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KINGKAN KONGKANJANA : THE STUDY OF SUGAR CANE SHREDDER REPAIRING
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Thailand's sugar industry is currently expanding annually. This has a distinctive
feature in the sugar industry. It can only produce for three to four months a year.
Because of sugar cane harvesting is in season. The factory had to run the production
equipment continuously at that time to facilitate the manufacturing process that runs
heavily throughout the factory. As a result, the factory was in a state of overcapacity.
The workpieces and equipment in the machine are working all the time, so it is easy
to wear and damage. The sugarcane shredder is a piece that wears out often. In order
to fix or replace the sugarcane shredder, the machine must be stopped. result in
decreasing the production capacity Additionally, pausing the machine for
maintenance has a significant opportunity cost.

A hot-wire TIG welding process was employed in this study. It will be easier,
more quickly, and more effective to produce a hard-facing layer with this new
approach of extending the life span of the sugar cane shredder. Through increasing
the welding current and heating the wire to a temperature close to the melting pool
before welding. In order to prevent the workpiece from becoming overheated, it can
also regulate the heat energy entering it. to stop the workpiece from melting and
blending with the hard-faced welding layer.untit-the hard-faced layer's beneficial
characteristics are lost. The goal of the study is to identify the factors that can be
used to modify the sugar cane shredder to have the necessary properties using hot

wire TIG welding.

According to the studying results, using arc current variables of 140A, hot wire
current 120A, 70mm/min for travel speed, and 1m/min for wire feeding speed was

the most appropriate approach. Obtain a welding line with an appropriate weld line.




The best value for use in welding for sugarcane shredder repair is its average

hardness of 731.60 HV and wear resistance of the weld bead of 0.0850 ¢
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Tufleaidoumaniauds (Hard facing) Fansgviumaidouneniidunssuiunmsiianunsauia
prgmslfruuasdesiunsinusovestusld lnenmadeumendunstestiulalmdelany

uvesiaginnisinuselagnisiiiilelagvesianaiaieuinisuaeuaraisuagindounen

<9 9

(2
a a

Adunuely Tneldusglevianauandimanavesiananiion Insdrumndsdondinng
Gonldmmdeuiiidnnuudsgeduniniundenmeniafunu Snvinszurunsidounen
Bumaidoudlaviliidolavegruvestandonuanifdiuanunien (Ductility) uagaiu
un3s (Toughness) SallUdsnszaunsisumenidnduisnmsfiannsoldaldmutuenud
warnvane anunsauszgndnsyieldlunatsaniud I5edunulunisifeuiignuas
smdininsfisnnuddumilugiuuodu fadunsidenldnmmiinindeunenittuny
ilemsteuazinegnslinuvesluiindudesisieindunszuiunsifmnumsnzaluly
nudftomafiuanautiluduanuwuasniafiunuiunuerudnvsevedunuld
gilutlaguuiinisid eudenfiadusoslasiinisldaunszuiunisidon MIG (Metal
Inert Gas arc welding) InefinnsldsuuAasiineu (Argon) lunsunagusesiden 35nslu
madouderlufintuazyinisdeunenintunuuinaildsuusinssumn 3 du Tnedunis
doumen 1 tuiivinaasluiin fuanduzuil 1.1 Welfdolaveideudinsnaguituia
vodlufiauaediannsalivsslovinnauansivenidolonsdeuilivhnmadeumondily Tne
n¥rnnadouuditunuaziimanuudaaioUszanu 50 HRC wazazannsndfivengnsld
auldieds 1 #iu WUszana 3 89 4 dou) widiliifismederudesnislunislénu dafly
mAteifwinmsfnuiinsdenszuiunislunisdoumendadudoslusuuuull ey

LU UNITANANALLTUD T UULAE SEezIa luNSIg Ul UsEanS nwunnTu



JUN 1.1 uandlulindugesiiunisideudenmienssuiunisides MIG

£
o =

Tnglunuideifadunsdiauesiuimianisiauinssuiunisigeuneniiuddndy
dor MmenszUIuNIWauneniudnuiunmsiwaliansWenensaiamuuiaUnagu (Ms

WGeuiin) wuuguainsau (Hot-wire) 1ld Feazeliaunsoassdudounaniudldazain

=

TI0457 wazdluszavEnmanndu dunnsiiiunsesanldlunisWenuarmsviliaindonmgl

anufaulndiAgslanasunouinnIsWeon anvedeanusanluaunasuanuioulviiing

Y

FunuU (Heat Input) lalvidannuseuiligaauiuly welesiuldlidunurasuaraiouas
\finn13139919 (Dilution) futuenneniulnuaadsnaautinfvesiuneniudely 8n

S = a 2 = v =~ a ! 2/ . ]
V]Qﬂi%U’JUﬂ’]iL“U@@JW@ﬂN’JLL‘UQVIU?%EJF]Gﬂ‘Uﬂ’TﬁL‘UEJNﬂﬂLL‘U‘UE!Uﬁ']ﬂﬁE]‘U (Hot-wire TIG) 9g@iwa

9

- £

Inlulindugseiuuiwenneniiulandauandininaiadu waganunsatisinergnisldnu

Ypsilndusauls F9azanuisoanmltateanszezananafatuannIsiUasululinle



1.2

1.3

1.4

1.5

QUszaAYa9UIY

121 Wevhnsnwnmsdosmeniunuindudeslugramnssudensyuiums
WevensaiamuniauneauuuUguaInteu

122 devhmandynsiwesiunzailunmsdeniindusesseonszuiuns
WevensaTiamuniaunaauLuUguaInieu

HUNAFIUNTTIY

131  madeuneniudaiuiinsiiazandonsdesuuiindudos

132 npvaumsdesiinuuugumaiou aunsalilumadouneniuddunuld

133  msdeumeniaudsienssuiunsideniinuuuguainiou annsafinany
wdauaziunun1sannseliianls

VOUAYDINUIY

141  nszvaumsdenildlunsidy Ae nszuaumsdeniinuuuguaniou

142 Funulanggiu (Base metal) Alfluntsvagou Ao wdnndiarfusuinan
55400

143 adod oudt itlunisid euneniudslusunisise Ae awndounnold
Lﬂéaﬂﬁu’]ﬁlﬂﬂi?’sﬁ SUPERWELDS DUR 65W FLUX CORE WIRE DIA 1.2 MM

144  mdeilfietesmuguarmdlunsfusudon

U3891N5 NENARE9 LaTanIUNIINITIAY

151
152
153
154

o

91A1siAsedile 5 i Ingdemaluladssuns

91A1siATedile 6 unIngdewmaluladasuns
gqsun3

q

91AsUURNITHUgIUANAAINTIUAERS (F11) AudinIasiloinenmans

21A15LA38939 10 Y INeNaumAlula

wazwAlulag a1msAsUsTIAIAN uvninerdemaluladasuns



1.6 WAUNISANIUIIUIRY

Tunsideildnszuiuns@ensisaiamuniaunagurionsidenfinuuuguainiou
(Hot-wire TIG) Toglunisveassmamisfiwesiiunzaulunisieunanidudsduau lny
nsldmanndimsususnse 55400 Wulanegiu (Base metal) lunisvnasudou 1dan
\WRULUULANIATEINNIEN15A1 SUPERWELDS DUR 65W FLUX CORE WIRE DIA 1.2 MM Tu

= a 13 . & = o & Al o a 6 wva
N5 auneniiuda (Hard facing) 91nUuTanFusuilaluinsinssinuaud@nina
(Mechanical properties) ¥83% 13U 1111150157980 ULATIATNIUNAALALIANIA TAAT

ANNLTVDITUIY LazTulUEIN1IAaeUAUENNTEVRTUIIUAIBNINTFIU ASTM G65

Y v
aa v

dlevhnismunumansvaaswarasUanimaaes Tnsfimasiiunuidelundsifituney
sudunsdail

161  Anwmgud deyauazanideiiieidoes

162 iudeyatantueu

1.6.3  eenuuuNIIVAaeIkazdawmsELgUnsallun1smaaes

164  Ynsmasoudentununuuuuingly

165 USurmnaimeslumsi@euilemaiianza

166 Anzautiviina lasednegana uagineanuidaosiuay

1.6.7  IUNANIVIABRILALIATIZINANITNARDS

1.6.8  aAUIwHANITYAALBY

169  @JUNANTNARDLALEITIUINY



1.7

Uszlavinaininazlasu

1.7.1

1.7.2

1.7.3

anunsansunsdiweiiunzadlunsdeunentusufenssuiunsiien
gsaawmuLiaUnAquuUUgUaInsauls
ansonsuidlasaionidangingivostunudeusasudinisdeunan
sensruumMIdeneniaTianuLiaunaauuuuguaIaiou

A1UITANUAINUTIUSI N15AIUNIUNITENUTOLazEna1gN15lTIIuTes
Fuule



Uil 2
USNAUITSUNTTURAZINUIeMNEITDY

¥

av a &

NI TLTUNTANEIAUAIILAEIAUNTZUIUN ST DU DUT AN UD DEIAIENTEUIUNT

Wouiln wuuguainseau (Hot wire TIG) wasAnwinansenunislassasialanging1vs

lassadmnaunaiauaglassaianigania suluinisnaaeunaauURignareduay

Wau weiluuwimslunisfiaviluvszneuns@nwauussaudmuneauiiimunld gad

PUaRal
2.1
2.2

2.3

2.4
25
2.6
2.7
2.8
29

nqufiiietomesnsyuiunsdienlany
ndnMsveINTEULMIIToNeIATsawuLAaUnAgy (Tungsten Inert Gas : TIG)
maNNsYBINTTUIUM T aNDSATRAmULAaUNAquLUUg UAIAToU (Hot-wire
TIG)

arufouiidngtusu (Heat Input)

n1si@evsvaslane (Dilution ratio)

foyatiugruveavinndiaiuouingn SS400
Hoyatiugruvesmndounidndaos SUPERWELDS DUR 65W FLUX CORE WIRE

nsnedeUANANURNING (Mechanical Properties Test)

nsnsaageulaswasaelanyinen (Metallography Examination)

2.10 m'ﬁmaa‘umsﬁﬂmamummgm ASTM G65

2.11 389087994



2.1 ngudineidevanssurunswenlany

nsvuaunsdenlanes Wunsyuaunsivinlfidelansiinsvasuazansuasinfudu
Fuien Insvasiivhnisidenlangaziiatevasyazanetu uazvinmsiuibelaneifivasiuly
Uonasy Wiaiinnisifusiasyinlilansiinnnnuudauss T,maiuﬂwsL%auIawzﬁwé’qawuﬁQﬂ
P lglunssuiunis Wy nasuannsrwaliin nasuanuia nasuaInaLaLaes
wasannsledidnnsoudy wdsuainnsdend Wudy nsyuiumsidenlugiernissy
7l 20 dnsiaunldegunaiuieldlunsaununissolanglasnsldnuagniilae Tu
Hagtuldinsiannnssuiumadesliivssavsnmuasimngaudum s lildou Wy s

lulglunszuiunsi@ounaniiwds Gtn wdeula, 2554)

2.1.1  AISWBUNaNHILang

= a a3 . o d‘ A a Y
nsIWeNweanIuds (Hard facing) iunszuiunisitonidainuienldauinn
Tuaugnamnssy lagldnsguiunisi@euneniveslunisutluideugaud uau inse

WesniveuilelaveiteunenazdAnuudiwsibuiloungann lnenssuiunsiloy
wonflazdiArAnuudusgivianuesaan@enniiuildlunsdeunen ituininisiteu

wonaziinsoanzNAnuNuRIve N ulugiu nsweunenilansduisnsndsauyulu
nsieudluunsuwazarunsaldlununinauinlavainiane (Darmo, Suryo & Prihadianto,
Braam, 2022) lngndnn1sveinsiliounanids fie Janiaadeuazegluguuuuvasainioy

rgnuasyasuuidunulanglivasuarareneniluwIkaswlwneg ULRITU (JUN 2.1)

=

NS DUNDNRILTIUDNIINAS T URMTINVUTUIIULAD 981015 0a5 19000 IR UTUIIUN

(YY)

aydeiilelavyluannsinnseldfe Yagiidenldastuegiuingussasdlunisldan ns
Uszgndlismadeamenlagldanmadennimannuudsfiguasnumusienisinuseasuy
Fusniludiidesnsifianuuds Weliduniludiudmndnienuiunudensgade
dlolave Tnsfidelansvestudruedesinsnaduliiinmsdnvsoanaavesnisldandvil
\Annnsdnvse Wy msdnnseainnisidend nsdnnseuvuilendin n1sdnnseainnis

nseunn (@308 fuun, 2553)

Substrate
JUT1 2.1 uanstuniswenialane (saAgms, 2550)



2.2 wANNISVBINTIWBNBISATsaIAULNEUNARY (Tungsten Inert Gas :

TIG)

mSL%'aumﬁ’ﬂﬁqamuuﬁaﬂﬂﬂqm (Gas Tunesten Arc Welding %30 GTAW) 308nTe
wila fonszuiunisdeuiin (Tungsten Inert Gas welding : TIG) Junszuaunsdeuenda
InifhedendsrlluisBidnininduistiany Ieiinadoutarhifimsgadowididninn
(Non-consumable Electrode) lunsidion (§Ufl 2.2) Fsudnaenasuazaisaziiufadesun
Aqueg ietestusendiauliliiduiatuevasuuaziundoniifinnuiou ilesnuuiden
91afimaiUfAzeneandiatu (Oxidation) fusiniaseudn lnsufaides (Inert Gas) A4y
il A e15neu (Argon) vide Bidex (Helium) lunmsidouifuuuiiuamanazldivainatly
Tuvelanevasuazaly

M3BenendarisamuuiaUnagy (GTAW si3e TIG) unszuiunsiiesiianunsaiily
Uszgnaldidonlavylivarnvansuiln Fesmddavenay 1wy wdnndauou mdnndwan
manndnl3ada Tangnuenuieu ovaiidlonnay viesunsuaznoaana [Wudu dmiunzi
wardangdldansihandondaenszuaunndoudin ilesnisaesTanifganasumarly
pamaiiiuanssiuivgaumgfivesuarensnann uaziileotanssnanvasuazaieazivden
AviAeNE I Taousa TIG 1A (F. Cao Et al, 2018) wsidn

q
[ [ a

anwnaneiluledulaneiiy
N7 dengd Ayn waaldleunseergililoy wneddiSweunfiay

lavgAsnanadeulinengna &
wwenvadlangfiindieuilazinuaudAidanallosaniianisnasvesiandind1inielung
WendsUesiumsiinianindovuulangeennauilazyiinisden uazdlolauas i

faukyuln

N Tube

NG

"
N

E — NN
NnHIHIHII]-;]-H D;;;;n ;DN
AT N\ J

\ Contact
0

Electrode

«
Filler Re¢
Gas

i -

T

U 2.2 wanEILUsZNaUTiddvansTUINNde TIG (Neeraj S. and Wathiq A, 2022)
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2.3 #ANN15YBINITTUIUNITW BN AVSauLNdUNARNLUUE UAInTaY

(Hot-wire TIG)

nsrvIumsdenenfasanuuiaUnAquuUUguaIniou wie nszuruNTIdoni
nLUUgUAIRTeu (Hot-wire TIG) fio nsvuaunsifenensaufaisamuiiinsimunszuuly
nevilwaind endianufouazaunewiniadendusu GUA 23) Tnsudnnisves
nszuunsiunarmdouivhlilangnaouaranstu et uainmsernsevinaisaay
Suarlnsn (Tungsten electrode) FuTumu vaisiierfuusnaiinnserinedutaios
(Inert gas) ﬂﬂﬂqmaw%nmmiaﬁﬂfu (g‘d‘ﬁ 2.3) wiletlosfueendiau (Oxygen) Tulmsiau
(Nitrogen) wazeuduluainia (humidity) lllidnsmusuilansdfdmasuazans 39
wwtosiuliliAnufie1eendindu (oxidation) aunsziisanufouainnseniavassazans
Tangdunuluuinadnanaudaduleveotagasudiiumndouitiunsguiouudi

(Hot-wire) aslululaviaauazany

Hot-Wire
Feeder

Wire  Weld (o) Workpiece

JUN 2.3 uaman13vnaurenIsiiey TIG wuuguadnseu (Dan A. and Dave H., 2019)

Tnsanduseumsguamaideulifeunourhniadeniunu drelvinszuiunindon
fin wuvguainiou (Hot-wire TIG) annsavhmsiiiunuadeuldisininszuiumsidend
nwuUIalY (Ordinary TIG) 1iesa1niinnsguatad exlvilgumafianuseuilndifssiu
paunpiiviaeuarans Wedesmsdertunuisdinislinwdunulumveouarasaindention
nd1Und anmwouiliingiuau (Heat Input) aunsavinsdeuldviui sesnziduidond

Tpagiinnuazidunuazalia@uanINNTEUIUMSauRnwUUUNR (F. Cao Et al,, 2018)
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2.4 anuFoundngTuau (Heat Input)

(%

ANUTaUIgTuLlunsWeN (Heat Input) Aziinasan1sviaeNazangvaILUIoy
ANUNT VBRI LAZAMUYUVBIMIWEN TITIusuilasuransenusau (HAZ) &

Arnuseaulunts@onsziimhedu Ki/mm. definnufouigau vibiainisvaeuazaiy

' [
a = 1 o

WNTY den@r AN IV LI UTNAUMY UARIUYLYDIUUITDUILANAT FatiuA
Anusauilalunisiwenianudfyssiuitazsiufnuninvesnuden (lwyad mgyuud,

[

2552) ANSANINAIANANNSDUL UGN d11nsamunalanat

N15ATURd Heat Input Ya4n153%a3l TIG Unf

Heat Input = Energy Input X Heat Efficiency
Volt x Amp X 60
. mm
Velocity (W) X 60
Heat Efficiency = Amp X Arc.Voltage

Energy Input =

N15AU Heat Input ﬂla&n’lil,%all TIG tluu Hot wire (F. Cao Et al., 2018)

Q=0 xnxQ,
) | U x 1 x 60

Q,= CxmxAt

¥

ANUTBUINETUNY (LuuguaInTau) (KI/mm)

&
©
O
)
®

ANUSDUVDINTELALNR DY (KJ/mm)

o
&
o)}
®

o))
©

nssualaflunisides (A)

=3 a a .
AMULSILUNITAULUTDN (Mm/min)

<
o)
©

ANIDUVBIAINLTDY (KJ/mm)

o
N
o)
®

AlaNy (efficiency = 1)

=
o))
©

M
o))
©

AruSouaniz (C = 0.46 x 103 J/(Kg x°C)

UmtlinveaInoNsionuay (g/mm)

3
o))
®

o))}
(o]

At Frvosgangll (°C)
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2.5 N15:99319va9kane (Dilution ratio)

nsi3eanusnanilelanzidon (Dilution ratio) Aotduiaseniefidanuddyse
nssvumadounenuds esnmnesidudmadonsuinanielansidougs mneds
msfivsnaudelavefumauivandensnn axvliautivinaidelansdeudsuluan
i Tnensidensuinaiolanadon Wunainanassanmguadn Ao Usinaeudoudii
g%uau (Heat Input) :nnszuIuntsiden uazviavosnssuaunislunsdendiviinlanyd
wansineiy AuaudRdIuNaIMaAiiveTTaR L NYaRNaYAENENTINAY YiTEITENIIAIUIRE
919 Femnuideansveslangidenannsanivnuldlaenisimunaduuslunisidealy
wanzauuazinisimunianfildlunadeslyimiloudy uilunsdlidesldanamalunsidon
wazYangiufiuaniatu Adududesddidninienswedansiantu eannsiens
wdwnaliinuaniivesianianadsuuvatiuainanudesnaidn lnsanundivivliae
AILTRA LAuA
2.10.1 nszualwlunis@engs (Hight Welding Current) nszuiunsideniisinisly
nszualilas wu nszuUNTouldnEnS (Submerge Arc Welding : SAW)
p1vfinufeudngdunuinnifulurliiAnnmanandonweiolanzuay
RLITE
2102 AuuIewesian (Thin Material) Wy aszuIunsdsudinuuusulansuns

anansavininANudeslusEiug

TneAMULAB919 (Dilution) @runsamuinlaseaunisse Uil

Dilution ratio (%) = X 100

(A+B)

T Y

We A A9 NUNNTUIRNANISTaaNazate (Area of Molten Parent Plate)

e

'
=

B fia Wuyismuaiinn1svaaNazaie (Area Enclosed by red line)

e

Bead width (W)

Reinforcement (R) ]S

IPenetration (P)

JUN 2.4 uansnuTevesiave (Dilution) (P. Sreeraj, 2013)



2.6  deyaiugruvaundnndAIsuaunNgA SS400
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WANNAIAISUBUAT 1NTA SS400 Lulaneaunsamladne dsianaluing Wesaind

mstlanzydatluldauegrmainvats luiasdunmsihludugududusosud Judiumig

N3NEATNTeTUIUNEAS pIaNdY 9 1nesS400 Wumanidnsdnegluninsgiugdu

U1S) Tnafliavansgude G3101 SauudaUszuna 65 HRB faUszuna 80 HRB Lannan

¥

ANSUBUALNTA SSA00 didrunaunaaiivsznaulunie dawlaswazneanasa Yoaunin

0.5% HANUAMUNTULTIAUTEUIU 400-510 TIFuAanIsIuuns 1n1n1sdasieingn 21%

TaglulagUuiinisnaaudumanndinsuauaingn SS400 fiAunusIue 1.00-19.00

Ta8nT warlvu1nANUNINIRILe 750 Tadunsluaune 1550 Jadluns

15799 2.1 AaauUAINaveLnannal SS400

Aevandivnana (laddndn)

AITNAUN
Tensile Strength Tensile Strength Tensile Strength
A 5 mm. 400 - 510 245 21%
5mm. - 16 mm. 400 - 510 245 17%
16 mm. — 40 mm. 400 - 510 235 21%
40 mm. gl 400 - 510 215 23%
fﬂ’]i’]ﬂ‘ﬁl 2.2 ﬁl'J‘L!E\IﬁlI‘V]NLﬂﬁ“Uangﬂﬂéﬁ]ﬂﬂgUau SS400
Material C Si Mn P S Al Ca Cr Mo Ni
SS400 | 0.152 | 0.343 | 0.788 | 0.028 | 0.009 | 0.049 | - |0.032 | 0.002 | 0.0152
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2.7 deyanugiuvesarnoundndnas SUPERWELDS DUR 65W FLUX

CORE WIRE

mnLdensldndnes SUPERWELDS DUR 65W Luaailiensaasy (Alloy) Tavignasgs

winzdmsunslelunuaunonm T uunfe s uLTINTEwNNga (High abrasion) Fuaud

Aossunsidend (Friction) Suauiousd (Heat) uagnunisianseugs (Corrosion)

G]’]iN‘ﬁl 2.3 daumaumamﬁmaammL%@;W\Ié’ﬂ%ﬂa% SUPERWELDS DUR 65W

C Si Mn Cr Nb Mo W Others
55 1.0 1.5 22.0 3.0 1.0 a.5 1.5
57 2.4 Fuuziilunsdon (Welding Instructions)
) Fudslunmsidou
nszuIuns | < aaden (mm.) 3 "
nssualaou (A) b59Ru (V) Stick-out (mm.)
1.2 100-280 23-33 10-25
FCAW
1.6 150-400 23-35 10-25
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2.8 mswﬂaauqmauﬁamana (Mechanical Properties Test)

2.8.1 m’iwﬂaaummuﬁﬁ (Hardness Test)

nnnaeuATILE s uIL (Hardness Test) Fodndunmvaasuuuuis
vihany deusnanazuendinnuudesianuda dianunsaiiavuenauauAvesanaim
AuvIun1sdnuse Mnuson1sdund AIANNAUNILLIRL karAumTietvesiaglasn
¢ Tasananundsastagiunulnediuannasiiueg fudrunaumaeiivesian 1assad
yalavgine1veatan sULUUNMITUIUTWIL waensndinsanufeuiiindu (us 34y
MsinesudasiinansBiteniuunn fe MamaaeuaLdUUTeNIIAg (Rockwell) M3

< a I3 . I3 a s .
NAADUAINULYILUUUSLUAA (Brinell) thay NSnadauAlanNuLaLuullnesd (Vickers)

2.8.1.1 NISNAGBULUUIONLIAA (Rockwell)

AINAABULUUIENNEE (Rockwell) 1 UNISNAZBUTRAIAIULTS
vostuulaensldiing 2 9w laud Fanaumsnsnsie uag Wnegnivinnsnay Faile
WALIUIAVRIINAT LT IUNTNAFRUAzIANEAIeA UL UuAN LT vadlansiiiumegaau 1o

nMsnegeUIIININAmsLsINATIlUlutune LarduinsinnndnLIINANINLASEIUT

U =

fruall WesUsziludnanuaniintuuuiuianiuinvsetesiiedlaiianiAa1AIuwd

9

Yo ian lviilauuug

Gauge
9 Gauge Gauge

Major load Major load

Major load

Minor load

Minor load & ball applied, Major load added, Major load removed,
surface "B" indented, surface indented to "D" leaving minor load,
gauge set at zero indentation recovers to "R"

Distance RB is used to calculate Rockwell hardness, or read directly from the gauge

Ball

=&l

Specimen

Rockwell Hardness Aoparatus

gﬂﬁ 2.5 UAMINSVIAFBUANNLTILUUTBNLIAE (Rockwell) (E. Alfredo Campo, 2008)
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2.8.1.2 n1snadauwUUINNesed (Vicker Hardness Test)

n1snadeuAIAIINLIILULININeTa (Vicker Hardness Test) 1Uu
nsnaaeuiilindnnisiindreadetuiunsmeaaouinaianuudauuuiiued Tnsluns
nadeUIziinsasunnegnuoaguuds Wuihneivivhemesdesyluiidunsadisiia
Tnganavevhum 136 samfuuursedu vhnanadeuss F fikeanniuiununagou eses
naftldaziluIndunussuisaosdiiu Seszneuludeidunuesu di uay d2 Fawanisda

efianuawidun 0.002 faduns wavihaARdsvesdunLe Izt lUAMUIMMAIANLT

VBITUITUALEAT
WINALWTINTS
Wizdingu
4 4d
Ay d,

_./\
N

la

Tuaunamgay ~

a6 a

JUT 2.6 uwanansnadgeunaudsuuIninesd (eAva mivna way guild Anfnss, 2562)

LGt
2
LLIINA
HV = 37—
NUNITIDYNA

0.102F X 2cos22¢°

0.189F
= 7

Ty F A9 wsINyinn1snaduanu (V)

D Ao unkeuadey (mm.)
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2.9  msastedaulassadanmnelanzsinen (Metallography Examination)
Tnssafrmalanyinendud of fualnonssiunuaudinianienia (Physical

properties) vaslany uazsniludanisFosfvososnounasinsuvoslany fuiun1sfny

Tnssadremilanginedadudunouiiugulunisnsaseuauamvedans Sniadudunon

o w

ddglunisiiesgvimannnvesnuaudivedansiu 9 laglunsAnwilaseadienslany

o

Inerusenaulusng

2.9.1 MINTIVEBUILAVUNAIA (Macro-scopic examination)
Junsesvaeulassasiwadanslaenisldidinisvenevendaqansse

Amdensvenesn e1adunisnsraaeulaenan (Visual inspection) w3aldfiain1svens

TaiiAu 10 win

2.9.2 N1IATINEBUTEAVIANIA (Micro-scopic examination)
\Junsnsnvaevlassadiamalavyinelaonslindesgansseniiimaenis
81889 elidnsvenesEring 10-1,000 i ileldlunisnsivasulaseadne (Structure)
insulan (Metal grain) wazimaveslavy (Phase) fiusngog Insgunsalildlunisnsiaaey
Tnssadramslavgineniufiey 2 win Ao ndesganssaidmivaunislansing
(Metallurgical microscope) u’%aﬂé’m@amﬁmﬁuuﬂﬁl,m (Optical microscope) Asuanslu

U 2.7

Eyegps 10X Eyepieces (ocular)
P

\‘ | o 1 )
Head - ! «‘:r !b

Objective lens —1

Zoom control

X
/
~

Focus arm

Upper illumination

1

Stage clips Power on/off
Stage plate .__ &=

> .
-

-
- “Transmitted (lower)

illumination control
Base W ncident (top)

illumination control

'gﬂﬁ 2.7 ﬂéjaﬂigamiﬂﬁl,wuﬁl:ﬁlm\‘i (Optical microscope) (Sina Ebnesajjad, 2014)
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2.10 N1MAFIUNITENNITAAUUIATIU ASTM G65

NINAFDUNTANMTOANLNATEIL ASTM G65 LunssuiSnisnaaeuivilimsuia
SammsBnusouazanudumuvestunuiitiunsvaasan eeldunsmaaeuiidnnsld
Nudosaiifinismyuglufuiunuiidesnisinnmaaes uagiinsudesnaeuisliniudoss
wazRnvestuny WeliAnnisagagiiussesnamuiidinun Tnsnsmeassiiusuiaiio
1531889UBINTEUIUMITTNTTNIULUUS 9 Wuszezau 1ngnaveinsnaassagyi
nsfaenanimdnvesdunuiiinisgydelunnnsmnaes Faagiinisfaimingunudeu
NIMARY WagnaIN1Imeaed wazazinistuiinadudinaunisgydodugnuiaidaduns
Tunmsnagouaziinaimununsgiu ASTM s 1 fiflanumsnzaufufunuiitenmagon
Tngluustazdaimuania Procedure lumsvageuasdinsfmuadisindiniofiuusdy
nsnaaes suevesdinnaefitianlaiiuiunu Swuiusevamualunmanyudesns Wy
fu TesnsgaydetniindunisadmiunisiinuavdninasinainisuanmaagUmagads

anunsarule eadl

massloss
9 1000

3 —
Volumeloss (mm?3) density (g/cm?)

Sand

Rubber Rim

U7l 2.8 LARLASDMARBUNNTANNTONINLIATFIU ASTM G65 (Andrew G., 2001)
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2.11  9UIPMN8IT09

Aav A o ¥ [y d' a I . A 1 [ [y =~ o
SUIVNLAYITDINUNTLUIUNTLIDUNDNHILTY (Hard facing) foudadenilan

o = 1 S

drfyastrednenanisldnuuastisandunulunsd@enunsainng 9 10 lnelanddenli

9

AnudAylusewensiigunsaltuduvennIasdnsiiadymiang o wmunsEUIung

o

[
a a =

Wauwaniiwde Wi elvatuisatndvunldlatnduaziuszansamdule Faudloiinaiu

demeazdedinsdsrelniuazazdosldiulszanalunsddoiluduuunnlunisdesiu
nsdnusevesgunsal Madeuneniiudduduisnisuislunssuiunisudnuasdouusuile

[

fudosiianunsnrieBnorgmsldnuliuuguld

AU NIUANY Igvhnnsaneiseludosnssuiunsideuneniondewianuaislun
dTuaUnIalauAUNITINGYAT Tnensz IS8 auuddeendLauosiafay (OAW) way
ﬂ‘i%‘i.l’mmiL%me%ﬂﬁﬂaLmuLLﬁﬂﬂQN (TIG) LﬁaﬁﬂmwLﬁaﬂiumﬂ%awdamﬂﬁaqﬂﬂiﬂimu

a

Fun1senens Weldn1souneaniinde 2 ASEUIUNNS A N8N OAW wazn1swiou TIG
Fanildlunisiiunenioudsfomadeufuysean Tungsten Carbide Yinsmageunisan
NTOVBIFUIUAINNINTFIY ASTM G65 1aga1nn1sANEINUINATIETNUNNIAYDILUIT DY

1al vy i

TIG 91 1 ¥u & Tungsten carbide TIUAUBENAIUANVDILUIIDU LWUNTDUTUN 2 LazHun 3

Y
(%

fin3nszanefived Tungsten carbide AnI1ufl 1 ludiuvadlasiadraumnniavesuuidon
OAW 71 1 Fu uundeuldiianisuasudndenali Tungsten carbide finnsnszanedfialy
wundeuduil 2 uae 3 luduvedlasainegameniddanzvestuny Funuiiunssuiunis
FouwenAidesnsrununninlasaaaulaviimiiondy

auew ansena IdvinisAnwideludosnisimudadalaulusadndes e
Wisuiguaauudseandn 2 vliafuandnaiu loun wdninse SUPY wazimdninge
SUP7 nnisnaaadlasniseudunuiindudesdiuu 3 du igungd 850 sseisaioa
u 20 Wit udFeguiunuliidudluiniiy Inenansidenuidunuiiegesdiady
SoufloUgUALNTLUIUNTNAGEY KTUNTOUAMIBAIIIATATIDIMAT 400 ssmiwadea
w40 wdt rlunuiesnsesdindudesiiaiaty damuudaedeedi 457 Anineda

wazdlA1AuLd Ll LANA199 NI AFUS 98N VINANNUANNEIAITUBURLNTA SUPT o819l

v o

Uyen

3
o L

3081 Auwn innsfnwlaseasnminaniaLae AR Id1UeIRUNENTS
WJounan Ineldinanndnau (Alloy Steel) 1nsa AISI 4340 Tagladnszurunisideulnia

nsEUIUNITIauIN/wiin (MIG/MAG) waznszulunsisuslsalndouldnand denounis
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Wonuarvdanisidenarlianudeudidnaiu sumeinsfinmusinunssnudey (Heat
Affected Zone, HAZ) nuianeuudeweniowmdniiiunmsifenannszuiunindeuse
awnldndndfieneuudeilndifesiuidemdntunuduinnniinszuiunsdonliiiuae
nsrurumsiondin/uiin Ushaildsunansenuanudewis 3 nszuaunsialndifsstu
seufeuuanielansiiu

lywyad nagudt IsvihaAdeiRefudvsnannudeulunudenifnasensvasudn
Anine AugLazuIMNsENUSeu (Heat Affected Zone, HAZ) waauuiidouwmdnndnly
afly (SUS 304) srenszuiunisden MG Tagldaranusoulunuden (Heat Input) 6 sediu
e wn 1.425 KJ/mm. , 2.640 KJ/mm. , 4.461 KJ/mm. , 6.486 KJ/mm. , 8.025 KJ/mm. La¥
10.412 KJ/mm. ans§alunsidon 110 mm./sec fsaiadeuviin AWS ER308L-16 WU
wuadeniiliremufeulunuden (Heat Input) geluagyilidinisuaendniiumntu T
aruniswesuuadouniteuniu Warmiugwesuuadeuanas wagviliuinmunsemy
$ou (HAZ) fienunfauarararaudadannnty Gaguldidvsnannudoulunudouiing
omsviaeNdnvessosidon mNnwesseslden AmmigiTesLTen warInunsEnUTeuTes
wuLdou

ans qnsand lifnvingAnssunis@nnseuvudadvesiudouneniudsuuman
130 AISI 1020 1l 8 nwinsAnusevest udiuiad esllouasia 09dns uaztiaueuwd
ymadenlumaiiuennuuddiuitan Tnevinnisinwmsdnvsovestuiuuaiionvesann
Bouneniudeuutunuminndiensusunsa Asl 1020 lneldnssismsdenssanideon

¥

umdnd imsiSeuiisuandenlungud 10 mummasgu DINGSSS5 wagyinsnaaeuns
ANNTOUUUTAAMNIUNINTFIU ASTM G65 UUNAAA 9ILUY Dry Sand Rubber Wheel
(DSRW) @ sazlHindnndnansueu AisI1020 T¥aaidenviia E10-UM-65-GR uag aniex
E10-UM-60-GR samuineraadeildainadniden £10-UM-65-GR fianuudeiiganinan
e E10-UM-60-GR

GRC. Pradeep et al. lsvhmsideiAeiumsdesmeninudewesian Al 1020 Tng
M3 Wisudlsunszurunmadenensaliiii (Arc Welding) waznszuiunsideudin (TIG) wile
ynszuaunsdesmeniudsimunandigaiumaninga AlSI 1020 Tnga1nnns@nwmuin
Furilunmesesiildnszurunadouiin Wauaualunisduniunsdnnseiany
nszurumMsdenensaliii (Arc Welding) Tneldannundlunmsidend 1.256 was/Awit 8n
fasmuinszuiunsdeueialinuaniifafiandeldanumilunadend 1.571 wesde

AW
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Shou-Xu Song et al. lgvhmsidaieafunsifiondeurieman (Axle tube) deme
wazsdudeuilundngr (Remanufacturing) IneldRsnsidongeusavun 3 38 Ao nsidey
919ala (Electric Ard) , nMsidenersauuulduia Co, UnAau (Co, Arc Welding, MAG)
way nsdeneniawuuldufa Argon UnAgu (Argon Arc Welding, TIG) FnsnadeUT LY
Tnsnsthdusuandinszdlasiadisgania (Microstructure) YaAAauLéuYDed Uy
(Stress) waginA1AULTe (Hardness) Tngainntsnaassnuin Tudiuveslassadiamslans
Inevestununageu nuilaswaimeueiiinsdoudeudienmsiden TIG faswada
mdlanginenfiadiane SinsuiiazBenuinniuuudy audunndng (residual stress)
vostusiiiinisndenlngldufaunaguiis 2 Susu Wia Co, uaz uia Argon) fAnuidy
andndlndifeaiy wazdnnuduandadesniiniadenendaluiiuuuund ludiuvesniny
w4 (Hardness) 9998 usufidin1s T asendaluldin uaznsideuunuulduia Co, UnAgu A
aruudsiidesniniunuiieudeulnenszuiunsidouuta Argon Unaqu Tasaguudanis
Heudeulaeldufa Argon Unagu (nszuaunisidion TIG) axilitunuiiussansnmiiadian

Fujun Cao et al. léhmsnwimsthaudeuresnszuiunsiden TIG wuuguain
$ou Tnonsiieseadeunuy TIG Miduwuuily (Ordinary TIG) uaznsieniinuuuguadn
$ou (Hot-wire TIG) iUssuifisudy finsimunainufouildlunisifen TIG wuuguadn
$ou 7l 220 +5 ssrigaLdea warvhmanedeULLTUUaMANA1TUBUlSTase Yan ASTM
A106 lngnanismegaeuldisn1siaszilaseainamiegania (Microstructure) uazAuaudR
\39na (Mechanical Properties) 18441 wamiﬁﬂmwudﬂmaa%ﬁwwaagamweuaq%mmﬁ
W1un1sIlen TIG LuUgumndeu (Hot-wire TIG) Aigamail 220 earwalsa Amnuiaudy

el uuildiansuiazdennii In15rasuazateve9alInlauf dinalvssudiouiises

=

nzifuiazideauazasaneninnitnsiden TIG wuuUnd  Uszandnmlunisidenves
Funuiiunssumnadon TIG uwuguandou fgamgl 220 esmisadea fussansnm
fndinsidien TIG Undunnnin 2 wih idlesannwansenuannmsidusnvesaaidiendislsonis
dewendn uaranuudwesduruiidouuuugumaiouasiimanuudannnidunuiiden
mefinUnfldntos

Erick Alejandro et al. ldins@nwinszuiumsidenisamunuuguainiou (Hot-
wire TIG) shefaninmanndnlfaduuszian 3161 Weyiuniinsizsinanssnuyesnisensa
wivdnfilAansunisdrguusesidon lasvinnmsmaasuUisuiisunsdenisamueiinou
wuuguaInTau (Hot-wire TIG) Lagn1sLd estsalnuLu UL e (Cold-wire TIG) Lﬁ"a@

NYANIIUVRINITUTUAINTERATUNITADU 9INNISANINUIINANIIUBINITAELAZAIULTY
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vosnszualtlunisidon anmnsamunnldlasnsususnszudlnih (Polarity) uazAnszua
fagiliandeutazannsinseilasainegania (Macrographic) nanuinsesidesii
wqmﬂasaawawmmumﬂmimaaamiwauLLUUWaLmuLLuuquaaﬂiau (Hot-wire TIG)

E. Spaniol & T. Ungethim et al. MNISANWINITHRUINTZUILNITT DURUY TIG
hot-wire dwsuldlunsnantudndanzdfisiiu Inedosnsmisiliusyansnmnsvasy
vosmnLfindu unzannsifiunnudoulunien q fu nviaAnuiIsmsuusennuutug
vosfiflunsdon Tneann1sAnwinuinisnisiiuussansnmnisvasuainuavannsid
ANNFeUTBINTEUILNSLTEN TIG wuuguaInieu anansavhlddenislsieuduniuai
Soufiduvng sawludenisesnwuuaden (Welding Torch) , §atfeuain (hot wire feeder)
uay ¥adaufa (gas nozzle) Widnwairiansnniuauiianisld n1susulgeiagaelid

ANULNUEN I UNSIRINNINTY WaLanTEELLIanlUNITUINASIYBNAIRE 191N



23

uni 3
A5n15AtUIIUIY

nM9deadaildnszuiunmadeueiaiianusutunisguainiou (Hot-wire TIG)
TaglunsnaassnaiivszaulunsidenasSudulaensldivdnndrnsueuina SS400
\duangruluniameass IWaiadoundndaos SUPERWELDS DUR 65W FLUX CORE WIRE
Bumadalunisadrstuuundon ngldnisdouluguiuy BOP (Bead On Plate) vindox
W Mndushiunuildluhmetiesgiauautininavesiuau Tnsadiaam
ma Tassadrenegania daaeuudwosdununassiulufmeaeunudtununisdn
NTOAAITFIU ASTM G65 LioTIuTIumauazazunamavinaes Tnsnssiiunisideluade
idupousiiunstuandusul 3.1 uaglimeandoanisdniuns di

31 Anwmgud doyauazanAdeniivades

32 \fufeyatantuny

33 eenuuUMInaasazdamIsnaUnsallun1snaaes

34 yhmsnaaeadendunumuuuuiingd

35 Yudmnsiiwesluns@euilemaniiivanzay

36 Anmwsiaudivina lassadegania waradamudee st

37 UNANINAROIMAYIATIEHANITNIAGEY

38  0AUTIENANIINAADS

39 asunaniveaeiuardesIsuivy



Anwmg i) Yeyauaranddenineives

(%
a

udeyadaniuay

-

24

gaNLUUNIARBLardnnseugUnIallunmaaes

YNNSNARBLTINTUIUAULUUAINSLY

USUAINISITLADS b5 DU

LWBIANYILALN AL

NF AN

Talunzay

WpTeantiniing 1n5Esegania waeInANANuTIveITUIT

A

Lﬁ‘UNﬁﬂ’ﬁWﬂﬁi’J\‘iLLﬁ%%Lﬂﬁ’WﬁNaﬂ’ﬁ‘ﬂﬂaax‘i

2AUIIBNANITNAADY

A

ATUNANNINARDILALEITIBNUIY

(2

duan

JUN 3.1 uangadonsaniiuaidy
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o

3.1 1AS9439 Jdn aunsal Nlun1IsAiueIuIe

T 9

w3osila Tan gunsalitldlunisaiiunudsde lasunmsaduanuuazdiuisaiy
4¥AINI1NBIATSIAT B4HD 4 8IANSIATBNED 6 KAEDIATLAT BINE 10 YBIUMINYIY
wialulagasui3 saunslasuanueyinseas oallalunisinideaininerdewmaia

[y

YAsTIwELN Inelunisadunudde Ilanwazaunsaiusenaulusme

9 9

1. \w3oadoulyidin TIG AC/DC : HOT WIRE / COLDWIRE INVERTER PULS
YUIA 350 Laul (‘g‘dﬁ 3.2)

JU7 3.2 wseaveuluishenszuiuns TIG Hot-wire

2. andoundndaes SUPERWELDS DUR 65W FLUX CORE WIRE

amdeudltlunisneasaduaadeundndaes High alloy NHvwAEURNY

5U7l 3.3 aanidourldndmes SUPERWELDS DUR 65W
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3. LPSEIMIUANANSIUNITAULLILT BN

Tunseiiunisnaassiifimsléiasesmuauanusilunisiusunden g
I@sumnueuaswianinendemadiauasssduiiunisldnuaiomiuaunius,

lumsiiuwungeu dauanslugun 3.4

|

JUT 3.4 \p509muANAIILSIlUNISALLLTDY

4. WANNAIASUBULNTA SSE00

v A

Fandldluniameass fie waNNIAITUBY 1N3A SSA00 MNLIAMSEIU IS il
YUIAAIIUNTIE 100 TaFiUns AN 200 Hadwns uazAunu 5 dadwns (3U
71 3.5) lnefin1swientununsunsnaaedlagnsiaianuazeInLasidnaie 0zl

U (Acetone) WiBUIAASIVAIANUTNNNURIVDITUINUY

U7 3.5 mannaimsusunsn SS400
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5. iA3896 Wire cut 898 Mitsubishi 31 MV1200R
Tudunaun1sms8uT WA DU T WS DUTUINURIELAT DI AT UL DULAN
INeUUToU t9LNSITULATFAlanEAI8aIn EDM Wire cut Tun1s@nduanuli

1AMIUIUIANADINT AILAAILUNINA 3.6

‘gﬂﬁ 3.6 \A3Relavy EDM Wire cut

6. \n3ossatuSoulavine LSy

Tt uRe LN TIPS LR T LU U SR AL NS AT WS U LA
dasFeulavineuuuieu B%eq IMT fu G1-10 (§U#l 3.7) Tnednnsldanusuiu
13155U (Phenolic Resin) wisliladumuiiunzauuinsinludngenseanemsely

JuURoUsa LY

SUN 3.7 insesdasniseulaviineiuuiou
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7. imsesdansEaemsEuUUUmY
Tunsnsnraeulassadrmaumnnianazqaninazdnisldiad ssdanszany
NINWUUVIUMLY (FUT 3.8) Tunszvaunmamisuiuiaduauiotlulinsed
Tnssadrmagania Tnefinsldnuedosdnsuiunistansemenmeiomn 8 wes
ldannszmunsieiiiinnumervinndigalaluaunsyaunediianuazidoniian

TouA Luas 80, 100, 320, 400, 600, 800, 1000 Waz 1200

JUN 3.8 1AT8IUANTEANYNTIEWUUA UMY

8. \w3nslnnseaiiun (A1,Os)

v
a a v

PAIDINYIINTEAS SUNURITUINUAYNTLANYNTIBLAD FLUITUINUNITATU

WlAgLAS BT ALRUUA UM UATENFnraInAneg (FUN 3.9) Saudunsldeaune

v v

argiun (A203) wwn 0.3 lulasiuns (um) Taaudunulansiduinuaglifidavie

SRENNTNNURY wardauihdunuluiniivtimensaludunaunaly

JUN 3.9 1nTaadnLrergiiun (A1203)
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9. nsmdmSURA U Uy

MEINNSEUIUM TSR (Surface preparation) W@Saau azthTuaui
HuNsiansemunsenadaluamnia (Etching) mensadusseuziian 10 Jund
Tnelunszuaumsinintunuasiimsldanunsaiiuansieiy %uagjﬁ’ua’auwaumamﬁ
(Chemical composition) vaaiil elavzid euuazlanegu lnsuiinmvessesdou
(Weld metal) 1dulave High alloy §9axiinas14 (1 ¢ picric acid, 4 mL HCL, 96 mL
ethanol) Tunsifa Fawanslunmil 3.11 uavudnaniolavzg (Base metal) 1u
Tavgasuous faiufasdnmsldaunsa Nital fianududy 5% lumsiaiuinves

FUIU AILAAILUNINT 3.10

gﬂﬁ 3.11 n3m Vilella’s reagent
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10.  naeRanssAdluNIInTIaaeulATeEsg

lunmsnsiraeulassainegania awvinisesideulaendesganssaiuuuly
Weis (Optical microscope) AfiM&wes 50-500 i Tnethdusuiiiiunseies
Fantihdunuuds snnaaeuglasadisgamaiivusumising 9 vesunion
wazlanygu (Base metal) wazymstufinnanismaaou dslunisnsivasunas
a1ennlassasianunnia §I3elaiinisldaundad Leica Las X Tunisatenmn
Tassadslussivanniavesiuau duandunind 3.12 ludiureanisnsadey
Tassaremagania §iseiimsldaundos Zeiss hal100 fauandluniwit 3.13 luns
denmlassairanslangingluszdugania (Microstructure) Lteldlun1siiases

Nano kU

JUN 3.12 ndpsganssmiinenmlasainaumnnin

JUN 3.13 ndesganssmiaienmlasaingania
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11, wSemadeunuudsuuioniad (Rockwell Hardness Test)
TunsnedauAInLLEe (Hardness test) 98113 BTUT HUA1SASI9dOU
IAssasramalangdIneunvinnisnaaeuinAanuudanuuseniias (g’d‘ﬁ 3.14) Ingld
WANANYS (HRC) n15AMMUAKLTITOS (Minor load) 10 kef AMuuaLsInan (Major
load) 71 150 kef wagldinana (Dwell time) agjﬁ 3.0 I N1TNAdBUALYINNITAA

AU DRI UAIAIULD

= 4:4' 4 & 2
E‘U‘W 3.14 LATDINAFDUAIULLVILLUUTDALIAG

12, nsemmaaouanuudsuuulalasininesa (Micro vickers Hardness Test)
nsneaeuinAr LU lilasinnes fu FM-800 (UM 3.15) Tngmsna
naAeUAILLALT o1 UTnansenuieunazuinasdelanzgu Tasldusdunisna
(Test load) 71 1000 of 1Wuiian (Dwell time) 10 w9 Tneusnaiiviinsvaaeuay
FunnUinaseudon aunauiisuinalanggiu (Bese metal) dszozindluniana

Wiagyadl 0.25 Taduns AINIBNIINAAIULINTFIY ASTM E92-82

9

JUT 3.15 ipsemnaauanuwduulilasinnesa
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13. Lﬂ%wmaaumiﬁﬂmamummgm ASTM G65

Tunsnadeudunuiiniunsdeuindinuaiunsalunisiuniunisanmse
luguuuunisiinuseuuudng (Abrasive ware) Litedla laglun1snaaeuagyiinisi
FUUTIHIUNSERdBLIASeS Wire cut Aillvwnn 1x3 62 1fAndetuLAIsmadouns
dnnse (g‘dﬁ 3.16) Tngthduauinas 3l ndfudosnsitiinisenadminienls uasiing
Uaoadiomaelilnasiuiiionihdunulursfidossidamuegfieldunimeasy
Tneiin1sszyldvanimunu1nsgiu Specified Procedure A fign31n15nareange

300 £19 400 NFUFBUNN (AU NIUFAE, 2558)

5UN 3.16 1ATDIMARBUNNTANYTENINNINTFIY ASTM G65
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3.2 JUABUNISAIEUIIURION

stunulumddTeiiifie@nuin1si@euneniILT9RLyinNIsANEINISI NS NTING

Ron1sweu NswisaianausnIaiiltlunisnnass wagdLunveaes Ineliduneu fall

N3TUIUNIWaNTINLUUBUaIn3au (Hot-wire TIG)

Y Y

AUsaan fauuslingi

v
- nszualnAndlglunisden

A

- gn5INsinaveuiaesneu r o d
- nszualiihnldlunisguainien

- 3U99FlUNS IR “
" - anusilunistauain
~ anusalunsiaul e
|
ASNAFDUIUIU ANTATUIE
\ 4 y \ 4
ANSNAADULUUY ANSNAFDUKUY - Heat Input
Tlaivinane NDT yMane DT - Dilution ratio
\4 y
- A5ERUME “AADUANNLTN Hardness test
aemn (Visual - MEDULATIAT NN IALATIAN A

- NAFDUNITANNTD ASTM G65

A 4

\ 4

Juiintoyauasnszing

A 4

asuaNIVAaeY

JUN 3.17 uansdumaulunisaniuauiey
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3.3 NSNIUAUIIYHATNITRINKUUNITNAADY

TunsAnw1idedidanUseasmii oA nw1dbUsN Uz aulunIEUIUNITH BUNDN

q

(4
a a

Aafuaulagnszuiunsilennianiamuensaliiuuuguainsou (TIG Hot-wire) loy
nsAnwdadeniinadelasiaiiunaawaglasiaiisaniavesiuiiion suluisnuaudn

Wanaveauiten Jaidelavinnisimuadadelunisyinismaaedl? fsil

3.3.1 Uavgaanlunisnnass
1. dns1nsivaveatia
2. 3ueIAlUNSANLLRY

3. Hmaﬂmﬁlumié’mmq Tungsten

332 tadeiidesnisAneluntmaaas
1. nszualwlunis@eu (Arc current)
2. nszualwlunsguaaniou (Hot wire current)
3, audslunisiusuaidey (Travel speed)
4. anuslunsteuatnden (Wire feeding speed)
5

NISWDUNDNAITUII (Hard facing) 97uau 1 TU 2 TU Ay 3 Tu

ANS9N 3.1 ATNNSITLADS NI LUNITNAABLTBL

ATNISANDS A1
nszualiflunsdou (wouuus) 120, 130, 140, 150
nszualwlunseuaaiden (Louuds) 100, 110, 120, 130, 140
wsailunsden (ad) 9.9- 16
A lunsiusuaden @aduns/uni) 70, 80, 90, 100
Anusalunstouain (wns/und) 0.5,1,15,2
snsnsluavesuia e1sneu @ns/und) 20
yuesAlumAuLLILTeN (as) 15
yuoaA UM SEULTEAY (239A1) 23
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3.4 YUABUNISAIIUIIUDUTUIY

“LumiﬁnmmamLs'?‘iaw’?fyumul,ﬁa§mms;mﬂsﬁmué’aam'ismumﬁl,%auﬁﬂLLUUEjuam
ouil fidunevulunmsiduenuise de
341 mawssudunulunsvmeass
mawdengurilunvaassagyinsdindusrlanggiu (Base metal) Yag
55400 TilaauinAiundng 100 Jaduwns AU81 200 adluns LazAURET 5 Jadluns
wazynsiauazesiavie st uulnenisialidsandsneon wagyinisdasiiaing

avenalaviegume oxdlau (Acetone) iavdnas1usiuniuiilieenlvivian (UM 3.18)

7] 8
T,

JUN 3.18 Fuamilunisnaaes

naInUuI N langgIunEIun1IiANareIaka LN MUAsEeElung
nAaauYel lagurulangg1uaziin1sinsnaaeudouaiun 4 wuadeu (5UN 3.19) lagdl
nsviussezuakudaNliiniulssam 4 Tadwns dwandunini 3.19 wetesiulyl

wwdeulnafuuaziinanudeumdngiunuunauiuly

JUN 3.19 msmvuaszezlunmeaeue
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342 madeutuslumanasas
Tunsmnaeadontunu §ideléviniadondunumunsnsesnuuunms
s Inglunsmaassdinsnaasadon 2 Uy uvadusuuuumsidonuuy 1 wuadeu
(3U7 3.20) mamnsrilmesiidesnising Tnsvhnsdennuudunsives wazguuuuns
Founen (Ul 3.21) insdounen 1 4y 2 dunes 3 u Fslunsdonusarassasiingg
uaumndourestunuliligoauiull nsagvinsadoudogugiivesdaveguliguiu
150 p4en LionAniAssnrmouiidngiuau Ssenadmadelasadiamdanyingiveauun

WounaglaneguliAnnisiuasusdadlvainidy wavinasonuandfigainavesguauld

JUN 3.20 uwenluguuuy 1 wuitiey

JUN 3.21 Fuaniluguuuunisiweumen
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3.4.3  AswsgNTuNluniIsnagaulassastamilansInen

U

PAIINVIINITY DUTUIUANUANTIBDNBUUNITNABDINAD A lad N5

Y

v '
a a

FunudumswenwaNTavhANNEr1ndnaTineuInTuUlUREMEAT o1 BIUEIA (FU

#1 3.22) Wewssundeudmiuniasdalane Wire cut dawandlugun 3.22

SUT 3.22 FUAUMEMIELATEUNLUUIAT

Tneduanufidiunisaizuasaensiauds fanusuiudesinmuazeindnads
iiovdndanusneanainituiavestueu salismsaurufivevvessesanzlilifiruny e
Yostuldianiildlunisinveluszninamssiaseinsosdalans Wire cut lner3delavinng
ﬂauﬁagmﬁaﬁm%qéfﬂam Wire cut ¥msangusuduwuin mnunine 10 dadwuns uas
AmE 20 faduns Welrdaumngalunnidunudidalusatubeutunudioniosn

TuiseulavgInguuuseu Aawandluzun 3.23

JUT 3.23 Fuamundinlaziuseuiiuau
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3.4.4  MSA3ENTUNUTUATTNATOUNITENUTIANNNINTFIU ASTM G65
lunswssuguaiieldlunisnaaounisd@nnsamuunsgiu ASTM G65 9

=

fnswsenludosdumilounswssutunuieldlunsmeasulassatramsdanyine udly
FuneuNsFRTuNUEEAIesialany Wire cut asiinsidoulusunsuiiodndunulitiuunn
Auandnaanniy Tnstunudmsumsnageunsanusoasiinsdnlidunuivuin anuning
20 Hadluns MUY 40 Uadluns (gﬂﬁ 3.24) iilel#d usuiidnesnu (gﬂﬁ 3.25) faunail
mmzauLLdmiﬁws'“Uyua'manﬂﬁgwmaauﬁ’um?'aamammiﬁﬂmamummgm ASTM G65

soly

JUN 3.24 UShallumsAnfiuaiiveyinnsnaaeunliInsgIu ASTM G65

JUN 3.25 FuUUNFANeNITNAZOUANINATIIL ASTM G65
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3.5 miaamwumiwﬂaauﬁau

TummeassnsAnuinmsideutewiiedaegmsldiusenssuiunsidenoiia
Feamuiuugumaioui asfimaveassdoniiierhnmsfinudmniine sidwarielassadng
yganIALaAMANTAEING v 5 Mmaass Tasutady

1. manaassUiunszudlilumsdounaznisguain

2. meassumuSlum e

3. mInaasalfuanudilumstdeumaiden

4. manaaesnsdonneniouddua

5. ﬂ’ﬁ‘Vl(ﬂaﬁNﬁ]i’JT\JﬁQUN’]@ﬁEWUﬂ’JWNﬁﬂMia ASTM G65

351 mameassiunszualnlunisiieunaznisguan (Arc Current and Hot

Wire Current)

Tunsvaaesiidunsneaesusuinszualluninden (Arc current) uaz
nsUsuenszualnlunisguaIndou (Hot wire current) itedosnisdnwmndadelusu
nszualwlunisifennaznszualilunisguainiou fidswaliuuideniamnummzausiens
Geumeniilednengmsldanuiaglildunniian nanfesesideuiivunn sUss mavasudn
wardidnnuudsiindian Tnglunisneaesiagvinistmmadminiwes anudiluns
Wukuad eunsii 7 80 dadiunsaound AnuSlunisifuaindon e 1 wnsdeund
fvuaednslnaveuianiinou (Argon) 7l 20 Aassound wagfvuayueselunisdoud
15 aerlvinedt Inglunsvaaestl §3deldinsusumnsaualwlunisidoutonmn 4 én Téud
120 130 140 waw 150 woukls uaznszudllunisguandonsionn 5 A1 1dud naudlu
Tumsguain 100 110 120 130 uaz 140 uenuy$ (307 3.26) Inetswesnszudlnlunision
waznszualiluntsgumadeudildihnsimunidesnameae afutoyaidowiu (Pilot
test) fnuinszualilunisvaaesdisng ﬁmmmmsamm%umu‘[amgm (Base metal)
e 5 Jadiuns uazanideasldndaesvuiaduntuguinats 1.2 fadiuns lng

ANNTOLANINISIINNTORNRUUNTVIAARWBINTLELY lanen1s1enaludl

159 3.2 M15NNITERNLUUN INAaesUSunsElallunIswenwaznseuaIn

nssuglWlunmsition (wouudd) | nszualwlunisguaindon (wenuds) | aviFenuny
100 1
120 110 2
120 3
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nszugllunmsidion (wouudd) | nssualwlunisguaindon (weuds) | aviFenuny
130 il
140 5
100 6
110 7
130 120 8
130 9
140 10
100 11
110 12
140 120 13
130 14
140 15
100 16
110 17
150 120 18
130 19
140 20

JUT 3.26 deggunulunmsmassinseialnlumadeuuaznisguain



41

352  nsvaasliuanudilunisiiiuwuaion (Travel speed)
lunisneaesthidunismaaesisuarnnusilunsiiuiuandon ednw
anwarlassaimlanginguazauauiAdnavewuiounianuslunsiuwuiiey

Muananeiu galunisneassilazidenanseuallunisentasnssuaguainiiouniiniig

a [ a

Wiz LAgNATUIINSNHULVDILULTBUAIENITATITABULUU Visual Inspection 1oy

(% '
N Ya v

N1snAaetliITeagyinsuSunianun 4 a1 laud 70 80 90 uay 100 fHadunsseundl (U

Y

D.

3.27) wagAnseualniildluniswende 140 weuuds waznszualnlun1sguainlieunsiii

130 wauwUs A9andlumIsna 3.3

A5197 3.3 Wﬁ’]ﬂﬂ’ﬁaaﬂLLUUﬂ’]iV]@ﬁ@\‘iU%JUﬂ’JWlIL%’JIUFTWL@ULLU’JL%@@J

y C | anudalumsiau
nszudlnlumsiweu | nszudalnlunisgu y .
. 4 . wuaLau (U LAULINUNU

(wauus) a2aLvau (hauwds) -

)
70 21
80 22

140 130

90 23
100 24

AR AU P T

U7 3.27 fegngunulunmmaasinnudilunisiiuwuiiien



353  nisnaassanusalunistouain@ion (Wire feeding speed)

a2

Asneasiiidunisneaassusuausilunistouaindauiine@nudnuue

Yo ToUNUA1Y AT (weld width) ALY (reinforcement) WazATABLEAN

(penetration) YotuunTauifinuirlun1sdeuaindoudguonasuiunnaiaiu 39

anuslunstdeuainidaugnimunsisinsesdouaindnlul@ (Wire feeder) Inglunns

naaeall {3delavinisinuannuslunisteuaindouianun 4 A1 laun Amslunis

Jouadin 0.5 WASADUIT 1 LUASHEUNT 1.5 WIASADUNT way 2 WASAUIT (3.28) Aakdandlu

AN19N 3.4

A1 3.4 A1519N1TERNLUUNITNAaBIAMUE luN o uaAdel

nssugllumsidon | nszudlwlunmisgu | annusalunnsliou -
. 4 ) P . avEenuNY
() anLLaN (HauuUs) | adnLYau (U./un)
0.5 25
1 26
140 130
1.5 27
2 28

U7 3.28 Fuanilunsneaesenusitunisleuainidey




3.5.4  A15NARBUTRNNENAILTITUIU (Hard facing)
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TuN191A89 WY DUNDNEILD IV UINUTNITAMUAATNITITLNDS N AT AD AN

nszualnlunisifon 140 wonuus nszualnlumsguaiaiion 130 wouuUs wagAmsiwes

B 9 Aa3N 3.5 ITeVINseNNaNHITUNY 1 Fu (FUN 3.29) Weounen@iuay 2 Ju

(5U7 3.30) uazieunaniiduinu 3 4u (U7 3.31) lnensiweslunsazduaziinisinduanuy

Tidanuseuananduszeziian 20 Wil lnelinnsnsrsaeugaglinewvihnisdenlutudaly

Tail9fAY 150 perwalded 1Ha99INNNSIIBUNDNRITUINUDE19A LT DIz AINalALAAAIL

Sounidngrununniuisenadmanelassasandansingveuungoula

A15197 3.5 (mi’]ﬂﬂ’ﬁaaﬂLL‘U‘Uﬂ’]i‘VW‘Ia@\‘iL%@NW@ﬂﬂ’JLL%Q%UWU

nssugllumsdon | nszuslwlunsgu 4 - .
. y . NILVDUNDNND LAULTYNLLNY
(nauuds) AU (WauLUs9)
19U 29
140 130 2 U 30
3 YU 31

JUN 3.31 Fuaudeunen 3 4u
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3.5.5 mswﬂaaumsﬁnmamm%mmmummgﬁu ASTM G65
“Lumi*v]maaumiﬁﬂmaﬁum%yumumummgm ASTM G65 3giinnsiaen
mmaaumnumL%auﬁﬁmmmmwmﬁqm Fafia1sanndnwasve UL eusenIs
P3IVEDURUY Visual Inspection (U7 3.32) Tnpaefitunuiivsummsmfimesiieldlunis
VAdEUNSANUIENIVLA 8 FU FauandlunIsne 3.7 LA uNUIINISE euNenAaT uIY

U 3 TU ALLANILUANTIN 3.6

AN 3.6 HNTNTUIULTDUNDNANNSUNAADUNITANNTDUDITUINU

ﬂ']il%@uwaﬂﬁ? La‘U':%ﬂﬂLWlu
1 4 32
2 4 33
3§y 34

ANSN 3.7 H1SNTUINULTDUENSUNAFBUNNSANNTOUBITVUIU

nszualnlunisidou nszsalnlunisguy .
(wauuu?) damden (Lauud RTCE QI
140 130 35
120 130 26
130 130 37
150 130 25
140 o "
140 110 .
140 120 >
140 140 13

JUN 3.32 Fuaudmsunsnaaeun1sanvsevetuny



a5

unN 4

NANTSVNIAADILAZIATIZHNANITNIAADY

[

Tunisedusuidedil

[y

fnqusrasiiievihnsfnwiRetunszuiunsioudensinity
o8 MnszuIuNsToNfinuuuguaInieu (Hot wire TIG) wasAnwinansznumalasiaiing
TangAneislassadomannianaslasiaiiomiganmea mulufmaaudfdnalaenis
naaouaLLdwetuny wasnaaeuMsAnTseTILT oL LINASEIU ASTM G65 Fai
wsiernaiweslumadeuiiuandiuazdimarednuuylasiainswesnuidon ﬁy’qmmga
Auni1e MIsvasuanvesLLTon (Penetration) AnNnisvoaauiuildsudvEnaan

AMUSDU (Heat Affected Zone : HAZ) lagnavaan1satiuaulvg dsieazidensail

4.1  msAnEIlATIES191981n1A (Macrostructure Investigation)

Tun1sfnwlaTeasianisunain (Macrostructure Investigation) U94TUSIUNNIUATT
WIBNNURITuLaziAdIensala Y 1338l unuluasiaaeuiiefnwianuuy
1AS9E5 19N IUNNIAYDITUIIULABNNTEBIHIUAIBNEDY Leica Las X Falun1s@nuilaseaasng

NMIUUANALRANISANYILAZANTIATIERRE 9l

4.1.1  WaNISNAABINISANEILASTIES1INI9NVANA

1. dnwameneamvsadslanzidenlunismaassiunseualnlunis

\Wouuazn158uaIn (Arc current and Hot wire current)
Tunsnmeeddiinisdnwdasumsdenlugunssualnlunisden (Arc
current) uaznszuglilunisguainidon (Hot wire current) Ingazdinsimuaanfuusdu o
A3 FansNTl 3.1 M1519NITOBNRUUNITNAGDY TFI9INNITNABBIRNBIAZANITAFUAR
Snvagnsnenmldainamdnvazwwdeuiiiinsasvdeudiundsawaznislalusunsy
Leica LasX lumsinuunnanadsanuniisuasanuanvesuuiiden sulasusnanielany
wilelanggiu (A) uarudnaniolaned eufiiAanisvasndnglavggu B) it eldluns
MusRI 130919 (Dilution ratio) MAnTuve U puRTiAFuUsNsTREluNSE DLUAY

nIzualuNMIguaIAToNTLANAUlA Aaandlunnsan 4.1



M13799 4.1 nlassasgunulummeasanseidllunisweuuaznisguain
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faudsTunsidion AU
v A1
ne |
ANYDY Heat Dilution
2z Aszualu o R VD .
YUY | aszualn ANYUTLLUIILYDN U7 Input ratio
n guan 157p) -
wau (A) | ; way | (J/mm) (%)
wau (A) 1o
(mm.)
(mm.)

1 100 6.74 | 3.03 | 1300.40 | 50.55
2 110 7.01 3.29 | 1341.34 | 54.45
3 120 120 6.86 | 3.40 | 1382.28 | 32.35

q 130 7.61 270 | 1423.22 | 37.04
140 6.72 | 3.33 | 1464.16 | 39.88
100 7.74 3.40 | 1403.90 | 52.99
130
110 7.42 3.34 | 1444.84 | 55.04




M13799 4.1 nlassasgunulummeasanseidllunisweuuaznisguain

ar

faudsTunsidion A2Y
v A1
ne |
ANYDY Heat Dilution
2 nszudlw o R VDY .
YUY | aszualn ANYUTLLUIILYDN U7 Input ratio
" guan b2 -
wau (A) | ; way | (J/mm) (%)
wau (A) Wau
(mm.)
(mm.)
8 120 7.41 3.02 | 1485.78 | 43.65
9 130 8.00 | 356 | 1526.72 | 46.58
10 140 8.80 | 3.75 | 1567.66 | 49.33
11 100 8.23 3.44 | 151190 | 62.21
12 110 8.36 3.73 | 1552.84 | 65.15
140
13 120 8.77 2.27 | 1593.78 | 57.19
14 130 8.56 4.20 | 1634.72 | 57.14




13799 4.1 mnlassasagunulunmeasnseialiluniswenwasnisguaia
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faudsTunsidion AU
v (e MEY
nne |
ANYDY Heat Dilution
2z Aszualu o R VD .
YUY | aszualn ANYUTLLUIILYDN U7 Input ratio
n guan 157p) -
Wwou (A) | . wan | (J/mm) (%)
wau (A) 1o
(mm.)
(mm.)
15 140 8.75 3.77 | 1675.66 | 65.55
16 100 8.26 434 | 1624.40 | 60.83
17 110 8.29 3.93 | 1665.34 | 66.92
18 150 120 8.94 | 344 |1706.28 | 53.49
19 130 9.72 | 472 | 1747.22 | 72.46
20 140 8.87 | 3.76 | 1788.16 | 62.77

1INHITMBEAININLATIAS19UNAIA (Macrostructure) V898 UIUTBY TUNISNAaBY

nszuallunsi@eunaznisguaia fideladnsimundinssualnlunisideunun 4 Al

T@uA 120 130 140 uag 150 weuuls lngluudavdrmeasAnsyualnaziinsusunseualnd

Tdlunsguaaiiensiaaeuladeidmariouuaden Fearvasnseualnlunisguainasiinig
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USudsianun 5 An 16ur 100 110 120 130 waz 140 weuuds TneAmnsiimesau q luns
Jou 1w Anranddlumsiduiuaden mnuiflunsteuaniden snsmslnavesuia
psmlunisduuiaisamuuazyueamlunsifuuuindon fnnsaeiilinuniseenuuunis
naaesludeny
TaolumsAinuidonisitendendiailudosfindndioagmanndinisueus 1nsn
$S400 Fenszurumaideniinuuuguainiou (TIG Hot wire) aggjathlumsmamsdines
Adamaliuundendauantfimnzauuinsildussgndldnudendeuianfideaiuuse
nszunnoteseld sanaziiuaiuiy nandedand urluid ounenii eldeu A
anuasalunsiumunsdnuseldd fdeuudazanumiofivnzan iosan
mnfaniiunsdesiidamnuudsiinnsuiuluavdmaliuundeumeniinnmsuanilesain
aranUsgld Snvisdnunrresiuaieniimnzanlunnisdoumenidunuiindadentdy
asfinnunisvendelavefeviianunsavasumduuuiionfiaseunquituinTangiu (Base
Metal) 16 Tunauzifenfiudnuaznsvasudn (Penetration) vesuuadonmsiiaglinaondn
unuAuly esanazdmaliiAnnsnauiuvesdiunaumaaiivedansgiuuas fanain
FouRuauinnis3ea1s (Dilution) veadlelansguiuTanaiaiden uavdsnalinuaud

Nanavelasunaniinisiasuwdasiuainanudaenisle

1.1 n1s3esizvidadenisiianlusrunseualulunisuou (Arc

current)

TngannnsasiaaeulnsIas AN (Macrostructure) 893Uy
Woudifimausuanszualnlunsid ouuananaiy Ran1sns19aeuaIneI1sed 4.1 9samsa
Funalanszualnlunsden 150 wouuld Wuanssuafivhliun@eniidnwazanuning
wageuAnndsinilgeanniis leedlovinisasiinszudliflunisguandenliineily uasdia

arnszuallunsdenszdmalidnvasvasesdonfiinltunnunitwessesdouilfiuunn
Fu Bnvamavaeudnvesuaienfifistutudu Uil 4.1) WeswmnnssudlrlumsBendua
dlefimavsuligauasdsnaliAnmondaiidanunsuasiimiudownntu dsdmwanen
Souidgiuau (Heat input) Taglumsdunmasnuieudoudiigtunuitun gy
dofimafiunszualilumadeunasnisguan fafudiohnaden madeuidingmenia
ssAnduvovasy Afliinnsvaetazaneuaviinsusveevei elaveldealyiiinunienn
Fu wiluvaiietumsidnssualunsideniiinniuardsasionisiionwesuuaden Tagann
msaznuiiinszugllunisideniivesazdmalinisiieawenudeutosuiu wasile

Fnmaiiunsealwluns@ouuInTuLaEalfinI513 919U U AT ULINTUAE



ANWAZVDILUITIUTINTTHELYIUAIINY

(Hot wire current 100A)

10
E .
\E/ 8 -------------------------------------------
e .
2 s
3 34 3.44
Z ¢ |
(a see .
F ---------
22 I I
2
130 140 -

nseualnlunisweu (A)

B AMUNINVIMUATRN (Mm.) g ANANTBIWITON (mm.)

JUN 4.1 nsminsilSeuiiigudnuarveaLwiweunmuUInITLaLTaNs1TY
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1.2 myimagidateniswenludunszualnlunisguainiion (Hot

wire current)

lagann1snsIvasulaseas1an1eunnia (Macrostructure) o9
Furudeuiifinusuanssualilumsguanieniiunnsnaiy nanisamvaeuandnuny
vpuuIdenazannsadanaldinilernisasiinszualnlunsidouly uagsinisiiiua
nszualilumsguanaidenazdmalidnunizvessesidouiiuiliuanuniavessesidond
diannndudntos waslinmsveondnvesuuaidondidauuansfudntos (Uil 4.2) Tae
MnHansvnaedlun1sed 4.1 Anszuaguaindon 120 uenus iurnszuadivinlaiuun
deuildnwagenunhanniian uasilevhmaiunssualilunsguanndosligaduagyiils
13138914 (Dilution ratio) Vesuuiiewtioras lesannsifiunszudlumsguainieuneaud
madeuaziinguonasuaztislimndeuiansasuarasuulansguldegismniuasll
Anmsneouaranelangguliauiuilemaiion Tdmalviunuiifnmadunssudlalunis

JUAMTOUTLNUTU NN TBEA LagNNITANYIUTNALITTUNTINLALUITY

P

MAgterenuindeinmsfnumusvanseualilunsguainseuszdmasiolasiasianig

FANIAVDILUITBU AT EINARDAALURINNAVBILUITBUAY

o 4 4 ] .
anwmwmumL%@NMnsstLﬁquuammanu
(Arc current at 140A)

10
£
E
=
5
z 5
=
9
F
g
2 0
3G

100 110 120 130 140

nszualnlunmsguaagen (A)

B ANUNINVIWUAITIN (Mm.) i ANANTOIWITON (mm.)

JUN 4.2 nsminisilSeuifigudnuurveaLwIenmuUInITLAgUAIAANeAY
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2. ANWAUININIEATNVBILUIRNTUNITNAARIUSUANNS AU BN

(Travel speed)

Tunisveassliiidadunisienlusiuanusilunsiusundou Ineiinng

ivuadnssualun1sWentaznszuadlunisguainieunsy As nszualnlunisiten 140 A

wag nszualilun1sguaInoy 130 A FRau1sadunaanvasnaNIENNYDUTINNT

AdUsAMNLE I UNISNSRUBIG o LALANA1IAUlS  AauanalunISI9N 4.2

A5 4.2 ans1annlassasia@unulunisaasimnui lunisiAunu

ANWULLUITDU

Ausalu
B NSLAULUI
Juu |
Ly (uy./
W)
21 70
22 80
23 90
24 100

aunde | ANEN
Heat
YWY | VBILUA Dilution
< \ Input
(G oy ratio (%)
(J/mm)
10.82 3.56 1792.22 57.90
8.01 3.59 1634.72 60.97
6.37 2.29 1512.22 51.90
5.42 1.69 1414.22 52.57

A1NANTILAAININLATIAT19UNNIAVDIT UL UNITNAADIAULS TN TR LY

WU INSANEIANBULUD L UNTDUIAsNSUSUAIAMUS T UNTIRULU LU 4 A1 Taln

70 80 90 waz 100 wu./u¥ Falunisneassiiladnisivuaainseualnlunisideunazan

nssualilunisguainiounsil Ae nssualvideun 140 wouuds uaznszualulunisguain

Wou 130 wenwuslaearmnsnfiwesou q lumsiden wu anusilunisteuaindou sns

mMsivavenia Wudu zinisasnlinuniseanuuun1snaandlutnady



2.1

(Travel speed)

53

a ¢ o o v 2 a o
1137 Lﬂiﬁzﬁﬂﬂﬂﬂﬂqilﬂ] EJﬁJi‘L!ﬂ"I‘L!ﬂ'J']SJLi'JIuﬂ'lﬁLﬂ‘NLLU'JL‘U ad

1NNI5ATIVEBULATIAS 19INIUNNIAVDIA NS LU DUN T U

FuAMUSluNTRURLIY B WuIElain1sUSUAIMNSITWasAUS TUNSA UL DL

Avanalranuuzyuauiiauwanaiusg 1 uTiulavalau Insluldaunianusale

AN AULU Y DU ALY ULV LT UL S N WU ANUNI NN UBLAY hazdn15raauand

Yosauaula ey taeainanusilunisiiusudsnazdanasasusunuulansNinng

waeumandIdUerasy Welnsiiukuadendiirasiliviinainlansiuinaevaoy

vosudentoy uluinnuiilumsiuiuidonfiiindusrdmaliainiuseuidng

U (Heat input) dowas Jevhlinuideniisnwaranuninlazaudntosad Aauansla

Tuguf 4.3 wilwraifenduanudilunisiduuidoniiiintuazdmaliinwuiliunmsde

VBT RUTITREANHBIINANTBUINFT U TR A T ULAL Y

12

10

ANWULYDILUNTBY (Mm.)
N

[

ANYAIZVDIMUIIBUNAIIUS T UNISHRURLIRIDUANAY

10.82

................. - 169
£ 80 90 100

< a dl' .
ANl UNSIAUL DY (mm./min)

B AMUNINVIWUITIN (Mm.) I ANANTBIUITON (mm.)

JUT 4.3 nsmimslSeuiieudnuazresuwuiitoninnuslunsinuiudausiiy
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3. é’nwmzmemﬂmwwmu;u'sL‘TlaﬂumswﬂammwL%'ﬂum'a'ﬂaua'm

\Jou (Wire feeding speed)

Tunrsneaseiitdavenisd eulusruniusrlunstdeauainid auae

ANUNTOFUNASNEHULNNIYATNVDILULT pUT T AU sANULSTun st auatnd oun

LANANNAY LARAILARINITS 4.3

A15199 4.3 nnlassas1etunulunismeassanusilunistouaindau

ANWAUTUUILTDN

AUSD
Fusw | douaan
(LA5/u9)
25 0.5
26 1
27 1.5
28 2

ANNNANY | A21MEN Heat
. . Dilution
WUAON | uudLeN Input
ratio (%)
(mm.) (mm.) (J/mm)
7.96 2.39 2166.94 79.05
8.50 3.16 1634.72 74.68
8.67 32.95 1457.31 64.56
8.75 4.02 1368.61 59.14

INATIEAAININTLATIAT1UNNA (Macrostructure) Y897 WITUA NN

AnwaizvasuuldeulaensUsuAmuslunsUauaa@ion 4 A1 leln 0.5 1 1.5 wag 2 les

oui Falunismeasstilafinnsimussinssualnlunmswenuasanssualnlunsguainiey

wagAmsfiwesdu q Tumsdeunsd Welimsusumnusilumsleuand 0.5 wasroundiay

ASWALTAUNINIVDIMLITBUL VLN 7.96 TAAIAT WATAUANVDILUNTDN 2.39 Taduns

z:l' = 13 | 1 I Y1 1% A =
Woiuanuiilunsteuaalu 1 wesseund avlarianuniwewuiiouiauin 8.70

TaA1UAT WAZANUANYDILLIYL 3.16 TaALUAT NAUEY 1.5 WATHOUIT AUNINIUDILLL

VI DUATAVUIN 8.67 UAALUAT LATAIUANVDILUIT BN 3.95 Hadtuns wazsladin1susuan

amsitunmsleuainegi 2 wnssewi wevhbildwwideniiinnuning 8.55 dadwns uay

ANMUANVBILLITDY 3.43 Tadung
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3.1 a1saasizidasenisanludiuadiusalunisdesuaadisu

(Wire feeding speed)

1nmsasaaeulasiaiemamaavesuudoniidtadelunng
naaes e AriTlunsteuamaiden wuidesinsufuarausilunsiouandenlsl
arudifinniuazdsaliuuidonisnuuranunisiiintu weriluultuesdnvesun
Fouduntuduifentu U 4.4) Wesnaruilunstioumadeuazdmaierunmes
wdendohnsiderturuasivenasuiiiatu ussilefimahmadoudiguenasuas
Aansnaouararsmadoniadudelanaidouiinenunniu Weanuilunsdeuain
Foudguevasumniuiadunafuimavenielonsifonvesuundon Tedemals
Snwarosudeudamunauazanudnfiinntude Tasaruiilunisiouandoniing
sonrudoufiingtunuiilesnnstioumalunszuiunadeufinuuuguandoutifunsy
vumsitiasesteumaifiuvamdsilunsguaaliiinnuieunewihnndon Weam
Foufinsteurnuaiaatlou (Wire feeden) fifinsvharusoussnsd q asilvfianudou
dhavauoglumadoumnnimstoumadondiitu Fedwmalinisihunmudouiing
Funulumsvnaesiiiieniigatu uasdsmardaiiostusnmidonwenudonsiinndons

MnnFuilednuaulldngiunugeuuny

[ = a < ' %
AnvaIzYewLBNAMUElun1sUsua IR 9 Y

10,00
£
E
%
e
£ 500
=
®
F
g
3 0.00
"G

0.5 1 15 2

AU lunstauan@on (m./min)

B ANUNINVBMUAITIN (Mm.) i ANANTBIWITON (mm.)

JUT 4.4 nswinmsSsuiieudnuasrewuiteunanusdtunsdouainousiiaiu
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[ 4’1’ = o a 3
4. ANWUSNINIYAINVLLBLaN aulUNISNAAD WY BUNBNR LY

JuU9U (Hard facing)

Tunsnnasadsuneniaud ¥ uanuilevhnsenudnearnisnienn
Yosdudauneninfiiinsideunen 1 $u 2 $u uay 3 4u [Wumsideuneninduanulaglldl
nMsi@eusesfiudou Tnglumsmeassinisivundimsifieslunseasadeuie fuus
nszualiflunisidend 140 ueuuds nszualiflunisgumedon 130 wenuus aruidaluns
Wuwuadon 80 uu/undt anudilunisteuaindl 1 wes/und wazamisdwesdu q o

AT NNTTDDNLLUUNTITNARDN

A1 4.4 N nlATIas19TUNUlUNTNARD LTRUNDNRILTIT U

Ju | N1SLTBUNBN LULIOU ANWUSLUIYDY
: — ;
29 1 9u
30 2 U
31 3 U

FununduMSgounen 1 9u (FUN 4.5) IAnadenugiveuwuiionsgi
4.93 Ta8L1UnT A0keNIN15VaNAZaNULAE N DAL T ULUIFDUND NN ANNALEND L7

Weunenlufisesunnisnintuluilolansi@ou agaiuseuidingiunulanegu (Base

metal) fliannIslyidamalilavegruinnisasuwdas

JUN 4.5 dnuaizuueunan 1 4u
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Fuswiiiunindeunen 2 $u (U 4.6) wuadonddnedsmnugufiaiy
wnnimsideumen 1 4u Aefiarmgeesunion 546 faduwns Tumadounensiuiu 2
Furrannsodunldiuundonsuinsunnvesundouweniudnies Wesanar
uansnsvesianammdouililunisidennazlansguild Janmndeuiuildlunisden
nenfdunuumadeniiiidmuudusraulnzgunnniilansgui@utanudnnds
AFUBUAN LN3A SSA00 Fiflnamilen (Ductile) snnn Tagluvazdidudunsidounenuun
Fouegiiu lunuadeuasdiauiousgavauoglansiafinisvened uiideuuandouinnig

Ui Welansiinuagtinn1IuARIv0 L U DNAINAYI IALAANITLANYDILUITDUNDN 2 T

[

JUN 4.6 dnwaiziuaunen 2 Yu

[ '
a =

Fuauidumsieunen 3 Fu (U 4.7) nuduuideuneniinnafsay
VDT OUIVIAN AD 7.40 Taduwns InganuazvaIwuIbaNnen 3 ranunsadwnale

TURTDULAANITEAN (Crack) DENTALIL WaLUSINIANZs U (Base metal) UaIT U UL DY

<9

wan 3 Yu ian1stAudeguannay WerinanuTeunidiununinsayay NI

Y

a

Yl aunuansviuillelanegu lneJanvesaingauntunldlunisieuneniinguau
Juaadeufidiannnuwdwazdinnuszgunnnitaveguiduigmanndinsueusi
\N3A SS400 NfiAumies (Ductile) 1nnn MatuilauuageunendwIY 3 Tu Aan1sIHY

fhazdaalinuiauinnisuadudadunisuaniiwn@onduanls

JUN 4.7 uansanuaiziudaunen 3 4u
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4.1.2  agUnan1sIATIEINIsAnelasEimnennIn

[

Tunsanduaudseud

[

TR UTLAIALNBYINNISAN®A LN UNTZUIUNTTHY DU

q

geuiflndudes fonszuiumaBeniinuuuguainieu (Hot wire TIG) Inggjaiunsdnyiile
A imesfidmalinszuiumadeumenvideidendentan annsaifiuengnislinuile
iludeelfetaiivszAnsamunniian lnslunszurunndeuneniiiednorgnisldamudy
sududessinadenldnsfiwesfviliiuidoufvunaunitawasnisvasudnaesuud
Feufimnzay Tnoanuniwesunidenazvsuoniaiuifldlunisdounenia nd1aie &1
fiaunsvesuuaidousnn azvhliaunsadeuneninluuinannlduazaslidnevasiu
L%Mﬁﬁmmgaﬁaa Larn1svasNanasiuuIzinanesnsIN15139919 (Dilution ratio)
VBIIEn) Famniinsvasudniiinnauduluazdaliinuantnfidinavesuundouinng
wWasuwlasld

TnglunisAnelasasnaumnnn (Macrostructure Investigation) Yosuundonlaeus

NSANYIAMIIITADT A1UN30ATUNANITRATIZARNUNITNARDIVIINLA 4 N15NAGBT LAl

1. nmveassuiunszudlwlunmsi@eunasnisguann (Arc Current and Hot

Wire Current)
1nnsnaaesdnuitfadglunisid exludunszualnlunind eunas
nszualiflunmsgumaiden Amnsdiweidsaliliuudenifvinaeunirsnniign uang

Tupngeii 4.5

P15 4.5 ANwULTRIMLITBNTIHIUN IAaeIUsunsEldlWlunsWe LAz SE WA

fauuslunsidon AN ¢ Heat

P . P AINENLUD
| dueun | nssualdl | nszudlWau | uuawew | Input

ol 1au (mm.)

Lgau (A) a2n (A) (mm.) (J/mm)
1 19 150 130 9.72 4.72 1747.22
2 18 150 120 8.94 3.44 1706.28
3 20 150 140 8.87 3.76 1788.16
a4 10 130 140 8.80 3.75 1567.66
5 13 140 120 8.77 3.27 1464.16

Tnglunisneaesdnuiadeluiunssualwlunmsvennasnszualilunisguainioy

AT NdwalilawuTounlinunIwINianfe FuuN 19 (nTewadeu 150 A
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NTERAgUaIN 130 A) wiTiA1AILUTHAZAIAINANVDMUIT BUTNADUUIUIN AITUNIN
HNINTANANUANNNUNLAUVDIUUITOUMBUAIUU N1TiFoNITAMNTTME TV UNIUA 18
Ao nazualiidon 150 A uasnszudlnlunisguainidoui 120 A aglianuazrauuilioud

wingaukinsi luUssgndldlumstieuneniaguiu

2. msmeassuiuanudalunsiiusuadon (Travel speed)
nmsnaassinedadelunisideslusunisiiunundon aruwsaly
AsRuLLTaNTid e dmalilanundeuiifliuinanuniie Tnefinuslunsiuwwado
70 23./U awlé’mmmﬂ"iwumLLuaL%amagjﬁ 10.82 1131, WAZAINANTOILUNTON 3.56 LA,

FatlaumunzaudunsiluyssendldlunssuiunisiWouneniauaiu

3. msmeassuduanuEalunistiouain@iou (Wire feeding speed)
nmsneassdnedadelunisideslusunistouaindeon wurdied
msusuAmanuslunisteuainideslifiannutinnduardemaliuudeidnuaraiu
Aafiunndy wasiluwaltunudnve wualdenfiunnuuientu uaoRionsanainitiud

A veallelavgninisyugeduanlanggiluiiug B dsuandugui 4.8

SUT 4.8 NuivauILon

Tunsrurunisideumenfidunuasiinnugaesuandouiiiamuuuy
srlsigennlanggruiiosnnlunssuiunmadesmenindunudenisliidolansAidounen
aseunquituinfanisuiaiioundoutagelifeldlizusdnvurvosdunufinnis
Wasuwasmnnauly ddulunismeassaiiilunisiouandon msdenldamiuily

ANSTBUAINTIUT 1 LATABUNTLANUAUNLEL
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4. msveassms@euneninudediuay (Hard facing)
INNTNARRIFNE T sunenAuT s usuAidnsideunen 1 du 2 Fu
way 3 4u nransAneilunsanulasiadramamaanuindevinisid euneniiouda
Fuau 1 9y axililduuandouilifidounnsodludunu ndndelyiinisuan (Crack) ves
wuadon saludsnmaideumendunu 1 $u livilflansgureduruinmadesudniae

AITUMATBUNDNRITUIIUIINIY 1 Fu Tanuwmngalunisihluldlunsgeuneniiodan



61

4.2  mM3An¥1lAT9a3193a01A (Microstructure Investigation)

lunsnsvaeuAnuilasiainamiegania (Microstructure Investigation) ¥99uu?
Hou (Weld metal) lovhmstdunumageuiiunssuiumanisaiiuidenistanszns
yefauuoiifameuluauiavesidauandon fatuadiensorgiiuivuia 0.3
llasmsuagiansafoninfunu wddnhnsihdunuludesssndosganssmivuulduas
fffdansvenege iennaasuglassaiimndanginevesuuaideniiuiiumig q ievh
nswseuiiisuiaslinszianuuzvedasiain nelunisdedlassaiarzaiunsowdsenls
Hu 4 Uin lun 1. vinadelansiden (Weld metal zone) 2. USuNsViRBNATAEY8S
amdeuruianlanzgu (Fusion zone) 3. USafiuiinssnuseu (Heat affected zone :

HAZ) uae 4. Ushinianlavegunldlunisied (Base metal zone) sauanslugy 4.9

) ) Weld zone
Fusion zone :

JUT 4.9 dregruinalunsnsisaeulaseainmaganIAYestuL

4.2.1 WANIINAABINITANEILATIHTIININRENIA

Tunsmsvadeulasadionmaganmenestuny §ifuldinimmaaeutuamy
fnunismaasenszudlwlunisidennaznisguain esnnidudladeidmasdodnunzves
Tassadamdanginevouundon lnefimadontunuiiianumnzanlunniumaaes
TnEfiansaN9INSNUaIL YD ILLIT BN 18M15A5IDEBULUY Visual Inspection §9Aad w1y
vanoiay 14 Ansldnszualnlunisidon 140 ueauus uaznszudlwlunisguainidon 130

[

wenuls Mmleszilassaiiaganiavesgunuisil
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. a
1. Usnailalanzway (Weld metal zone)

nan1sasvdeulaseadiamnslansineusnauunien (Weld metal)
y99a20u% sundndaas SUPERWELDS DUR 65W & s uataid sudaass (Alloy) Aae

N3rUIUNMTTeNeNSATAWULUUEUaInTaU (Hot wire TIG) ansnsauandlanasy 4.10

JUN 4.10 lassasaganiaunaiiielansion (Weld metal)

Tnssadagamaiivinadolansdonvestunuiidnuasinssadauuuistiiu (The
dendritic structure) aNWULUBINTULUULVIINUY (Equiaxial grains) Tneiivsnauilolanziiey
ﬁé’ﬂwmzmiﬁmﬁaLﬂiuﬁ%aﬁlugmmumimwﬁ (Colurnnar grains) Fs8nuaizvainsiSeeh
TassadludnuasdifunsBemesianlans Saanes (Alloy) Middunaumvaisaddsenou
(Multicomponent copper alloy) qua%’wﬂué’ﬂwmzﬁiﬁqmauﬂ’mwf’f’mmmLLﬁ‘t‘ia'ﬁ'qa il
AUANNSA UM TAUMIUNISENUS AR

Imaa’mL"?'J'auﬁléﬁumﬁmamﬁﬂummL%amﬁﬁeiaumaﬂﬂﬂﬁauqﬁ (Cr 22.0%) Fad
mmLﬂ'?j'auﬁmmxe‘fm%“vm{l{ﬂumuL%auwaﬂﬂa%umuﬁé’faﬁuLLsaﬂisLmnqﬂ (High abrasion)

Fuaunaeafunsidend (Friction) Sumiuseuge (Heat) uaznun1sinnsaues (Corrosion)
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2. USIUNIVIaRNaTaNYRIadnaNiudEnlanzg1u (Fusion zone)

Tunsasieaeulassaiisnsganiaiivinansvasyazasvesadniion
fu¥anlavizggiu (Fusion zone) avanunsadunaiuuiinaniolansifion (Weld metal) was
Uinansgvuieu (HAZ) dadulansgiuiagmanndinfueusi tnsa SS400 Tagaziisessio
vessosideuuazlanyuduuinaiinisasuazarsainiuian (Fusion zone) uandldds

U 4.11

JUN 4.11 lassadnusnunsuaesasatgvesandouivianlanggiu (Fusion zone)

Tnssadmsganiafiuinanisvassazaisvesadnid oufuianlanggiu (Fusion
zone) avannsndavafiuauuenswesanslangedistaau lasfiudnadelons
Fou (Weld metal) flassasanulasd (Dendritic structure) waneaniduf siuainvey
U3nafniu Fusion zone insulavefnwadnuasasideadeifisutuuinailnasenty Tne
Hadneanluanusnavasuazaie mw%ﬁé’nwmﬂmﬁﬁuuazLﬂiuLﬁuLL‘UUwhﬁ’u
(Equiaxial grains) Tnefiusauielanziden ﬁé’ﬂwmgmiﬁméf’smiuﬁﬁuaﬂugmwumsmwia
(Columnar grains) Tuvaiefiusnaunsenudeu (Heat Affected zone : HAZ) ﬁLﬁuIaﬁgg’m
Fanumannd1afususi 1nsn SS400 TiegAnduusnamasuazatsyesalniden (Fusion
zone) viidnvuglassadradunuuinsmuleifidnazidon (Needle-Martensite) iiiasan

1A3UAINUSDUIINATLUIUNITI DULALLAANITLA DINIVDIAIUNAUNIL AL VDALY DU

Y

lavegu dwabiluusnailiinuaudivinavestununuisundady
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3. USuiiufinsznudou (Heat affected zone : HAZ)

Tun19m539a0UlATIAT 19N 19aN1ANUT I U neNUT o (Heat
affected zone : HAZ) Falulanzguianmannaiaisususi tnsa 5400 lneiduusiiud
Tndfusesnevassosfounazlanggruluvinanlasunanssnuanudouaindnisvasy

avanganiiuian (Fusion zone) uanslansgy 4.12

JUN 4.12 laseaseganiausuaiiuiinsenusau (Heat affected zone : HAZ)

Tnensanuilassadimmlaveinewosusnaiiufinssnudeu (Heat affected zone
- HAZ) fiusnalndfuusnamasuazaisvesaindau (Fusion zone) azildnuaslnssasig
Junvuinsmulevifidnazden (Needle-Martensite) iiasnnldfuainudouainnszuiums
\Bougs uazilednaunazilassaadunuvesamulud (Austenite) Aofidnwvavaansui
Enuavazidenunniy Wesonlasuanafentasmadusivedansluusnaissdmwalmnsy
fuunfiaziden wandedaadluluuinanielavesu (Base metal) sziduuFaiilalasy
wansymumsnrmoulumadondunu Juililaseedansgiutagminndeiuou

M L1N5A SS400 lufinnsiasunlasiassasnamnelansinen
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4. vsudaglavegiuinldlunisiveu (Base metal zone)

lunsnsrraeulassamaganIanusnianlanegunldluniswey

(Base metal zone) FuduTanuanndnasuaus insn SS400 aunsauandlagsgy 4.13

JUT 4.13 Tassafreganiavedlanegnu (Base metal) Widnna1A15uaumi 1nsa SS400

n1sAnwilassasiamislangIneveausianlansgiu (Base metal) aqnanndn
A$UBUAN 1n3A SSA00 nudrdnuarlassairmisganiaveslavzidulassadraioslsd
(Ferrite) wawifisalash (Perlite) iosnniivinlanggudidutanminndensuous nse
55400 fdrunanmaiaiiduaisueusg fiuszana 0.13% s 0.18% Feilarsusutiosnin
0.8% 3sgninegluszinnminndnasususussinlelugiinaeest (Hypo-Eutectoid)

TngluvSianlavzgiu (Base metal) Yanudnndnarsuaus insa $S400 4 18y
Unuildldsunanssnuananuieulunsidentunmu duduisldfinnddeunlases

Tassas1amalangineluusud
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4.2.2  msAnydIeuiieulaseaiengania

TunsfnwiFeuiisulassarmisganiafivnudelavsdon (Weld
Metal) 1 unsmsradeulassasramslansine fitinnisiadsundasli efinsia sy
A5 dneslunisid eud us Ui uan1aty delun1sAneni lafin5180ns wauna
Arvnsfiweslunsidende nssualunmsdeudiudsuntadly wazmuunainszualnlunis

guanoulvinan Asanslunisng 4.5

15199 4.5 Tasansn1nlassasiaganiainsualiiousineiu

WITHLHDTIUNTT
Jou 1A59a3199A01AUS I
Fuaw | nszud , Snuaruuaden dolaneidon (Weld
§ QEEGON.
KifapY metal)
a9 (A)
(A)
4 120 130
9 130 130
14 140 130
19 150 130
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4.2.3  mMIAsEInsinelssuiisulasainemiania

Tngainnisnsuananinlassadiegania (Microstructure) Lt 991015
Wisuiflsudnuarlasiadimed unuditnssualndeslunsidoniidnaiu Tnefinnsdne
Tassadandunuiivduansudlwlunisidon ¢ dr léud 120 130 140 uag 150 wonuys
wazdinsasiianszualwlunisguainlid 130 ueuutd nassagnuitinaidelans

[

WaUTUNUIdnwL AT 19 RLANA19NY Taeaunsadwsizile sail

(n) nszualidon 120 wouwus (@) nszualiidon 150 wouwUs

JUN 4.14 uandlassaianieganiausnailelaneion (Weld metal) ¥0eua1ui

runsdengsnszuall (n) 120 wowus (1) 150 wouuwUs

Tnefinszualiidon 120 waz 150 wouuld ddnvazlaseas1eiindrandsiu lng
Tasadrvesd uauiiniunisideudenssual 120 ueuuus (n) sxiidnvaslaseadransy
Tansfildnuazasideninnndn TngnuuAnAIweuInveLnsulansazdmananIaIL s
vastunu e iitunuiiumsdeusenseudliidon 150 weuuwds @) wwiinsuitlng &
Snvammiloudy fudassatramdanyineweailolanvid eussiidnwazdunsusunnén
(Fine grains) uaziidnuazidnumanadoifaiiiguuuumiiounisanunsenit dududnvue

Y84lATIES1IALNUALANWIBSLSH (Widmanstatten Ferrite)

WavinsiSeuisunuanwuelAsIas19TuUNRIUNSWaNmensEaln 130 wag
140 woUwUs AILAAIUAN 4.14 I8NUINFNEULLASIAS19IANULANF19AY L11B991nANY

Soundndaunuuagnisidusmvesielanveuninnuuaneiaiu
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(@) nsvualvidoy 130 wonwUs ) nsvualidon 140 wonwus

JUN 4.15 uandlassaianaganuiiaiilelazitey (Weld metal) va3guauin

unsidensenszualyl (A) 130 wouwUs (1) 140 weuwUs

Tnefinszualvidon 130 way 140 uewuy$ flassadrsganandedufe fviinaie
Tavzidonvesiunuilidnvaslasiad1auui i (The dendritic structure) nwaizaes
NIURUUWINAY (Equiaxial grains) TnefiuSanielansden ddnuvarnmsSesiunsuiivey
TugUiuuinguuss (Columnar grains) Fsdnwazvesnmiaidssialassaddludnuasiidunis
NN IRV NeLAISAaeLA TiddIuNaNaeIR UsENaU (Multicomponent copper

alloy) lassaisludnvazllinaautRluimunnuudigs
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43  M159IAAIANLTITUU (Hardness testing)

N13¥aA1AMULT 1wt uUTHIuN W enkas Lunsiniiensivaeunmaul’
LBINAVDIMILT BN AT TR ARANA19AY IngTun1snaasuinAIANULDIVDIT UL
A5YNNSNAEaU 2 35 lawn

1. meeauudauulalasinines (Micro Vickers hardness test)

2. MsInAIANULTUUSeANEaa (Rockwell hardness test)

43.1 nsiaAanuudeanuululasinined (Micro Vickers hardness test)

msveaauinAAuudauululasinnes (Micro Vickers hardness test) tu
mstamgaaniRdanavestunumdnndimiveusiing 55400 Akun1ndeuuds Taonns
neaeueuiduuulilasinnesagliiimsnadivsnaundwessendenuaziunu e
Mnusnauiielaveiden (Weld metal) Usansznufeu (HAZ) uaztnauilelavegiu (Base
metal) Fsluusazudnnuiviinisaaeuaglirauudsifianuuandneiu esnluuina

U a a ¥

nsznudou (HAZ) Wuusnadildsudninamiusousnnssuiunisidoy 1Aansideases
dunaumaaivaidelansidenuasdolavggrudidosu lassaddluninadiaianis
Wasuuwlas Tnslumshnsegsinanisinannuudsuulalasinnes azdunisnsiadeuin
Amsfineslunisd oudwwaneaiaunddunsazusnaetisls wazsidunisinsien
WisuileuAauudwesudenlnoulsnsanwimnsfinesaunisnnaos fe

1. ﬂﬁi%ﬂﬁ@ﬁﬂﬁ%LLﬂlWiuﬂﬂiL%@ZJLLazﬂﬁa:ua’m (Arc Current and Hot

Wire Current)
2. -msneassnuslunsiuuuadon (Travel speed)
3. msneaesnuslunstouainden (Wire feeding speed)

4. NINAaBITBNNBNRINTITUMU (Hard facing)
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1. mMmaaeenszudliyauuazn1sguadn (Arc Current and Hot Wire

Current)

N3INBENIAIAITULIIVDITUIUARIUNT DY
(Arc current 120A)

| |
1000.00
Fusior line |
800.00 |
=
T |
< 600.00
A I
=
£ 400.00 |
«
(o
£ |
200.00
|
0.00 |
-3.00 -2.50 -2.00 -1.50 -1.00 -0.50 0.00 0.50 1.00 1.50 2.00 2.50 3.00 3.50 4.00 4.50 5.00
28819080 (Mm.)
(RN - - 3 gl g5
4:4' 1 @ Qy ::4' 1 z:l' d'
EU‘V] 4.16 ANANULYIVDIYUIIUNNIUATLYDUNTIZ LAY DN 120A
NFINLEAIAIAIULD IV ITUIIUNNIUNNT DY
(Arc current 130A)
1000.00 ! |
I’ I
% 00 Fusmnllne ,
=
T
< 600,00 I
u§ I
g 400.00
= I
-&
200.00
0.00 l |

-3.00 -2.50 -2.00 -1.50 -1.00 -O.ISO 0.00 0.50 1.00 1.50 2.')0 2.50 3.00 3.50 4.00 4.50 5.00
JraEuTasna (mm.)

——0 —o=T7 —0=8 9 —e=10

JUT 4.17 A1AULDUDN LN IUNSaNNTEUATaN 130A



N3INBENIAIAITULIIVDITUIIUARIUNIT DY
(Arc current 140A)

1000.00 I I
800.00 Fusionlline |
> | |
< 600.00 . HAZ I BM
e
=
€ 400.00 |
«
_E I
200.00 WM
|
0.00 1 1
23,00 -2.50 -2.00 -1.50 -1.00 -0.50 0.00 0.50 1.00 1.50 2.00 2.50 3.00 3.50 4.00 4.50 5.00
SY8¥119508nA (Mmm.)
——]] —gtl? =13 14 —9-—15
o \ “ 2 o o o
E‘U‘Vl 4.18 ANAINULLYIVDIYUNIUNNIUATLYDUNTE LAY aN 140A
N3N BENIAIAIULTIVBITUIUNRIUN DY
(Arc current 150A)
1000.00 I |
Fusion'line
800.00 I 1
2 : :
< 600.00 I
g l HAZ BM
3
€ 400.00 |
c I
&
200.00 WM
| :
0.00 . X

-3.00 -2.50 -2.00 -1.50 -1.00 -0.50 0.00 0.50 1.00 1.50 2.00 2.50 3.00 3.50 4.00 4.50 5.00

SEY¥U9TR8nA (mm.)

=16 —p—17 —9—18 19 —e=20

JUT 4.19 AAULDIIUDIILNUANTIUNSaNNTEUATRN 150A
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Mnnan1snaasinszualnlunisidouuaznisguan (Arc Current and Hot Wire
Current) azanansodanaldinAianundslundagsuinuiinnadasiauudiag
uansnsfuegadiulddn Tnsluuinudelonsidon (Weld metal) Wanauudsgsiian
idesnidutanainidenifidanuudsgs Tuusnunsenuieu (HAZ) Wuunuiiaade
anuudesosann Fdduvinadiduuinaildsunansenunanufouauiansuauie
Taveidounazidolavesudidedy wagluuinaniolanzgiu (Base metal) WuuInnil
L@ 3unansenuainanudeuresnssuiunndon Sehiinmsasuuladassaiamalans
Ineuarlifianszmutenuuds fuduiivinailidsenuudsiosiian

Tnganmsusuamsfiveslunmsmaaes nuidmauudwssdnaiolavedon
(Weld metal) vostunuiiinunsideudenszuadon 120 uewuds Waranuuduadsd
vinnuilelavedougeiian Tnsrnanuudeiigeitan fo 880.00 HY Fadutusrumneaai 5
runszuILuMadenfonseualiidon 120 wouuus nszuaguadn 140 wonuus uaziilesh
nsiinanszuallunsifeusnndu swdwmaliipuudwetunuiaiadsiiantosas
TnsFusuiithunsdendifidanuudaiosfiande Funumneay 17 iWulueoudiiunis
WBoushenszudluion 150 wouuys wagAnszualilunisguaindon 110 wouuus il
aruudsitusnantielaveifewads 448,53 MV

Tnovinfinnsandanusnszualulunisguainid eudi unns1siy 9zwuinnig
Wasuuasnszualilumsguanldlidsmademauudestunuegedideddy Aeiidma
deranuLdmesiunuiensyllunmsidoutuanuiuandisdu mnszualilunisden

HLTU AzdaalyA1AULTUDITUILanad
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2. mMsnaassnnuslumsifunuaou (Travel speed)

Tun1snaaeal i uNITNAaRILN 9L US 8 UL BUAIAINNLTD 91U IT UITUN
WWatuannsusuamisiimesanuslunsiduuunden lneasiamnsinesay 9 A

A15INMsVnaes lneldnansinarruuds uandladagy 4.20

N5INBENIAIAULTIVDITUIIUNAUSTUN SR UL U DUANAY

700

600 Fusion line I
| |

< 500
z =< | l
= 400 HAZ BM
v | I
£ 300
& I
-& 200 WM :\ I

g —_—— U
100 W’

-3.00 -2.50 -2.00 -1.50 -1.00 -0.50 0.00 0.50 1.00 1.50 2.00 250 3.00 3.50 4.00 4.50 5.00

Srazusesna (mm.)

=2l =22 o—23 24

= ! < 2 N < a = ! [y
E‘LJ‘V] 4.20 ﬂ?ﬂ’l’mLL“UQ‘U@QSU‘LNWUVW"I’]’]ZJLi’JSLUﬂﬂiLWULLU’JL"U@lIG]NﬂU

Welsuieuarnundwestunuiideudisanuiiilunisiduiundeu (Travel

1 [ 1 1 [ Qy A a dglJ A
speed) AU ALNUINAIAMULTVDITUIUN US UL lanzI T (Weld metal) uuneLa
24 Faduruanundanuslunsduiuiieusgil 100 Tadwnsdeui agldraauuds
U3hauilolavziden (Weld metal) Wisgevign Ae 583.40 HV illo191nAnmsalunisiiu
WUATBNTIZUY dnadasrziiaaIINTeundduuosas Feauseudigyuauiing
mevwinveunsulanglulassaiimdanginet mnunulasuauieumnndunaiuiu ay
dwaliinsulangiinnisvensduasiininnuudsfianas Gstunuilianadsannuudd

U3haullelavzifenosiignfetuaununeani 21 Fulaanuiilunsiiuiuiideutiey

=

Aanfa 70 TadNnsAaUIT JA1AMULTLRR8VRITUUUS LD lanzlTau (Weld metal)

q

987 464.70 HV satiumnus lunisiiuL Ul daununazdmaliiidolane @onazdninund

U
1Y
= 1 <

297 wimnAISluNITAULLLTaNAN Azdsnalmilalanidouiiianuldaianas



74

3. msnaassnnusalun1steualn@iay (Wire feeding speed)

Tun1sneasaid il dun1snaandii 9vUS s UL B UAIAIULT VDT UITUT
WWaduannisusuamiiwesanslunisteuainiion (Wire feeding speed) lnglana

N13IRANAINLLT Lmﬂﬂé’ﬁqgﬂ a4.21

N1 LENIAIAULTIVDITUIUNANS TUuN15T AR Y

1000.00

Fusionltine I

800.00 | I
= | |
T
- 600.00 HAZ BM
w2 | |
E
€ 40000 |
«
_g I

200.00

WM I — - I . —T
0.00 1 1

-3.00 -2.50 -2.00 -1.50 -1.00 -0.50 0.00 0.50 1.00 1.50 2.00 2.50 3.00 3.50 4.00 4.50 5.00

Srazuesesna (mm.)

=25 =26 27 28

UM 4.21 ANAMULTUDITUIUAMNUE I UNSTaUaIAcNaTuY

oS U uA1AULY T UL aNAeANS lunsUa AT oL NULANAI

(%
v v

o 4 i1 wuitunud 25 Sedenanudilumstioumadon 0.5 wasreuiieelituny
fifienruduedeiivinadelanmdougsiian fo 792.46 HY uastunudl 28 Fedidarug
Tunstleumnidangaiigaiio 2 wnsiowd Wredsanuudsivnandelansdon tovfign
#o 464.63 HY Tnsnaanismaaeuanansndanald e muudsestunuiivinudelons
Fou (Weld metal) Fanuunndnstuegaived ey Tnedevhmsdiuenuidslunisteuain
Fou avdamalviaeuudwesinaiolonsdoudafianas iosrnlurmeivianindey
Furmaedinatoumaideudrguonan Insauidlunstioumedssasousuudolans
dewitldumavaenarmefuuuadon Bimauielavefinnsviasuayaesnniu Ssdwma
Tafeuiiintuiivnauuidengiunasisnamaduiidins Tnsemdlunadu
vouuieufinaderuaennsulavzusySsdmalvisanuudweaielavaidon ndmievn
wdeufianudeuiiegludolavsinnanfaninbuiaifauardsmalfinsulonsians

YeeF JedmalrnGaudA1mULNtasad
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4. nMIAapAdaNwanAUT«IUIY (Hard facing)

Tun1sneasailidun1snaasdionsiadouLUs s Ui g UAIAILLT 9V
JUIMUNRIUNISIBUNDA 1 TU 2 TU WA 3 TU WBATIVADUINNITLYDUNBNNLINUIUTU
wananeduszlirianuulsnnusauniantunsideudeniindudeslugnamnssulag

aunsanansAsinaAnuLdauululasinines LLamléfé’agU 4.22

ﬂi’W\lLLaﬂﬂﬂlﬂﬂ’J’]ﬁJLL%QGU@Q%HQWUL%@NWGﬂ

1000.00
900.00
800.00
700.00

600.00

ANANLLTS (HV)

500.00
40000
300,00
20000
100.00 e
0.00
1 2 3 4 5 6 7 8 9 10 11 12 13 14 15 16 17 18 19 20 21 22 23 24 25 26 27 28 29 30 31

NANATDU : 0.25 1.

UM 4.22 ANAULTIUDITUINULTOUNDN

nmsvaaemuilunszuaumsnisdeuen 1 4u wlvidunudenifidnnuuds
fieniian lnsfianadonuudeusinonielanzifen (Weld metal) agffl 493.85 HY way
Funuiiinsdeunand i 2 uay 3 du wldtunifdanadomiuuddndifesiuie
751.58 HV waw 750.81 HV mudndu iesnnszuaumadonmenfaudstumudumaiey
el delaneifeuinnsnasuazarsuasiadeuneniiuisvedanzg taelddslonian
auauifveniolansiouiidounenly Wanmsafunsnssunnudefumunisdnusonin
msldeuldinnnidelavegiurestunu fafusuududommeninfifiutursdmaliiie
farnanuudsweaiolansidonuraruudwostanmaduiildvhmadonenady Tu
vausietudlelindoumenintunu 1 4u Welansfidoumenadlufitufindunuandudy
Fouitlinununndn suiludadedimadeumenisfunuasiAnnsvasuaedelanziion

wazilolavegudiaieiu Sedwmaliifioviinisiaaimundwesdunuldeunen 1 Tuazd

AANULTIvRaiiolavsitoutnenii
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43.2 MFINAIANULTLUUSEANEAE (Rockwell hardness test)

NM5IAAIANLLTIWUUSDALIARIXYIIN1INTIVEDUAIAIINLT $9DITUIUT
U950t au (Weld metal) Ingldianainys (HRC) w5983 (Minor load) 10 kef
wsIUan (Major loas) 150 kef wagldiiaina (Dwell time) 3.0 39l A1sVAERUILYINIAIINA

AULUDULNDATIVFDUAIAULTINNNNITNARADL $1ai)

1. mmaassiunszualnlunisieuuaznisguada (Arc Current and

Hot Wire Current)

N13IAANANULTILUUS DANARALYINNITATIVADUAIAINULTIVDITUITUN
Usnaullovessesidoulunisnaassnsenaliluniswenwasnssualnlunisguainien e
N15ATIADUANANULDIVDITUINUNRIUNT LN AT NIT TN A9 U 1eeazyinn1sinen

MNUA 3 AS LLagﬁ’mﬂiLﬂaﬁlf’hﬂ’J’]ﬂJLL%Q‘U@Q‘?}UQ’]HIG#N&ﬂ’ﬁ’?ﬂﬂ"]ﬂ’l’]ﬂiLL%QLLﬁﬂﬂIUWﬁNﬁ 4.6

A i 4 I3 A i
M3 9N 4.6 f”ﬁﬂ’l’mLLGUQLL‘U‘Uit”JﬂL’JaaqUHﬂiﬂﬂaax‘iﬂigLLﬂlV\nuﬂﬂiL“UaNLL’d%ﬂ?i@quﬁ’m

- Nan153nA1A1MLde (HRC) ANLRAEAIY
b ASadi 1 ASadl 2 REE w39 (HRC)
1 49.10 44.30 48.30 47.23
2 47.70 48.70 49.00 48.47
3 59.90 60.10 60.30 60.10
q 57.80 59.00 55.30 57.37
5 61.30 60.50 60.68 60.50
6 47.40 48.50 47.20 47.70
7 47.30 45.30 42.50 45.03
8 48.50 50.20 50.20 49.63
9 46.60 45.80 48.10 46.83
10 48.90 48.40 49.90 49.07
11 41.70 42.40 42.80 42.30
12 38.40 39.80 38.40 38.87
13 48.40 50.90 48.90 49.40
14 43.40 43.90 43.50 43.60
15 42.70 40.60 42.60 41.97
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v HAN15IAAIAIULS (HRC) AnafAY
U Z J g Z J <
AN 1 AN 2 AT9Y 3 wU3 (HRO)
16 40.60 40.60 39.80 40.33
17 39.00 38.20 38.50 38.57
18 48.80 49.50 50.00 49.43
19 47.80 48.10 47.20 47.70
20 41.50 39.80 41.10 40.80

1NANTIAIUNTOUINALRALVDINITIAAIANULTIVDIT U ULV N T LaUD Y

'gﬂLL‘UUﬂiW\ILwiqLﬁaL‘U’%&J‘ULﬁaummmt,lfﬁwaq%mmlé’ Mt

80.00
60.00
@)
€ 4000
Vg
2 20.00
£
[cm
(o
&
0.00

nsmusasAtaMaudsrainisnaasnszualnlunisiteunasnisguain

1

2 3 4 5 6 7 8 9 10 11 12 13 14 15 16 17 18 19 20

FUIU

JUT 4.23 AAnuudsuuiernaannimnaeinsziallunisionuazn1sguain

9n3U 4.23 wansmansinaianuwdeusianiilelaneien (Weld metal) 10981a1u

PBNTZUIUNITNAFDUAIANULUUSIANEAE (Rockwell hardness test) Tunisnaasenseiall

Tums@ounaznszudlnlunisguainden azanusadunalaindununlaaiadsninuud

FUNUFWAARDT UMY 5 TA1AULDS W&y 60.50 HRC wavduiulidadeniny

wisusnanilelavedoutaefgafoduiiununeiay 17 da1auwdide 38.57 HRC Fawa

[d a a v v LY 1 @ a s
Wulvluiiamadeniuiunisnageuinmianuudauululasinnes
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2. msnaassliuanusilumsifuuuaidou (Travel speed)

Tun150157280UAIANULTVDIT U UNRIUNIT o TuN 1 TNRaR TR
fuANS 2 UNTAUL LT A183FN1TIRANANNLTIUDITUIULUUSEAEE (Rockwell

hardness test) lANaN15IAAIAMULTITUIIY kandlalumiss 4.7

AT 4.7 ﬂlﬁﬂ’l’mLL‘ﬁﬂLL‘U‘U%@@LQﬁﬁﬂUﬂ’]iﬂﬂﬁ@\‘iﬂ’J’]ﬂJL%ﬂuﬂqiLaULLu’JL%aﬂJ

P NaN13IAAIAIUTS (HRC) AaaEAIY
U z Z T <
ASIN 1 ASIN 2 ASIN 3 w9 (HRC)
21 41.20 43.20 43.90 a2.77
22 39.60 26.60 39.80 38.67
23 45.50 46.80 41.20 44.50
24 41.30 41.50 41.30 41.37
ns’mlu,amwhmmLﬁwaamsmmammmL%'a‘lun'maw,l,mﬁau
a4.5
a5

. a2.77

& 41.37

L

2 40 38.67

b

g

[cw

-E .

35
21 22 23 24
%‘LJNU

JUT 4.24 AAnUudsULIaanaaUestunuiauslunsiuLwIleusaiy

9N3U 4.24 uansmansinAanuwdeusianilelaneien (Weld metal) 10981a1u
v 1 < 3 <
ABNTZUIUNTIINAGDUAIAILLUUSOALEAE (Rockwell hardness test) Tunisnaassainuiil

TunsiukwaBen (Travel speed) wuinununlirAuulagiian fe Juaumneiay 23

=< a 1 13

FaflanAnuudeafenusnatelaneilou fie 44.5 HRC wazgdunuilaaimuwlsiasfign

A9 FUNUNLILLEY 22 TANRALAMULTVDITUIUAUS UL lanzdau Av 38.67 HRC @4

[ a a v v [ J I a 1
NaLUUIﬂIUVIﬂVI'NLﬂﬁl’]ﬂﬂﬂﬂﬂ?i%ﬂﬁ@U’Jﬂﬂ’]ﬂ’ﬁNLLSU\?LLUU‘LEJIﬂi'JﬂLﬂai



3. msnaasslsuanusalunistieualnion (Wire feeding speed)

79

A1RTIVADUAIAIIULTIVDITUNUNNUNS T a1 TUNTRaR I T8A Y

AMuts lunstdouaintdon Ar835n157AAIAMULTIUDIT U ULUUS 9ALIaa (Rockwell

hardness test) TANaN15IAAIAMULTITUIY wandlalunnse 4.8

a ' < < < P2
AN5199 4.8 ANAULAILUUSDALIAA LUNISNAADIAMULS2 TUN1STaUAALIBY

P NaN13IAAIAIULTS (HRC) ﬂ"]LQﬁIEJﬂ'J’]SJ
YUY Z Z Z <
ASIN 1 ASIN 2 ASIN 3 w9 (HRC)

25 56.10 57.20 57.70 57.00

26 51.80 50.90 51.70 51.47

27 39.10 38.40 38.80 38.77

28 38.25 38.10 38.10 38.15

nsﬂWLLamﬁqmmu,%waqmsmmaaammEﬂun'ﬁﬂauamﬁ}au
60.00 'y 51.47

Q 28.77 38.15

L 40.00

=

g 20.00

S

£ 000

25 26 27 28
Gﬁumu

JUT 4.25 Ananundauuusentiaduastiuiuiinimeaenisdouainien

lngan3y 4.25 uanman1sinAiaunlsusnailolaneiden (Weld metal) vos

FUIY PBNTZUIUNITNAABUAIPINLLUUSOALEE (Rockwell hardness test) Tuni1snaass

Anuslunistouaini@eon (Wire feeding speed) nuinguauilafininuudgeiian fe

FUNUNLIELAY 25 FalAanuuduadsnusatelansidou A 57.00 HRC hasduaunla

AuLdsesiian Ao Fuauvuieiay 28 danaisnnuudwesduanuivsnaielane

Wou Av 38.15 HRC Fanardululuianafersutunisneaauineianuudslulasinmnes
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4. nMINAapadaNwanALT«IUIU (Hard facing)

AIATIVADUAIANULDIVDITUINUAIUNITIDUNDNTIUIY 1 TU 2 TU WAz
3 Fu TUNI5NPRRTBUNDNRILTITUITY AIEATNINAAUTRAIANLLTIVDITUIULUUTDALIAS
(Rockwell hardness test) auan15InAIAMULTITUINY Taslun1TNAaauaETAAIAIILLD VD

2 & o S A ! P 2 a & P
FUNUYUIIUIU 3 ASS L‘W@‘Vﬂﬂ']LQ@EJﬂ’J']ﬂJLL%QUiﬂJ']ﬂJLU@IﬁW%LSU@N LLaﬂﬂNalﬁﬂumqi'N 4.9

R399 4.9 Gﬂi’Nﬂl’]ﬂ’NNLL%\‘iLL‘U‘U%@@L’JaaﬁLUﬂWﬁ/]ﬂaaﬂL%@NW@HQ’JLL%Q%UQWU

P NaN13IAAIAIUTS (HRC) AaABAIY
U Z 3 Z Z <
ASIN 1 AN 2 AN 3 w9 (HRC)
29 42.20 44.50 44.00 4357
30 62.1 61.8 62.2 62.03
31 61.80 62.10 62.00 61.97
ﬂi’W‘lLLﬁﬂ\i?i'lﬂ')’13.1LL%Q‘UENR?’IU’JH%UﬂﬂiL‘TJIauWEIﬂ
80
62.03 61.97
)]
g 0 4357
@ 40
EE
€ 20
-&
0
1 2 4 3 4y
5?U3U%ﬂﬂ’1§L‘ﬁ@MW@ﬂ

JUT 4.26 AANULIIHUUSEAIAATETUIUNNI VNI NNENRILTITUY

13 N3y 4.26 wansuamstadauuisuinaniolansiden (Weld metal) vostusu
FBNITUIUNITNAZOUAIAINULULSaALIAE (Rockwell hardness test) Tunisnaasadouneniy
wietuau (Hard facing) szannsadunaliimanisarauudsadovestunuiiiunsidey
2 uae 3 91 ldAadsrnuudilndidvetu fie 62.03 uag 61.97 HRC AUEU LT IR
FreTunufinIunsinA g 1 4 1ddn 43.57 HRC mudisu aldnadululufians

wertudunIsnaaauinaanuwdwuululasinnes
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4.4  NIANEINITENUTDNINNINTFIU ASTM G65

Tunszuaunsnaaeuifiofnwanuduniunisinuseannadeadvesiuely
sUkUUQAIA (Abrasive ware) lagn15l¥nszuIunITNAaey Abrasion test AHL1ATZIUNNT
NAABy ASTM G65 Ua9T utufenszurumadonfinuuuguainiau (TIG hot wire) 44lu
n1snAaensTEylitenmunn1nsgIu Specified Procedure A TagfiansainAUAIUNIY
Mnumineesdunudigaydoly luniamaassazyiinisdadunulifauin 15 x 40x5
Haduns [23] LLaz‘vamsﬁﬁumuﬁﬁﬂlﬂéﬁ"qﬁmﬁﬂﬁaEJLﬂéaaﬁqﬁwwﬁﬂﬁﬁmaaqmwﬂﬁw 4
fus visniAniduruluneasudussezian 10 Wil 20wt uag 30 wift Tnevds
nmAgeunnATsagynstaininfumuiionsanaeutmiinfiungly (Weight Loss) 1as
Funu uddwihnmstufinaadwiinfively

TnglunsvnaeunsAnysevestuNuLLIATEIL ASTM G65 aeinisifionasiadeu
MnTunuuudenfiidnvuzuundouiimanyauiian defasanandnuusresuuniey
Fr8M3M529FULUY Visual Inspection Tagasiitusuiiusuaimsfimesnszualnlunis
douuaznszualilunissuanidon wigldlumvaaeunsdnusefiomn 8 Tu wasdusud

v

MNSIIBUNDNRITUIIUINUIU 3 TU LagNaNISNAEaUTIl

4.4.1 AISNAGEBUNISANNSIVAITUINUUSUALUSIBY

AN5199 4.10 WANISNAABDUNNSANNTDVDIVUINUUSUAILUSLTDU

s vmimdmeass (9) Yuiniivnely (e)

Fu asvua | e dwhreunnass

W den | guan ® 10w | 20w | 30w | 10| 20 i | 30 undl

(A) oy

35 140 130 39.7850 39.7660 | 39.7420 39.6863 0.0190 0.0430 0.0987
36 120 130 38.8650 38.8600 | 38.8400 38.7968 0.0050 0.0250 0.0682
37 130 130 39.1850 39.1650 | 39.1490 39.1246 0.0200 0.0360 0.0604
38 150 130 35.9670 35.9530 | 35.9400 35.8901 0.0140 0.0270 0.0769
40 140 100 37.7240 37.7020 | 37.6980 37.6571 0.0220 0.0260 0.0669
41 140 110 38.3550 38.3455 | 38.3065 38.2054 0.0095 0.0485 0.1496
42 140 120 29.6050 29.5850 | 29.5430 29.4952 0.0200 0.0620 0.1098
43 140 140 38.5550 38.5420 | 38.4300 38.3000 0.0130 0.1250 0.2550
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ansndmunngluannisnaaaunisannsa ASTM G65

0.3
C)
- 02
=
Pye]
(o
4= 0.1
=
aé 0 = — = - [ | - = -
35 36 37 38 40 41 42 43
Fuau
B 10 wi | 20 w1l 30 Wil

JUN 4.27 dnsnimtinimgluannnisuaaeunsdnuse ASTM G65

9NV 4.27 MINAABUANLAUNNNTANNTONLIATFIU ASTM G65 YITUIY
douiitinsusuadulaifednuniladefunszuallunsdesturuuasnszualilunisgy
amdenduau nuddlevinisieudisuindnsimelu (Weight Loss) 9annnsnagey
Funumneai 43 daflfuuslunmsiden de nszuallunisidon 140 weswds nsvudln
Tumsguadnidon 140 wouuus u’flu%mmﬁLﬁﬂmﬁﬁﬂmaumﬁqm Tnedlovhnsvageudu
svezan 30 Wit Junuiimdnimely 0.2550 nfu Wosannsldnszudlwlumsiden
wagnszualnlunisguanidoniige Sedsmalilassaramalansinerveauundonsinng
vgenanudouiigiuey dwaliuuadeuvedunuiidanuudeiianas wasiie
Sasnsanusonnnduantmtndivneluvestuay luvasiisununness 37 Sl
wslumsiden de nszualnlunisiden 130 uonudd nszualwlunmssuainiden 130
wonNLUS Lﬂu%yumuﬁLﬁmmsﬁﬂmaﬁaaﬁqm Tnawfievinismageuduszasiaan 30 wad
Fusmihmindimelu 0.2550 n3a Tneidesnidlefiasananiasadamdansineuaz
Aenuudawesturlunsvaasnountih nuiueuiiddudsd Wutuenuiiilasedas
lugduuuinulase (Dendritic structure) dnwaigvaunIULULWIAY (Equiaxial grains) wazdl
ma3esinnsuiiveuluzuuuInTuLY (Columnar grains) dslassadreiivinliflansdidna

wlafigauazimnuausalunisiuniunisdnuselduinyu
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4.4.2 MSNAHDUNISANWTOVDITVUUBUNDA

Tun1snaaeun1s@nnsonIuNInTgIU ASTM G6 yastusudeuneniia 1 Tu
2 $u uay 3 Fu i tunulunegeumenionnismadeunsanvsevesdeenmae
wialuszeziian 10 undl 20 Wil wag 30 wdl T,mwé’qmswmaaunﬂﬂ%’ijﬁwmis‘ii’qﬁmﬁﬂ
Funuilonsrvaeuimindinnglu (Weight Loss) 7833uiu Inenanisnagounandlas

»159 4.11

ANS199 4.11 WANSNAADUNSANNIDVDITUINIULTDUNDN

Pl mitin huandaneaed (g) miinfimely (g)
U | LU |

ABUNAADY | A . . . .
U | nen 10U | 20 W | 30 W | 10 W | 20 W | 30 wn

(9)
32 | 149w | 327825 | 327500 | 32.7200 | 32.6350 | 0.0325 | 0.0625 | 0.1475

33 2 u 50.1250 50.1150 | 50.0950 | 50.0400 | 0.0100 0.0300 0.0850

34 3 U 56.6110 56.6000 | 56.5600 | 56.4559 0.0110 0.0510 0.1551

dns1uutnfivngluannnisnagaunisansanIsWaunwan

0.2

2 015

-o

=

Py
= 01

1=

kS ‘
ao§ 0.05

o, “ IR - 2
32 33 34
Fuau
| 10 Wi 20 w1 30 Wil

JUN 4.28 dnsnintinivngluannnisaaeumsdnvsedunuiounen
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23U 4.28 TumsvaaounsAnMsv0ITLNUIMINATIIL ASTM G65 18351
fifinsd enwonAat ueudusiuiu 1 4u 2 Fu uag 3 Fu NnIIMAdEUNLINT UL
yangiay 34 Fuduiuruiinndeumonintunudun 3 $u Wulueruidadasmin
fivngly (Weight Loss) gefian Tnenilevinnismeaeu 30 wiit dintiniimely fe 0.1551 nfy
demnidevhmaideunenitusuu 3 4u U%L’Jmﬁua’asllaﬂLLU’JL%@MLLEWI&M@’WGU@Q%HMH
wldsusvinanufeuiiindtunuegnenn dwalvidunuiidaruudsiianas Snvisai
LﬁwaﬁaamﬂL%amﬁﬁmm%amﬁmmLL@ﬂmqﬁULﬁa‘Lawgm TneTanuesmaideniithunld

1 <

Tuns@enneninduruduaindenniimanuuduasdanuunsgunnnitansguinduy

[ [ 1% s

aa@maﬂﬂmmiuawﬁ"w 1n3n $S400 AlAmilen (Ductile) snnndh Fududouuudoumen
$1u 3 Hu ienadusardmaliuudeuinnisag (Shrinkage) ag9guuss SuAnidy
mstounnsedlutunumiadanisuaniiuuandontunu dsliuneaunmahluussandld
nudeuneniatusu

Tunsvaaeud ueufiiunadoawen 1 $u udunuidsasmimdndmely
(Weight Loss) aaan Inewdlevhnisnaaesiuld 30 wiit dwiihdimely fe 0.1475 ndu
Tnsmaidounenia 1 dudunisdouweniiluiiigsuinnsldruiiedoudeniadudes
desrnmadeunen 1 fuldalumadendiliviu dssvdndunulunsldandewdie
thudeument ey waganmsadiuaianuudmestiunuld uinndouneniia 1 duay
dwmaliinruvmvesuidommenfiiatudiliifieswesiarnudnmsediAniy

TusnisiReatuiunumneias 33 faduiunuiifiniadeunen 2 $u uiuaudd
msfumunsAnuseldinniian Wosmnuansnaeuisnsimindively (Weight Loss)
fitiouiign Ao 0.0850 n¥u iesarnlunszuaunsndesmendunszuiunsiviiliidelany
douAnnsuaouazaneweniafeuiiuintunuly devhnisdeunentusmududau 2 4y
wteliianumnvesdelangamnderinnifisame Riansunaguiuinveslavegiusioms
slevinsvasoutadaruudwedunulusuuuudg 4 Tumuiiinadesmenta 2 tu 34

ANANURINEaTIaR LardiAnsiunIunsanvsennian
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uni 5

AjUnan1IeuazUalauaug

51  d@3Unanisiag

AsANE3TeE I unsAnwIdua’di afunsruiunisd eudeuiiniludesdae
ﬂszmumsl,%auﬁﬂLLUUQuam%’au (Hot wire TIG) 1t 9¥1n15AnwnansenuilLAng uiy
Tassadrslansine sialaseadramisumaia (Macrostructure) LarlATIas19aN199anA
(Microstructure) saulufisaaiany@igena (Mechanical properties) Poauund on 18N
NAABUANANULE AT UINULAZ N SNAFOUSASINTANNTOVBITUNY LiemATNS T
frnumnzauuninshluussgndldnudendeniindudesiivhainagmanndiasueusi

Y

n3A 55400 tnganmsfinu3feanunsaagunanisfinule fedl

5.1.1 n1sAne1lASIEs1aneaunn1a (Macro structure)

Tun1sAnulASIds 197 19UMN1A (Macro structure) Va9wlbY 83 Ll BLAY
AszualWlun1s@au (Arc current) H1NTU ALAIHATAVUIAAIUAINLAZ T AUENVDILU?

Wanvaskuednwilduiiudy Huluisdmalinnuseuinidnguuu (Heat input) way

a =

\AnN15139979 (Dilution) AunTuRIY LHeNAMMSTUNSRULLLT oL (Travel speed)

'
a

VALY UL AINA LAVUIAVD I UALTBULANUNINLAEANUANANDY AL AINALAAINNTOUNLYN

dPunuLardnsIdonwetwldonanas Welinauisunistouainiion (Wire feeding

Y
@

speed) AwaIHAlALLIIDULSAWULANAINUAZANNENNNINTY uRlUuvuIRBINUALE

ANufeunNingtunuLazNIslIeNanteuad

512 msfnwlaseaieniegania (Micro structure)

Tun1sfnuilasaasamiegania (Micro structure) bavinn1snsI9deu
Tasvadns Teanusautseantdidu 4 vinm Tdud 1. vinudelansideu (Weld metal
zone) 2. ‘U%nmmwaauazmmaammLé’ﬁlamﬁ’ui’a@amgm (Fusion zone) 3. U3t
n3EMUFeU (Heat affected zone : HAZ) uay 4. vinautanlanyguililuniaidon (Base

metal zone)
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1. Usrauilalanzau (Weld metal zone)

¥
aa v

Tassasramlangineriuinadiidnuaslassaiiauy Dendritic Tdnwase
YBANFULUUINAL (Equiaxial erains) Taeiusnanielavsiden fdnvaznsSeiunsui
voulusULUINTULYS (Columnar grains) Fvdnuaizesnisiewihlasadsludnuueiidu
nMsi3psvasianlany nosunidaasediidiunaunaisesduszney (Multicomponent
copper alloy) Tassadsludnuazdligauautiluduauudsigs demanusalunis

ANUNIUNTANNTDLAR

2. Ushaunmaesazalgvasalnliauiuiaglansg1u (Fusion zone)

Taseas1amslanganenusnudiduusnuniniseusetuvsailelany
Wouuarlanegu lneiiunuinaieglnatuiduvasuazatsvesminounuianlanegu
(Fusion line) 1aseasramnalanginenaziinisiasuniadluillnan1suansenun1aninusaud

LARTUININATZUIUNISLTOU

3. USuiiufinsznudau (Heat affected zone : HAZ)

Tassasramalansinenusnaiduusnalndtuusnuasuazaisveiain
v 91 (Fusion zone) agii anwuzlassasiadunuuuisinulevinidnazidun (Needle-
Martensite) 1#18397n1A5UAINFBUAINNTZUIUNSTONEY waziladnasnasiilaseasnudu

a o

wuuaaamulugd (Austenite) ABIANHMULYDUNTUTIANLAZALLDYANINTY LHBINtATUAIY

[
= 1

Sounaznsfiusnvedlangluusinaiilsdsmalinsulivuiniiazden

4. vsudaglavegiunldlunisivey (Base metal zone)

Tassadmndangineniivinnidulasahaneslsd (Ferrite) wasiiisala
(Perlite) ilosaniiusinnlaveguilfifutanminndinisuausii insa 55400 Hedunaumg
wilifuansususyfiuszana 0.13% 713 0.18% deiianfusuiiasndn 0.8% Fegndnegly
Ussamimdnndnansueusssalalugfinnesd (Hypo-Eutectoid) Tnsudiaidifuuiion
fliléFunansgnuanenufeulunsdeniunu dduidifinaudsuamedassad

Malavganenluusnud



87

5.1.3 msAneautfniena (Mechanical properties)

lunsAnwant@niena (Mechanical properties) lovinnsinAianuudses
Furusnsinainnuuduuulilasinnes (Micro Vickers hardness test) wagn 13 3ae
AuLdswuuSoaaa (Rockwell hardness test) 31nN15ANYINUIIMINAANTUIAILYS
nszualilunsgummdoniiunndneiu avnuimsiasundasnszualalunisguadalals
aiamaﬁiammmLLSﬁwaq%umuasmﬁﬁfaﬁwﬁzy AsTidmasionnuudwestunufonsylnly
nsdeuduauiiuansety mnnssualiflunsideudintuardwaldaanuudwostuem
anas minauSlumaiuuudonfisnnasdsnalidolave dounsdienuudsiiaetu us
mnauslunsiusuad susavdealiid elansid oufidanuud sianas windiy
anudlunsteuaniden wwdwaliamnuudwessnaudolavedoniafianas waznis

WeunenwanRaTuu 2 4 aliiinnuuluaieginan

5.1.4  N1SANYINISNAFBUNITINUNIUNNTENUTONINNINTFIU ASTM G65

NNTNAADUMIHIUNLNITANTT0Y8 9T U T BuAILLNATEIU ASTM G65
wuinunuiidnadendonseuallunisiden 140 wouuus nszualrlunisguainidey
140 wouuls Wudusuiiiansdnusoninitan uasfinsnasouiunuiinindeudae
nszualilunisden 130 wonudd nszualiluniseuaadon 130 ueuuy$ uTusuiiaa
msanusetiosiign

Tunsnageumsfnusovesduauilideumeniafunu n1sidounen 2 du
Buunuiifimsiununisdnmseldunniian Wewinuansvaaoudshsmiintndmeld
(Weight Loss) #itfosfian iiesanlunszuiunaifeumendunszuaunisiiviliidolany
dewdansvaeuagaeneniadouiuintunly Weviniadoumenfunududwau 2 4
wtwliinnumnveaialangamaiesnnidfissne Bamsdnaguituinveslavegiusioms
dlovihnmageuinsauudswestusmiluziuuusi 4 Sunuiiinsdeswenia 2 4u T

ANAUKINEaTIaR LardlAnsiunIunsdnvsennian
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5.1.5 msaguAmiiwasiuansaulunisiven

TAga1INNNSALTUNTNABBINITHY BULB UL AN UD BYAILNTLUIUNITHYBUAN
wuuguadIndau (Hot wire TIG) Meldvadninulazveuinniside awnsaaguAmisiiinesi

fanumgauninisiiluuszendldlunmsigeuneniiuanuiiedaeenislidnuls fsil

M15799 5.1 nsaguAwIsdmasimunzaulunsweuwen

' a ¢ = = o = Y
AMIdimasnldlunisieunan AnANYAI YL TaNTlA
faLkUs A1 AMANEALY A1
§ YUINAINNTNVDILUY
nazualwlunisiweu (A) 140 . 8.77
Lad (mm)
nszualnlunisguain YUINAUANTDILU?
. 120 ) 3.27
ey (A) L@y (mm)
AIEIluN AU ANNTBUMLINGT WY
. 70 1593.78
Wad (mm/min) (J/mm)
yuaaAtunNse HNTNIDINVDILUY
15 . 57.19
(GNGR)) L2 (%)
Anusalunstouadn ANULT LRI
. 1 y 731.60
B (m/min) e (HV)
NSLRUNDN () 2 U gM31N138NNI9 (9) 0.0850

1nM518# 5.1 saguarnfimeslunisideuwenifiotdunuimislunisuily
Uszgnilfidenilndudos Janmanndnansuaus tngm SS400 wiednengnisldanuvestuia
Tneradnsdnvaruazauantivesuuidenazivunnaunnaasanudnvesuuiien fio
8.77 uae 3.27 muddu faudouiiiigiunuuszina 1594 J/mm femanuudaaioves
We 731.60 HY (Uszanal 61 HRO) uazdnsmsdnuse 0.0850 g

TnoAmsdwesimnzandimlddy ogmeldteditalunsvaassdeudlédng
Sunlsluaudseiivindu mnfinsdeuulaiadosing ‘ yonmileansudded awnse

[y

ldnansnaasstaznisAneiteidusuinislunisidentadeiwunzauls
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5.2  UaldudLu

Tunsihenuideiifuiissduniawenisinyinsdeudeuindudsaiiednenenis

Tty Inedefniunsatotauswuziiudiivonisin ludssaaiau1nuddelusuiand

UATLDUN HIU

521

522

523

mﬁm"wLﬁuﬂﬁmaawﬁ'aunﬂﬂ%’jﬂ AsResinIsyauareraR uRaT uY
fdmmuTusardudeunewrnsdenane ievandedsl@anusn
dlunawegfuuinaiielensifon Faerasfudumgliiindeunndosly
Fuauld
yufnyideigatiussdulunandmaivesifarumzaludon
douiindudos Yan 5400 ity ldldddsdetiadodu 4 Tun1siily
Uszgndldaiile@enten 1wy fuyulunisiden szoznalumsidon s
Tuowansemisiniseilafatiadedu 4 Weldlunisussneunmsindulalu
N5 lUURUAS
asfin1sfnenisldanuns ead euildlunisuaasdidanudiuiguas
AULAENBY suludsasinisfnwauiseiufudolimdlalundnnis

aukazsURUUNYUYeIATRIYRNINNTY
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NANSIA F358R Uay gHTnd wissnyssen. (1U.Y)). lassnsAineidenanaseliainnisuin
e, unninedeineasaans aniduduaiuasiaundanan1anisnensuag
QMAVINT TN AT AN UALENTIIN TS ELARAANT .

A Wswane, 2558, nsEUIUMISIReameniaud wisaumsluddmiugunsalanfiunsinuns
Tag nsvvrumsdenufaeendlausziwfidulasnsruiumadensiarivamuuiaUnaa,
wInedemalulaggsuns

lwyad mapud. 2552, Msfnudnsnarufeulunudoniiiinadenisvasudnaunireany
ganazuinansznuieuvssundenmdnndliadulanszuiunisideuda. a1en
AINTIUYAAIMANT. ANEIMINTIUAENT. UM INe1FENAlLlAE TIVARNTUNNLYA
ams.

330 deula, a3t vasinvzdnd way gau auluen. (2550) MIRnwiLayTauIIEnsieifing
sen1slnssevesuIuUsrgimeusauaInndeuiind. nguivimaluladnisdanis
RRANVNTTH ANLIMNTINAIANT UNINGITEYTNN.

45081 Auun, 2553 M3dnwilasiadianieganiatazauntsused1vesiug eunen,
UINYIRYAVAUATUNS

ans anaAnd, 2554. waAnssunisdnnseuuutadvesiiad eunenudsuumdn Aisl 1020.
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13799 .1 nlassassuailunismeasanssualnlunisidentaznisguain

ANWAUTHUITDY

) faudslunsiden
Fuau > : »
nszualvieu (A) | nszudlWduatneu (A)
1 100
2 110
3 120 120
q 130
5 140
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22 80
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A1599 N.3 MNlAsIEs1TuulunIsneassanuslunsdouaindiou

E anusatouain . 4
Fusu . ANYMZLUIL TN
(Lun3/u)
25 0.5
26 1
27 1.5
28 2
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A1 N.4 NMMNIATIFS1TUNUIUNITNAAD AT UNDNRILTITUITY

JUY | NSLYBUNDN LUYDU ANWUTHUIYDIN
29 1 9u
30 2 U
31 3 U
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A9 0.1 MsdaAanukdasuululasinines (HY) Tunisneassusunsewal

101

a &4 a 1 a &
UILIULUDLYDU U3IUNISNUIDIU usnmmaiamg'm
%uﬁu

-3.00 -2.50 -2.00 -1.50 -1.00 -0.50 0.00 0.50 1.00 1.50 2.00 2.50 3.00 3.50 4.00 4.50 5.00

1 636.10 640.00 621.00 635.20 620.00 180.00 198.00 170.00 140.00 149.00 179.00 146.80 135.90 150.22 157.90 140.00 145.90
2 696.50 680.00 695.00 672.00 694.65 185.50 183.00 149.00 159.00 183.27 185.10 142.80 140.61 123.20 139.30 141.35 160.00
3 850.50 830.00 852.00 840.00 790.00 134.50 125.00 135.70 140.00 132.27 150.00 136.10 13391 120.54 132.60 134.65 148.23
4 734.90 740.00 720.00 759.00 720.00 149.40 180.00 168.00 189.00 147.17 142.60 133.30 130.00 127.32 129.80 140.50 140.80
5] 880.00 840.00 872.00 850.00 855.00 143.40 163.00 190.00 170.00 141.17 144.58 132.30 130.11 125.00 128.80 130.85 129.62
6 624.10 600.00 620.35 621.85 602.55 141.20 130.65 142.65 139.66 138.97 129.00 140.40 138.21 139.23 136.90 138.95 137.72
7 612.60 630.22 598.21 610.35 600.89 175.90 178.32 180.45 174.36 170.65 180.55 151.20 149.01 150.03 147.70 149.75 148.52
8 686.00 650.42 630.55 683.75 650.95 134.90 130.55 139.85 130.32 132.67 135.78 129.50 127.31 128.33 126.00 128.05 126.82
9 580.20 570.32 550.48 577.95 550.65 140.80 146.23 13532 140.55 138.57 128.60 129.70 127.51 128.53 126.20 128.25 127.02
10 575.90 553.14 570.48 573.65 546.65 143.10 139.32 140.85 130.98 140.87 145.65 131.90 129.711 130.73 128.40 130.45 129.22
11 506.70 500.55 510.32 504.45 480.45 165.50 155.48 166.70 170.55 163.27 165.50 148.30 146.11 147.13 144.80 146.85 145.62
12 472.30 480.65 501.55 470.05 510.45 147.20 140.55 150.85 142.32 144.97 135.98 140.00 137.81 138.83 136.50 138.55 137.32
13 709.50 698.50 710.65 700.55 650.65 141.00 160.85 142.20 139.46 130.23 148.12 144.40 142.21 143.23 145.88 142.95 141.72
14 590.45 550.14 570.48 550.85 560.12 155.10 152.60 156.30 153.56 152.87 142.90 132.60 130.41 131.43 129.10 131.15 129.92
15 481.00 450.65 450.65 478.75 479.15 136.00 133.50 137.20 134.46 133.77 123.80 131.70 129.51 130.53 128.20 130.25 129.02
16 482.70 480.70 460.85 485.50 480.85 149.70 147.20 150.90 148.16 147.47 140.58 149.40 147.21 148.23 145.90 147.95 146.72
17 451.60 440.32 470.45 430.54 449.75 147.00 144.50 155.22 145.46 144.77 134.80 138.30 136.11 137.13 134.80 136.85 135.62
18 613.50 600.85 625.25 600.75 585.85 151.70 149.20 152.90 150.16 140.55 130.54 127.60 125.41 126.43 124.10 126.15 124.92
19 543.10 498.65 500.88 540.85 530.00 143.80 141.30 145.00 142.26 141.57 131.60 128.90 126.71 127.73 125.40 127.45 126.22
20 503.80 480.78 502.55 501.55 490.56 138.40 135.90 148.78 136.86 136.17 135.65 137.40 135.21 136.23 133.90 135.95 134.72




A1919 2.2 MsinAanukdanuulilasinnes (HY) Tunisveasalsunisiiusuidou
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Y ¥
RV RIRIGH] ushmnsEnuiou usauilalanzgiu
Funu
300 | -250 | 200 | -150 | -1.00 | -0.50 | 0.00 | 050 | 100 | 1.50 | 200 | 250 | 300 | 350 | 400 | 450 | 5.00
21 476.6 455.68 465.85 450.22 475.15 1338 130.55 135.48 133.65 130.85 138.65 128.9 125.25 135.65 130.88 129.21 130.9
22 473.7 468.22 450.65 479.48 478.21 140 14584 138.98 140.88 149.65 138.48 132.1 130.66 135 138.6 1295 132.5
23 595.3 550.56 580.48 555.74 590.96 149.7 145.02 148.55 145.98 148.88 137.55 146.9 145.89 150.2 139.4 1485 148.6
24 580.4 600.2 590.23 560.45 585.68 1455 150.68 145.65 147.14 158.65 150 147.6 145.11 148.6 1395 1459 145.5
A1519 9.3 MsinAAnuudawuulalasinines (HV) lunsnmasalSuanaustouain
P = Y e
Ushailaiton UstamnsEnuTou Uinauilelanzgu
Funu
300 | -250 | 200 | -150 | -1.00 | -0.50 | 000 | 050 | 1.00 | 150 | 200 | 250 | 300 | 350 | 400 | 450 | 5.00
25 800.10 790.50 805.50 775.65 790.55 140.20 150.98 148.32 145.33 135.65 129.90 125.65 122.85 130.65 129.56 125.88 129.65
26 639.40 620.55 648.56 640.15 625.56 146.10 140.56 148.66 145.65 140.36 128.80 128.65 135.66 125.22 128.65 120.65 128.25
27 528.50 530.65 520.66 535.35 520.12 132.00 130.56 135.88 134.87 130.48 126.50 120.55 125.98 125.98 129.55 135.06 125.02
28 463.30 458.48 465.15 469.65 466.55 136.90 130.55 129.65 128.55 135.98 127.40 125.85 120.56 126.80 130.02 130.66 12578




A1919 2.4 MsInAANuLTaLUUSanad (Rockwell hardness test)

> Rockwell hardness test
FUNU -

#1 #2 #3 LRAY
1 49.10 44.30 48.30 47.23
2 47.70 48.70 49.00 48.47
3 59.90 60.10 60.30 60.10
4 57.80 59.00 55.30 57.37
5 61.30 58.60 59.70 59.87
6 47.40 48.50 47.20 47.70
7 47.30 45.30 42.50 45.03
8 48.50 50.20 50.20 49.63
9 46.60 45.80 48.10 46.83
10 48.90 48.40 49.90 49.07
11 41.70 42.40 42.80 42.30
12 38.40 39.80 38.40 38.87
13 48.40 50.90 48.90 49.40
14 43.40 43.90 43.50 43.60
15 42.70 40.60 42.60 41.97
16 40.60 40.60 39.80 40.33
17 39.50 39.40 38.50 39.13
18 48.80 49.50 50.00 49.43
19 47.80 48.10 47.20 47.70
20 41.50 39.80 41.10 40.80
21 41.20 43.20 43.90 a2.77
22 39.60 36.60 39.80 38.67
23 45.50 46.80 41.20 44.50
24 41.30 41.50 41.30 41.37
25 56.10 57.20 57.70 57.00
26 51.80 50.90 51.70 51.47
27 39.10 38.40 38.80 38.77
28 44.40 45.00 41.80 43.73
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ABSTRACT

TIG hot-wire welding is a gas-shielded tungsten
welding process that has a unique advantage over
conventional TIG welding in that the welding filler wire
is pre-heated to nearly melting point. This results in less
heat input to the workpiece than is conventional.
because of less heat input entering the workpiece, there
is less dilution of the weld metal and base metal. This
allows the properties of the weld to not deviate from the
requirements. Therefore, research is required to
determine the appropriate hot-wire TIG welding
parameters. Because improper welding will influence
the mechanical properties of the material. The objective
of this research was to study the parameters which
influence the mechanical properties and microstructure
of carbon steel grade SS400 using MG316 LSI filler
wire for welding by varying the arc current and hot-wire
current. For the Vickers hardness test, it was found that
welds using 110 A welding current parameters and 70A
heating current gave the highest hardness values of 402
HV. The macrostructure of the weld reveals that the
increased arc current affects the size and width of the
weld bead. The higher the welding current Welds are
wide and flat. And finally, in the microstructure test of
the weld, it was found that the structure of the weld was
needle-like. Which is similar to the Widmanstitten
patterns structure.

Keywords: Hot-wire TIG , Microstructure, Mechanical
properties, Filler material, Carbon steel

1. INTRODUCTION

The welding technique is now being explored in
numerous industries. Technology is developing rapidly.
The TIG welding procedure is a helpful welding method,
Because this type of welding allows to create clean and
beautiful welds due to gas cover. and easy to control welds.

However, The hot-wire TIG welding process is
superior at reducing the amount of heat input to the
workpiece. due to before the filler wire becomes fed into
the arc, the filler wire is pre-heated nearly to its melting
point. (Lashchenko GI., 2012) Because of this, the heat
input that enters the workpiece is lower than normal
TIG. With less heat input entering the workpiece, there

is less dilution of the weld and base metal. This allows
the properties of the weld to not deviate from the
requirements. The hot-wire TIG is appropriate for
applications that require for workpieces with a high
level of hardness and durability. For example,
workpieces that are required to have a long service life,
such as metal molds, or sugar cane shredders in the
industry have to be subjected to constant impacts, This
results in rapid wear. Nonetheless, if the welding
process uses a welding arc current that is too strong, it
will result in a high dilution rate of the weld metal and
base metal, resulting in the required mechanical
qualities disappearance. Hence, to achieve the most
effective and appropriate welding results, it is necessary
to study the suitable TIG hot-wire welding parameters.

F. Cao, S. Chen and C. Du. (2018) said the hot-wire
TIG welding has improved in weld bead shape and
increase the welding speed. Due to the low chilling
effect of the welding wire on the welding arc, the hot-
wire welding efficiency with a wire temperature of 220
°C was increased by more than 100%.

Vergara, Victor & Gonzalez, Erick & Flores,
Cristian. (2016). Study the implementation and study of
the TIG Hot-Wire welding process. They found that
when compared to the TIG Cold-Wire welding process,
The research showed that compared Hot-wire TIG
welding to cold-wire TIG welding process, The hot-wire
TIG welding can produce more satisfying welds and has
a lower dilution rate.

Tanya Na, et al. (2021). Study of Mechanical and
Metallurgical Properties of Cold and Hot Reciprocating
Wire TIG Welding on AISI 1035 Carbon Steel. They
studied different types of TIG welding: cold wire, hot
wire, cold wire reciprocating, and hot wire
reciprocating. After researching the macrostructure and
microstructure, it was discovered that hot wire
reciprocating produced the greatest results in terms of
the joint's tensile properties and hardness.

The objective of this research was to study the
parameters which influence the mechanical properties
and microstructure of carbon steel grade SS400 using
MG316 LSI filler wire for welding by varying the arc
current and hot-wire current.
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2. EXPERIMENT
2.1 Experiment apparatus

The base metals materials used in this research are
SS400 carbon steel plate with dimension of 100x200x5
mm. (Figure 1)

Figure 1. Base metal workpiece for experiment
SS400 carbon steel.

The material used for the experiment is welded with
solid wire filler material Stainless grade MG 316LSI
with diameter of 0.8 mm. (Figure 2) and Metal
composition were featured in Table 1.

Table 1. Metal composition of filler material
Element C Cr Ni Mo | Mn
0.02 | 189 | 11.8 22 2.1

Si P S N Cu
0.81 | 0.02 | 0.0l | 0.05 | 0.23

%Composition
of MG 316LSI

Figure 2. filler material Staess-Alloy .grade MG
316LSI

2.2 Technique
2.2.1 Experiment Design

For the experiment of TIG hot wire welding, Bead
on Plate (BOP) welding was used in the experimental
method. (Figure 3.)

200mm

100 mm

‘Weld Bead

Figure 3. Schematic drawing of the Bead on Plate
(BOP) welds

The parameters are welding current, voltage, hot
wire current, travel speed, tip angle, wire feeding speed
and gas flow rate as shown in Table 2.

Table 2. Parameters of the experiment.

‘Welding Parameters Value
Welding current (A.) 110, 120, 130, 140
Welding Voltage 10.1,14.1, 14 .4, 14.6
Hot wire current (A.) 70, 80, 90, 100
Travel speed (mm/min) 85
Tip angle (degree) 20
wire feeding speed (mm/min) 1.3
Gas flow rate (L/min) 15

The parameter that varies is the welding current.
The current used in welding will have all 4 levels, Which
are 110,120,130, and 140 A. and the hot wire current
varies by 4 levels 70, 80, 90, and 100 A.

The welding voltage is adjusted by the welding
machine in accordance with the welding current used.
Fixed parameters are travel speed which is 85 mm/min,
Tip angle is 20 degrees, wire feeding speed is 1.3
mm/min and gas flow rate (Argon) is 15 L/min. The
example of a welding workpiece is shown in Figure 4.

Figure 4. Welded Sample

2.2.2. Experiment procedure

In the experiment to investigate the TIG hot wire
welding parameters, a total of 16 welds were produced
after welding the workpiece in accordance with all
parameters, as shown in Table 3.

Table 3. Parameters of the experiment procedure.
Arc current Wire feeding Hot wire
(A) speed (mm/min) current (A)

70
80
90
100
70

80
90
100
70

80

90
100

110 1.3

120 ds¥

130 1.3

70
80
90

140 1.3

100
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After welding the workpiece according to all
parameters, The next step is to cut the workpiece with a
EDM wire-cut machine. and bring the workpiece to
Metallographic hot mounting (Figure 5) And then take the
workpiece to surface preparation by polish all 8 sandpaper
which is no. 80, 100, 320, 400, 600, 800, 1000, 1200 and
polish with 0.3 pm alumina powder. Etching the specimen
with Carpentor acid (85 g Ferric chloride + 24 g Cupric
chloride + 122 ml Ethanol + 122 ml Hydrochloride acid +
6ml Nitric acid). (E. Soonsun, 2019)

Figure 5. Metallographic hot mounting Sample

After workpiece preparation. The next step is to
take the workpiece for analysis of Macrostructure and
Microstructure By using a Fluorescence Microscope and
measuring the hardness with a Vickers hardness test.

3. ANALYSIS
3.1 Hardness Test

This experiment is looking for a parameter that
produces a high hardness of weld bead due to the results of
a hardness test that can be used to investigate a material's
properties including wear resistance (W. Somnuk, 2006).
Thus, The arc current and hot wire current with the highest
hardness are chosen using the welding current that provides
the greatest hardness. Vickers hardnesstest of the
workpiece revealed that the hardest value was 402 HV,
which was welded using 110 A of welding current and 70
A of heating current. as shown in Table 4.

Table 4. hardness test results

Arc current Hot wire Hardness Vickers
(A) current (A) (HV)
70 402
80 363
$10 90 354
100 345
70 395
80 359
. 90 345
100 326
70 396
80 392
130 90 382
100 376
70 393
80 382
10 90 386
100 375

A hot wire current of 70A results to a hardness
of 395 HV at a welding current of 120A. The hardness
value is 396 HV when the welding current is 130 A and
the hot wire current is 70 A, and 393 HV when the
welding current is 140 A and the hot wire current is 70 A.

It can be observed that if the welding currents are
the same, The hot wire current affects the hardness of the
weld. If there is an increase in the hot wire current. the
hardness will decrease because of the increased heat, the
grain of the wire rod material is enlarged and the hardness
of the workpiece decreases.

3.2 Macrostructure

For the Investigate macrostructure of the
experiment, It was found that the size and shape of the
weld are directly influenced by the welding current. as
shown in Table 5.

Table 5. Weld shape at a varying arc current

Cross-sectional oy

Weld beads width
areas

When the welding current was increased, the
resulting weld was found to be larger when compared to
the picture of the macrostructure of the weld at the same
hot wire current at 70A. From the result, Welding
current of 110 A, the weld width is 6.64 mm and when
the current is increased to 120 A, the weld width is
increased to 7.31 mm. At the welding current of 130 and
140 A, the weld size will increase from the previous
welding current But this time, the welding current of 140
A has a weld width of 9.10 mm, which is less than 130
A with a width of 9.31 mm. This is probably a result of
inconsistent welding speed. Therefore, the weld width is
not constant throughout the line.
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The comparison of weld width at different
welding currents and hot wire currents
12.00
10.00
. £
g 500 f
£ 500
3 4.00
2 4
2.00
0.00
10 120 130 140
Arc current (A)
T 8 w90 ~ 100

Figure 6. The comparison of weld width at different
welding currents and hot wire currents

The increased welding current results in larger weld
bead from the melting of the wire. The heat input that
entering the workpiece is also greater (as shown in Table
6). When investigate by microscopic pictures to analyze
the penetration depth, the depth is larger.

Table 6. The result of calculating the heat input
Arc H.Ot Travel Heat
wire | Voltage

current | o ) speec! Input
(A) (A) (mm/min) | (kJ/mm)

70 10.1 85 7.84

110 80 10.1 85 7.84

90 10.1 85 7.84

100 10.1 85 7.84

70 14.1 85 11.94

80 14.1 85 11.94

129 90 14.1 85 11.94

100 14.1 85 11.94

70 14.4 85 13.21

130 80 14.4 85 13.21

90 14.4 85 13.21

100 14.4 85 13.21

70 14.6 85 14.43

80 14.6 85 14.43

€50 90 14.6 85 14.43

100 14.6 85 14.43

The following equation was used to calculate the
welding heat input:
_ UxIxn

v

HI

where HI represents the heat input in kJ/mm, U
represents the arc voltage in volts (V), I represents the
welding current in amperes (A), 1) represents the thermal
efficiency coefficient and v represents the welding speed
in mm/min. 1 of TIG is taken as 0.6 (Zhou, Chilou &
Dai, et al., 2022)

3.3 Microstructure

The microstructure of the welded specimen was
studied using a reflected light microscope at 50X
magnification to examine the metallurgical structure of
the specimen. It will be inspected at the weld area of the
test specimen as shown in Figure 7.

Base metal

Figure 7. Inspection area

Microstructure examination of this research. A
appropriate weld line will be selected, i.e. a weld bead
that is consistent, has an appropriate penetration rate,
Which is neither too little nor too much to penetrate. Due
to The penetration affects the dilution of the welding
material. This has a significantly impacted on the
material's mechanical properties. (N. Phuraya & I
Phung-On, 2008)

After analyzing the macrostructure, it was found
that the appropriate weld line was weld bead that use the
arc current at 110A with 70A hot wire current (Figure
8.) Welds formed by 120A arc current and hot wire
current is 70 A (Figure 9.). The weld bead that formed
by 130A air current and 70A Hot wire current. (Figure
10.) and the weld caused by a current of 140A and a hot
wire current of 90 A (Figure 11.).

Figure 8. Microstructure of welds at a welding current
of 110 A, and Hot wire current of 70 A.

Figure 9. Microstructure of welds at a welding current
of 120 A, and Hot wire current of 70 A.
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2
RS 2, s,
Figure 10. Microstructure of welds a
current of 130 A, and Hot wire current of 70 A.

CRSE DN
Figure 11. Microstructure of welds at a
welding current of 140 A, and hot wire current of 90 A.

The comparative study of the structure of the
workpiece revealed that the weld metal area, which is
located above the base metal. Most of the structure
looks like a sharp needle that protrudes perpendicular
to the metal's grain. This structure is similar to the
Widmanstitten patterns structure. It is the second
order phase and provides basket-weave-like
crystallization and structural direction. This resulting
structure creates residual stresses in the core area and
increases the hardness of the metal. (Poonnayom P. et
al., 2016)

4. CONCLUSIONS

1. The study of parameters affecting the
mechanical properties and microstructure of SS400
metal by hot-wire TIG welding process. The
experimenting with beats on a plate thickness of 5 mm.
The greatest hardness value, 402 HV, is produced
using a welding current of 110A and a heating current
of 70A.

2. For the experiments when the hot wire
currents are equal. The increase in welding current
directly affects the shape and size of the weld bead. If
the current is increased, The weld line is wider and
more flat.

3. Experiment when welding currents are
equal. Increasing the hot-wire current will affect the
shape and hardness of the weld. the hardness will
decrease because of the increased heat, the grain of the
wire rod material is enlarged and the hardness of the
workpiece decreases.
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