dagun 3.5

5UN 3.5 YAMAAUT LU TR URUUSALUTA

3.1.5 wnaUnsalufiailiunmaunuideniasonaouavaneiielileinisineseudnly
Uz luvastendadunianannionsdiunaudsil fia 80% Art20% CO; faguil 3.6

SUT 3.6 ufia

| e
NARLLUITRY

3.1.6 nssuIsnmswennldlunisnaasesi fe n1sweneisnivawuuiaunaqy Tiudu
wadansteuiuainiou lagguluunsilion fie N1SITRNLUUIALKIIULTUIIU (Bead-on-
Plate) Li1@119R51N1513991970903ARN A9gUT 3.7 Lanunuiadunaudnyuyn1sAnAINTg
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Fuiaunudmivdeuuaryuuagvawviavivany viyudeatuiuden 45° lagvinisfimun
RoulufuUsnateudsm1sei 3.2

Electrode
Filler wire

Specimens

o

Y4

= 8
Welding direction

JUN 3.7 nssviunsweneinvivamuuiauneausiuiumatanisdeuinainiau (Unit :mm)

A9 3.2 Wauludwusnisday

95, 135 uaz150 (A) (DCEN)
80, 100, 120, 140, 160 Laz180 (A)
SC-700H @ 1.2 mm

2. m/min

Pure argon
12 L/min

6 mm

2 mm

0.83 mm/sec
® 10 mm

MEIINUWIINISeNNONEIMTY Hot-wire GTAW vudumandmsuaudnludansa S50C
MENTEUATRUTVIENTINTSITRNEA Uanwiieg et 3.8 nUwiNsuInseudeaiiet
FuU WU INTOIAIFUN3.9
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BAUNDILAY

o~ Base Metal

JUN 3.8 N15LTuNeniILla Hot-wire GTAW vudumandmiuausatuiia

6 mm

A
AN }
/

4
Zmm

5 mm

40mim DETAIL A

120mmm

S50mm

100mm

JUT 3.9 N13590NUUUTUIUNARBILUUUINT

3.2 VURBUNSLASINTUNUNAFDUANUANIINE
3.2.1 MMN13ARTUIUAILLATEY wire cut iienIAdeuaNURnIenaegu 3.10 uay

Anduaiuvsildlunismegeudagui 3.11
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Q
€

analaily

2D
=b.

U

%Omm

—1 awndanlylunnsg

/ nAEDY

100mm \

Q‘ -
.&/0.&. I

N URYE

€

3

=)

alaild

=

f

2D

U

10mm t
/

‘ 100mm

UM 3.11 NIAALUTUUNARBULTIA

3.2.2 MINAABUNIAIAIINLDL (Hardness Test) nsaaadeulasaasiamndlanginel lny
wimuaiwmiinisadeuuinaislanzidon (Weld Metal) USnmnsenuiou (HAZ) way
dlelavzaiu (Base Metal) F3nsiaruudstendomaaeuauuddlalasinnesliwmes
giufiseiia 7ldusnm 0.5 kef. alumsna 15 Jundl Tnenavinsasa 0.5 faduns AnFuUY
Funpaouasu 1n siavua 15 galaeflszosiiaseninegn nag 0.5 fadwns TnevhnsAnw
wdeniifirnuauysaiuaziandeunsmaauudedils
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W e
L¥]

/

Weld Metal

/!

\nmqm%
v
KAAAK(A""

HAZ

Pl

Base Metal H

IR
ATUATAN

Ev)

AN

LV}

UM 3.12 shundsnisinananuudsluiuauio

323 NMSVAADUMUUSIRUUNTOUANLINTFIU ASTM-ES (Subsize) LUUNTNIAGDY
wssislneFuuanvhnisdiaedes Universal Tensile Test waginisidviaieaintusiududa
dfuiedostagunnifuBatuaureunismaaouussiadnasedugudnouriinisi
wanadaguil 3.13 nawSenfetusuilguvglvies 24.8 C mnuBuil 52 %RH 9nusNTg
Start Lleiuvhnsstununageuseauifiasiiautuauinoonaintu wagnanganis
yhantuiindeyailldaniemasounsianinunuoen tnansmnassuagy

3UN 3.13 NM133UEATUNUIUATEIMEUINNITUEATDIATBINARDULIIFN
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33 suseumassndunuaTdeumslasiaiidlansinen

3.3.1 nsnsavasvlassairanslanyineniiegnisasuutasveslassaiieusna
funssnauessesiden Tnstuaunnaaugninuiniumsesfiemauanden antduri
N3PuUTLUATIIARUAIEIAIasT U T UL AU (Hot mount) feniuLalad
(Bakelite) wamsstagut 3.14 antudatusunsisaeufonssnasuuaiosaumuuansdogy
71 3.15 n) wazy) uazdansadnoansavanslunea 2% auansgIu ASTM E407 sauseLdongn
asvaoUmsndesgansimiuuulfuasuanadisgui 3.16 o duvtsudnauuanien (Weld
zone) U3naufinsgnufoutisassdiu (Heat affected zone) uazu3nalangidou (Beas
metal) saasdagiiodsuifisunisidsundamislaseaing u dumisine vdseinnng
\Feustevy

— ‘m»‘rf—rw’\. S ‘Ji tic .
JUN 3.14 L wmeamTougnaULAlad

A1) TANBNTLANYNI Y ) UANIYHIENANN

JUT 3.15 JUIUATIRABUMEULLATEI UMY
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JUN 3.16 napaganssaiiuuldia
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uni 4
NANISNAADILALIATIZHITUIY

= = 1 = ¢  w = Y
4.1 Nﬁﬂ'li‘l/lﬂaa\‘lLUiEl‘UWIEl‘UiZ‘VI'Jﬂ\?ﬂi%LLﬁL‘U'ElllaqiﬂWQﬁLWUIﬂﬂLLﬂﬁUﬂﬂ@lﬁJﬂU
a ¥ Y ?, .
nszuanMsianaInfouldvan (Hot wire)

JUT 4.1 uanawan1silTeuiisunnuanysalvealuilonseninnsuatata1snvivas I
SufunssuanIsinaInsou wud Wevhmaiuaniouiingsua 80-120 A fegui 4.1 (n-0) 1
wusegaulisieiliad (discontinuous) Uuseeides luraziveassuiunseuanisiiuaIniou
Tdvaniiuguidu 140-180 A Wevinisasiageunuit fsesmuldseiioainiuiinszua 160
uay 180 A LaneAIIUR 4.1 Auaz 2) F1ainnisnsiadeuiiiadeasnmuindudnune slag
inclusion MU UaNuUanae lagaivsiaannsinanvesmInRNaeefTugtuiiuy
yoswundeuldviuiiowdu Slag Unaguuuadesdwiliinsesanulideliowazdmananiny
WU NTENRE ALY

n) TIG 135 A Hot Wire 80 A %) TIG 135 A Hot Wire 100 A A) TIG 135 A Hot Wire 120 A

Slag inclusion

Slag inclusion
5mm

4) TIG 135 A Hot Wire 140 A 9) TIG 135 A Hot Wire 160 A 2) TIG 135 A Hot Wire 180 A

JUN 4.1 WSeuiigumnuauy salvesiuileussninnseadetensniiamy 135 A funszua
MIlANaInTau 80-180 A

Tuvaueigun 4.2 \Junsusudeunssualousniamuniaunegulagldnszuadon

WY 150 A HaNIITIVFOUANNANYTAVRILUITOUNUI Nsldnszuafouveaimiy
1évlan 80-160 A linusesmulineilioslaquuwui@euiiviinisdansiageu egelsiauidio
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Mnsnsiadeusesaulifeiileinseavesalniy 180 A wuitdsesaulineiiie slag
inclusion LAAYuULEAIRISU 4.2 2

n) TIG 150 A Hot Wire 80 A @) TIG 150 A Hot Wire 100 A ) TIG 150 A Hot Wire 120 A

Slag inclusion

3) TIG 150 A Hot Wire 140 A 9) TIG 150 A Hot Wire 160 A 2) TIG 150 A Hot Wire 180 A

JUN 4.2 M3SeuiigunviaeudnseniNnsEuAeNe S NYIREAY 150 A funTELanISIALaIn
Souldwidn 80-180 A

U7l 4.3 Wisuifleudadiusnsnisideansnuin fnszuaidensrinvisawnu 135 A wui
fultudndusnsmsiiensanauilenssuavesnsiinainfouldndnisiuluvaei nsud
Bouosniiidznu 150 A nuadndiuessnsinisidefinnltunsidlonssuavesnisifivain
Wty ag19fin Adnamsnnnsdensiifiaavesnanaesiie nsvuadeueriniiazmu
150 A Aunszuansiiuaindeuldan 120 A

100 —
=0O=T|G 150 Amp  ==O==TI|G 135 Amp

80 +

60 -

Dilution (%)

40 A

0 T T

80 100 120 140 160 180
Hot-wire (Amp)

JUN 4.3 MIUSe U Udna NN NIRRT NN LA S TSN UN S ANSLAY
anseuldan
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Ul 4.4 uanananinsIaaeulnsIaiIinIsganinvesTesIdonusarUS N INTTLA
dowoinifaazinu 150 A funszuaninfiuainfeuldwdn 120 A Ssanunsnasuslédad Ae
vinalavgiununuifidnuuzvsdlasadianiganiaUsznouludie Pearlite (P) Seflingu
aunsiimarUnmuardgduiulasad Ferrte ( F) fdnuvasidudumdeuveuinsud
hnrafsgunin Base zone Tusaziudinunsznudeu (Heat affected zone) f&nwazinTu
Pearlite Amavuialilaumstusaziilassad Ferrite agmuvouinsuiina udiidnwos
wiloudaeiuuensjadimlasaadg Pearlite SsnsifndnuvazvesgUiauuuiiFoniasats
WU Widmanstatten ferrite ﬁ’]Lﬂ/iﬁﬂuﬂﬁl,ﬁﬂiﬂiﬂﬂ’]iLLUU‘ﬁ@WLﬁ@ﬁ@]i’m’]ﬂguﬁ’m&h\‘l
sInfveuITonTevvrdmansznuiea i zvesuuTonfifuld egslsAnuinm
foudeu Weld zone fidnwasiulassadinguuuudmiSeuas ey dousoulasaainede
s‘i'i'qmiLﬁ@é’ﬂwmz‘lmaa%aLLUUﬁafmmmﬂauwaumaLﬂﬁsummm%auﬁlﬂulﬁ

Ll 21

HAZ zone

s | — 2 3 s )

JUN 4.4 laseaseganiAvesiuiLyed
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800 -

700 -

600 -

Hardness (HV)

500 -

400 -

300 A

200 A

100 +

Weld Zone

HAZ

1
1
1
1
1
1
1
1
!
1
1
1
1
1
1
1
e |
\
1
1
1
1
1
1
|
1
1
1
1
T

Base S50C

5

1
|
|
1
1
¥
1
1
|
|
1
1
|
1
|
1
1
1
1
|
1
1
1
|
1
1
1
1
|
T

6=r7 8

9

10 11 12 13 14 15

Positions (0.5 mm)

JUN 4.5 N5LUS U UAIAINLTATIUS I IUVLIA YO IuLILTON

::4' 1 I = = s Y LY a
E‘U‘V] 4.5 LAAIAINAADUAINULUIVDILUILLDUNNTLLADITNNIALNU 150 A AUNTELENITHHL

ansauldan 120 A wudnsnalangdunuvesmrinnaansueuiiainuuieglugaesening

200-300 HV uazilanadlndu3nanssnusounuinaInuwdaiiuu lU L gl um s 1miadn

Induavaauaunse Weld zone BailA1aguszunns 300-650 HV Tuvasnuiniia@eunuin

fianuudanglugasseann 650-700 HV egrdlsinuiivinailowauiiAiinnuudgaunse

eta9iuNsANNTaURIALAR UL AR DNA2E

4.2 WANISANEENURANINAVITOUL AN
4.2.1 HANISNAFOULIIA
A15199 4.1 NANISNAFDUBIINIVDILUAYINAINVING

& : _ Max_Stress
FUIU | Thickness(mm) | Width(mm) | Gauge Length(mm) -
(N/mm?2)
@i'na?ia SC-700H 5.05 5.66 25.0800 657.304
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SC-700H

B

3UN 4.6 5083nv10V0ITUNUNATBY

9INAN5199 4.1 LAAIAINITNAGBULIIAVBINUNToUT NTEUaDS N sazInL 150 A U
nszuansiRNandeuldnan 120 A wum ﬁﬁhmwmﬁuqaagﬁ 657.304 N/mm? luvausiisesdn
PAARTUASIRINANLLITeY Fednvazsesanuadudnunsidunssdmniufianiemuenn
maa%umumaaw,amé’qguﬁ 4.6

4.2.2 HANTINAFDUKIINITUNA

91N3UR 4.7 EnuazIesuAninaINATMARBULSINSEUNNATIUSIAseL TN nTE LA
o1$nvisawiny 150 A AunszuantsdiuaIndouldwan 120 A wuirdnuusvessesunnidnwas
ﬂé’wﬂﬁiLLmﬂﬁﬂLLUUﬁﬂLinzﬁqmﬁmimgﬂ 4.6 n) LLammsLUﬁaugﬂLﬁﬂﬁaa wazgu v) Lans
anuvazRvgrsziantoy

AR
z [l¢

) AU

U) HITDYLAN
UM 4.7 Gnwnizve9T0euANYRIT08LIaLINNTNAGBULIINTZUNN
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unil 5
ATUNANTNARDILAZUBLA UL

nsUSulgiaudaluiindmsuiasesnzimeiUdendinmdumimenseuiumsidensisn
Fawuufanaguiutumeianisfiumadoulddnnenuds nduitunudendid
nsAeuseUNIasnelulioiden uasnaaouanTAMsna nnsaULAT AT EiNATL
unana s mmiaaqﬂmamﬁwmamlﬁﬁaﬁ

51 dgunaniinnaas

1) mm%ammi‘ﬂﬁaamuuﬁaﬂﬂﬂqu'i"mﬁ’uLwﬂﬁﬂﬂﬁ@mam%faulé’w%ﬂwaﬂLvﬁq A1150
yhnsUsuuginauialufauasifiinameadeidounauuduiidnuselfidustied wions
fisoumnildsediondatuuinaiodon wu slag inclusion Tiinanvidnvesanidenls

2) lunsindndusnsnisiearsesiulslunismaassiissninnsyuadousdn
Waaau 135 way 150 A funszuanmsiiuaandeuldian 80-180 A fio nsvuaionensnitanu
150 A Aunseianisiinainson 120-140 A Tdndudnsnn1siioasuazn1svasuans

3) mamsmaaummmLvﬁwaaLf‘:av?iauﬁﬁhmmLvﬁqqa%aawmsas&aaﬂaqﬁumsﬁﬂma
YoIPURALUTnlAR

5.2 Jaiauauu
Tusuideseluasdinsfnuanudumunisinuseveadeidoulddnwonuds ilag

SandunsinvsedesulsmsideneiniamuuiaUnagusmiumaianisiiuainfoulile

Hudoyalunisdenlidmiumadendeuussdudiuaudnlufiauastudiusne dBndesioly
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