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Effect of heat dissipation on weld profile in carbon steel at

different thickness by Gas Metal Arc Welding (GMAW)

a a J a d1
ANHWIY UEIDUNT *

T o 1
Sittipong Sang-in *
1 a Na A a o ~ a o e Y. A A
maduna IuTagdanssumairey, Mmoaoma Tu Taggaamnssy, Urn1Ingdoma 1u Tagnszaounamssuasie 11N%o
ATUNNA 10800

IDepartment of Welding Engineering Teachnology, College of Industrial Tecahnology, King Mongkut’s University of Teachnology

North Bangkok, Bangsue, Bangkok 10800

*E-mail: sittipong.a@cit.kmutnb.ac.th

Received: 16/03/2017; Accepted: 28/09/2017

UNAALe
, M ,
ﬁﬂH1Wﬁ"Ui’Nﬂﬁﬂi51]1‘(’]‘1’”1’ﬂil%ji’)uﬁ’03“]JiN"’ll’fNLLH’JL"?ﬁJiJslu"]quTL!‘V]ﬂ’NlIW‘LlW]Nﬂu IﬂﬂWﬂWimW%Tﬂ
Y o = A A A2 yyve a a v o A
AIUNIN BATINITHABNAN ANTNYULUUINFDY LLﬁ$W‘Ll°Vl°1NVlﬂi“]Ji‘)‘V]ﬁ‘Wﬁiﬂﬂﬂﬁﬂi%iﬂ‘c’]ﬂ’ﬂlﬁﬂu NINILYOU
< s Aa a a 4 s I
!.Waﬂﬂi%}'lﬂ'lﬁﬂﬂuNWﬁiTu ASTM A36 NUANUNUT 3-9 UAALUAT ﬁ}'JfJﬂ'lﬁl."‘]ﬁffliJﬂ?ﬁﬂiaﬁgllﬂﬁﬂﬂﬂ@'ﬂ (Gas
. A a ¥ A 9 & a o 3 9
Metal Arc Welding: GMAW) LWE]@ﬂﬁﬂ1ﬂ!ﬂ’)13\lﬁﬂu°ﬂﬁﬂqﬁﬁu¢lu Tﬂmﬂ‘%ﬂumﬂuammaﬂaummmz
3 4 { o A a " a o w 2
ﬂ?11]£331uﬂ15l‘?591]17] 42.33-59.26 NU 4.23-6.35 mmmmmmﬁ ANy Nﬁﬂ1iﬂﬂﬁﬂﬂllﬁﬂﬂiﬁlﬁul1

] A Ao L e &g y A g L ]
5ﬂi?ﬂmﬂﬂLLu?L%ﬂNﬂﬁﬂnglmﬂﬁ"l\iﬂu mrﬂuwammﬂmwmaumﬂng%mm Llﬁgﬁﬂ"ﬁﬂigiﬂﬂﬂ'ﬂlﬁﬂuiu

U
k4 v

A A 9 oo 2 Aa "o y A g 2 o A ' Yo =
NUNHHUIAAUDIVUITUNUAINUHUIANNU IﬂfJﬂ'ﬂlli@u'ﬂLm?q‘ﬂuﬂ?uiuﬂﬁi?ﬂq@fNWﬁiﬁﬁﬁiWﬂ"ﬁWﬁ'ﬂNﬁﬂ
A A 5 A o~ v A v g 12 o Ao
HHATDN G ANVYULUUTDNUAT UAZHUAFDNUAIINNIN Glu"llﬂ!$1’]ﬂ'J']lliﬂum']@;fﬂfu@1u1uﬂ@]ﬁ']ﬂ§nﬁﬂWﬁ
Yo =< A o = A 2 A o Yo Y
leamwmiwaanamm’msamn HAZNANUYULUUNTDUG uﬁ)ﬂmﬂu%umuwmqmmawaslwnmmmn

: v :
*U@\HJSL'JEWI?Ihlgl}i“]J@‘V]‘ﬁWﬂiﬂﬂﬂﬁﬂi3i]1‘(’Jﬂ’ﬂll'%}®ull1f‘lf‘l’J1‘]51J\ﬂu°l7l‘Vi1Hﬂ'J1

-23-



The Journal of Applied Science Vol. 16 No. 2: 23-36 [2017]
NsATINeaanslseene doi: 10.14416/j.appsci.2017.09.002

1 v
man u: miﬂimmmm%'au, 31]31\1%@\11!14’31%@%, ANUHUITUITUANNY

Abstract

Study on the effect of heat dissipation on weld profile in workpiece at different thickness considering of
width, deep welding rate, swell of welded line, and affected area of heat dissipation. ASTM-A36 carbon steel
workpieces at 3-9 mm were joined via Gas Metal Arc Welding (GMAW) to examine heat input in the workpieces
by comparing wire feed speed and travel speed at 42.33-59.26 and 4.23-6.35 mm/sec, respectively. The results
showed that there were differences in weld profile due to heat input and heat dissipation in cross-sectional areas of
the various thickness workpieces. High welding heat rate gave high deep welding rate, low swell of welded line,
and wide welded line whereas low welding heat rate provided low deep welding rate, and high swell of welded

line. Besides, thinner workpiece conferred wider affected area of heat dissipation than the thicker one.

Keywords: heat dissipation, weld profile, workpiece of different thickness

a ua A Y o o

A Aa v oo & g A da v < = J o
ﬂ1§l‘]f'f]llIaWgﬁ?uﬂllﬂi]']llﬁu'l@]'mﬂuuu L‘]Juﬁ\?‘ﬂ'Jﬁ'JﬂﬁN‘}JQ‘U@]ﬂ'ﬁl‘lfﬂll@]ﬂ\?ﬂ']uﬁﬂﬁlﬂuﬁ'] 3l

U
]

A @ 1 a A ) Y (g v A1 o A 3 A A
FHDIINIFAAUAASFUA UATNITUININIDULASNITNISINYAIVBIAIINITDUNA NN lumsweuiluaan

H H . v v H ! v H
wamam”ln”lﬁ’mamzﬁ’mg%u%mm‘ﬂugﬂiwaa‘um‘u%u UASUANUHUINANNU ﬂm%ma%mm%u
A % 1 A a § o Qy o 1
mmﬂmmwmmqnu%mwam}wqmﬂ5im/mmm%’auﬁﬂﬁ:mamu%mm m“lﬁ’"lﬁ’mmmngﬂﬁwm
A J [ Y a saq Yo A a J A o
umwammmwﬂuaaﬂ"lﬂ malamsimesnlsihmsiyenmsilmesaeinu

Limmaneevichitr ~ (2005) 8173101511 05 ouveslavzuaz TavznanTagna laziian
Y : '
anuasalumsianudeuldauanaiaiy aaiuiieri lavzanrtanunianuuanaianu ludiuuea

A

' o Y} o a £ o 9 o Yy Y Y}
manwawnsolumsihanuieunsodulszanslumaihanuSeuunihmsdeudialenu anudouvzgn
' ' o £ Y < P o &g o a £ ° ]
e lantenasuazas v Idsaswanaiany Fuidlumauiandudszanslumsinnudou

d' A'l a 1 1 [ 9 d' Y ' d' d'
voalanzNyou uazazinaaemnasnuanudounly hlutenasuazarslumswey Tuvazi Kou (2003)

]
AAa

' s a ' a a A o g A A A a
WU'J']?J\Tﬂ?Jigﬂ@Uﬂll@ﬂ‘ﬁwaﬁ@ﬂ1i!ﬂﬁﬂullﬂﬁﬂ@ﬂ!ﬂ{]u1uﬂ1§!°ﬁﬂu amﬂuwaﬁmummﬂaw‘ﬁwmm

'
o ' A

] S a ¥ 4
ﬂ’.]UJi?J‘L!flﬂ’J'lllﬁ1ﬂﬂju@]®lLu’JL5]J'ﬂJJI,L’dxﬁJiL’JmﬂiZ%Uﬁﬂum@\‘llu’JL%ﬂN (heat affected zone: HAZ) Iﬂﬂﬁ

s { o o L Y Y . . wa £
fNﬂ’ﬂﬁZﬂ?J’U‘ﬁﬁ'lﬂﬂJu ‘lmm NAWNTIUANUIDU (energy mput) AINUNUI (thlckness) Lmzﬂmﬁnmmammmu

(thermal properties) #a31eazBeans 113 (Kou, 2003)

- 24 -



The Journal of Applied Science Vol. 16 No. 2: 23-36 [2017]
NsATINeaanslseene doi: 10.14416/j.appsci.2017.09.002

o v 3 A o o a Y 1 =® o o w a g A Aa 1
‘WEN\T1uﬂ’ﬂllif‘)u!,ﬂ‘Llﬁ\'ii‘ﬂﬂﬂg}lﬂﬂ“ﬂﬂgﬁﬂﬂﬂﬁWQﬂQLﬂuﬁ"IﬂULﬁﬂ Tﬂﬂﬂﬂﬁllﬁ?"lﬂ\“‘ﬁﬂﬂﬂﬂiﬂﬂﬁ?ﬂ?ﬂ
R A s o q ¥Ya A A v A

ﬂﬁ$!!ﬁle\IV\I']Wi%l“ﬁ@uﬂlu’]ﬂﬁ?ﬂl"]ﬁﬂﬂ uaxmiﬂTJJﬂllmimiﬂi]zm“lmﬂﬂmﬁnJafJuLnJmLﬂmﬂ"Uﬂimmmm
y L a X A o ¢ o 9 A = (& P A
JOUBIUNAVU °1ummzwmmamm ﬂWIaNmmwmauiumn%amzuaﬂmﬂimmmmmuwiﬂﬂimm

[l ' 4
wasaw aeldlumsiouaiu Taem lanngasae 1t
60XExI

(1)

1ilo H = Energy Input (Joules/mm.)
E = Voltage (Volt)
I = Current (Amp)
S = Speed (mm./min)
' % ¥ A Y ° I Y o a Y = o
amasuanusouim lavinmsmuan szdludoyalumsdadulouddyrunernuaiu Tae
waanHaveImslasuulainnudeusuiieananmsnasuulasaivesnszuea vl usandon i uay
2 A A3 A o A Yy A ' ) A A A A A
anuirlumsirou nalinerihmnn lduinsangiuninzaunuausounso b nsorenvisan
= 1 1A 9 a é‘ = 9 Y =
WSeuNeunaveInTLUIUNTAN 9 1NAUANNTounaTuNIMiedla naveInNuiouszvenling U
1y 3 o 4
aoumManivoImssuanudoutas MIBuG I WU AT
d' [ 4 1 4 = 1 @
msnlasuuilasveandinuanuieuazenl)szneuiudu 9 1wiNanoVUIALAZANYUZ VDU
4 = v o o 2 o A o a0 A X ° o
Fou IFUIRSINUSATINITUANLS oUarMIBUAY  MInnaInuaNuToula iYL 92 1RoaT AN
9 2w A 2 ] v & a ' A Yo 9 ~ ~ 2 ' 9
founarmsdud MU NUYRIFUNUTIAL auinusnuan 9 fldsuanufeululsnaiunniu dawald
A = n%‘ 1 < k) ,%‘
suaFoNNvATHYIULEZEI HAZ AN INTU
i 1 9 i 1
Tunsainmuualimna1uANNS oA UMIAY ATNUNNUFDUFUNUNTANUHUIZY HAZ N
2 A y 2 A ! Ao 2 o d ! y 2 A ¥ g
HAUNIFUNUNDN 1Az MIFONFUNUNHUINIILLOATIMTIUAIS N NOUFOUFUNUNDI NIl
. y 2 4 v a . . - g y 2 4
INIIZNMIFONFUNUNNUINI TN dawaliinmsoiemanudou 1dEnNmMsrouFuaIun
SThN
A A Yo 9 < ' 9 Y A A 1 1 9 1 a
Wennuyey Iasuanudeunazaramanudeu ldiaudunduni misremanudouilazing
Menilesnuautianiamennueslare Tasnnzeg1adamanmInmsUNIANToU (thermal diffusivity) 4
1 A [ aa 1 3 a a a :: ~ =l
unuaeat k Tanzhiian k g 15u nesuauazegiifion arumaninma a1 k a1 msilanzla q Ia1k g

' ) ' ¥ ¥ 3 o 2 9 Y ¥ y o
1’1ll'lflﬂ']13J']']Ta1’i$uuﬁ1u'lﬁﬂﬂ']ﬂlﬂﬂ']']llﬁﬂullﬂﬂﬂ']\iﬁﬁﬂﬁq ﬂQuuﬁ\iC°'l'f]Q1‘])'1/\]'(?1\1Qquﬂ'f]']llﬁaull']ﬂlﬁ@‘ﬂ']ﬂ'ﬁ

! v
A o

A 1 Y = A ISP ' g g v o k2
L¥DU LWSW%’Nﬂ’JHJi’EJMQQJJLﬁEJhl‘]hﬂﬂ M3 lanziial k R uaaen Janzuwduanihnnuiounaiues
Y o ' 9 v Y 1w o o A 2 A Aa o
fMmruanmasauanudeulimnudmsumsyen lave Falia k qmaﬂammm k a1
A = 3 @ 2 o ad ' Aa o =
ﬂimgwaﬁﬂ Ta‘l’i&"ﬂllﬂW k RARDEY HAZ ununNagoniIinIsEguaIngg Ind Tamwum k 1 3¢ HAZ ﬂ’ilN

' o <Y !
mmazammmﬂum%ﬁﬂm

-25-



The Journal of Applied Science Vol. 16 No. 2: 23-36 [2017]
NsATINeaanslseene doi: 10.14416/j.appsci.2017.09.002

9 Y o Yy A a A = a a 9 A
mﬂmq}wammumﬂlw@’mﬂmm’m’nuﬂﬂmzﬂﬂmwﬁwmmmiﬂizm&mmmuiuumwauuu
i)

v '
FUNUNATDUNUANUHUINNNU Lﬁ@ﬁ]$]lﬁ}ﬂ51ﬂﬁ@wq@]ﬂiill"llENﬂﬁﬂi5%18@]’3"116\1?]’JHJ%}E]‘LME]"UuWﬂL!aS

' A Ay g A Y3 9 A 9 a s | v o | '
31J51QGIJ?JQLLH'JL°]5E]1JVIVI,Q L‘Wﬂbl(’lﬂllu"ll?Jllflbluﬂ']iL'c’lf]ﬂi“lfW']i'liJL@]ﬂiGlUﬂ1iL%aﬂiﬂlﬂn'ﬁﬁﬂﬂﬂﬂ'ﬁl“ﬁﬂn@l@

U

2
FUIU

Y

J ag
aqqﬂnimuamﬁmmﬂam

o 4 o 4 o '
DONUUVUNITINAADI Iﬂﬂﬂ'ﬁﬁ]m@'ﬁﬂumgﬂﬁﬁﬂ m@uaz Q’]Jﬂiﬂ! ANDAIUNITNTIVIAUVUIN g‘ﬂimmz

= Y o A

9 H Y ' 1

ﬁu‘ﬂ HINAVDILUIIBDUY ﬁﬂ‘]&l'I']J5ll']mﬂ'Nll%}'i]u‘1/]!,"19111q%u@'luiuﬂinﬂ!uu'ﬁ%ﬂn%nWa@]ﬂiﬂﬁﬁﬁ%’lﬁn‘”ﬂ?ﬂ
3 v s A 1o o Aq 3| <3 v s =

VBDAUUANNAIAITUDUNAIMUHTUINNNU 'Jﬁﬂﬂi"lfiﬂﬂ?iﬂﬂﬂﬂﬂ Lﬂumannmmiuau ASTM A36 Iﬂfl U

FIUNFUNIAUAT AIA5190 1

M50 1. FIUNTUMBANVDIFUIY (ASTM A36/A36M-14 Standard Specification for Carbon Structural

Steel) (American Society of Mechanical Engineers, 2007)

Fe C P S Mn Cu

99%  0.26% 0.04% 0.05%  0.75% 0.2%

adaeu Ml lumsnaasailuaiaion 1nATg10 ANSI / AWS AS5.18 ER70S - G yunaiduriu

o a a a A g Ay Y A v Y a A [ A
AUINAN 1.2 Waaluag Tﬂﬂllﬁﬁ]uNﬁll‘ﬂTQLﬂMGﬁQLﬂuﬂTV]mlﬂﬂWﬂ‘UTHV]ﬂwaﬁﬁﬂﬂﬂfﬂll ANFIITNN 2

A3199 2. FIURNANNIUATVDIAIAFDY (Kobe Steel, LTD., 2007)

%C %Si %Mn %P %S %Cu %Al %Ti+Zr

0.04 0.73 1.64 0.010  0.010 0.23 0.01 0.22

4 A Vg £ A4 A o v ¢ s A A
Lﬂi’t‘NL‘If’t‘)llGl‘ml]ULﬂii‘J\‘lHﬁ‘JlWIﬂ’JTJﬂ11(5]’JLLﬂiﬂ’JEJHliJIﬂ‘iIWSL"BﬁLGﬁBS tazeuIFU9InToUToU

1AT041U1BN15A1 Lincoln 34 POWER WAVE F355i (Lincoln Electric, 2005) Taga1u130tdonms1iines a4

]
=

i . 3 .
awnsoden Tvualumsifon viiaveaiag stiavesmsnieToui Tane awaaslugld

-26 -



The Journal of Applied Science Vol. 16 No. 2: 23-36 [2017]
NsaFInenaaasdseenst doi: 10.14416/j.appsci.2017.09.002

POWER WAVE

1A30UFOY Lincoln 1 POWER WAVE F355i wyUNamINsIFoNFUNIU

a A A o A4 2
31]7] 1. IATDUBONUASLUYUNANINITIFTONFUITU

d' a A
NN 3. WﬁﬂJL@I’t’)i‘ﬂi“ﬁHﬂﬁﬂﬂﬁ@ﬁ

. v
sasuiatlouada s lumstiou e a5 nmnauiou
4 9 2
(Thad) (oul?) gy
-~ - = -~ - = (ATaganeliadung)
Hadwasdeiui Hadwasdeiui v
4233 423 23 118.5 0.643
42.33 6.35 23.7 102 0.381
46.56 423 232 128.2 0.703
46.56 6.35 227 134 0.479
50.80 423 24.1 136.7 0.778
50.80 6.35 23.9 130.6 0.492
55.03 423 23.5 152.5 0.847
55.03 6.35 24 144.5 0.546
59.26 423 242 154.1 0.881
59.26 6.35 243 152.8 0.585

Y
m’%fjwumumﬁnﬂéﬁﬂﬁuau ASTM A36 vU19AINYII 156 Anune 120 LlagANUHUT 9

Naamas Muvamue AU 2

- 27 -



The Journal of Applied Science Vol. 16 No. 2: 23-36 [2017]
NsATINeaanslseene doi: 10.14416/j.appsci.2017.09.002

120

156 S

' v
50 2. nmFunaaeu

Yy o 2 Aoy Yy w A A A a2 Ao Vo
vinihsununaa ldvinaududuaseslea (U7 3) oz ouduaunageunianumuaeny
) Y P a a a v & A a o A 2 A o

Tasduntiaauunalinu 3 Tadwas DA UNTIMUT 9 Haaas tazdaws suFuNUNAd NN
A 3 2 a a [ d'
would Iduuia n$19 50 917 156 wag nun 9 adwas aegUi 4

o £ o A a s2N Vo Y Y A o A A qw

v lilihmaseuaumsiimesnlatmua 13 dreszuvnauna Tduuandondsgii 5 e ld

. r T v 44 ;

aszuanazusaau Iihnldlumsaen lunlasunlasauszezers nnnlasuuilasla) iiesnuvunasy

s 3 A o 3 9 Y 1A o
AINITOANTEYLDITN ﬂ'JHlLﬁ"JGl“LJﬂWﬁL‘]fﬂll Llagﬂﬂ51!5'31]@1!%1'3@]1@@81%%ﬂﬁﬁiﬁllﬁgﬁunfmﬂ

' v
31 3. s laduamId Idamvnadivua

-28 -



The Journal of Applied Science Vol. 16 No. 2: 23-36 [2017]
NsaFInenaaasdseenst doi: 10.14416/j.appsci.2017.09.002

156

S0

WFS. 100, T e 10

d' a d' ) d‘
qi.‘l.l‘l'l 5. TUNUNHIUNTIHOY

0 & A A v 9 4 A &2 o~ =] A Y Y @
uﬁﬂi\ﬂu‘ﬂN1Uﬂ1§!%ﬂﬂ\lvlﬂﬁﬂﬂ’JEJ!ﬂﬁﬂQlﬁﬂEJﬂﬁ“]NiJuﬂfiﬁﬂ!ﬂu@]ﬁﬂﬂl’m1!,WE]Gl1'iﬂ’J11J§fJuGlUﬂ1iﬂﬂ

A o £ < ° L . 2 4 a a = @
ﬁ’ﬂﬂ'ﬂﬁﬂ Tasaavunagouusiuiu s %um%mmg%u 1%1&%%1@81’3 50 Llﬁ%ﬂ’ijN 25 UDAUATADYU AN

q

= ¥y o £ v 9 H 2 v w ~ = P
Eﬂ‘ﬂ 6 lla')uW%uQ”lullﬂsllﬂﬂ')ﬂﬂizﬂ“EJV]'inJUHLUTJﬂﬁinJuLﬂTENGUﬂ ﬂ\?ilhﬂ 7 IﬂﬂliﬂQLﬂﬂiﬂizﬂ’]H‘ﬂi’]ﬂﬂ’]ﬂ

L]
3

193 180, 320, 400, 600, 800 Lz 1000 a1y TuATEUIUMITATTLUVIFIBT LAY Jarsaaaal

auvdnmsasivaey Inssaamalanzine mmnni ldadroidnvaiaiitoni Polishing
Fasununsnaeniazeaiiovindeanisn uaziansa lavaefaiiveaduauasivaeudle

dunauvesEsazareilFlunmsaseaenInseadannin AWUINTFIU ASM handbook 2004 (Benscoter &

Bramfitt, 2004) U5znoudie
-n3aluaia (NHO,) iy s iadans

a J Aa aa
-ONaLANB DA ( C,H,OH ) 95 URAANT

-29 -



The Journal of Applied Science Vol. 16 No. 2: 23-36 [2017]
NsaFInenaaasdseenst doi: 10.14416/j.appsci.2017.09.002

(

o A A v oo A
NIIANHNHUINAUHIYON
o & Ay Y o A < v A o o P Ay
‘lﬂ‘]fuﬂ‘uﬂhlﬂwluﬂﬁﬂﬂﬂiﬂ Tlﬂnﬂ'iﬂmuiﬂiﬂﬁiﬁil‘ﬂﬂ”lﬂ (HMUAYDY) NINMUUAA UK UINADINIT
’S’QTJULLH’JLLN’JL%E]N@%’QETJ?I 8 ﬁg‘l’ﬂlﬂﬁﬁﬂﬁ’i’ﬂﬁﬂ ﬂ’JWiJﬂ’ilN"ll?Nllu’Jl%@lJ mmuumammx%w AN
= A v A v v ¢ Y o v = v v
ANVIILUANFDN AIIUNIN HAZ YBIUUUTON AYNADIFANITTAU LLAININITUUNDNINNIDNNUIA

k4

A A Y o A Y 12 =~
WuNHIAave WU NFONRI81151NTY AutoCAD fanaalugiln 9

Weld Width

—5

C : L Depth of Penetration
N i

?/— Weld Reinforcement
| =

<

d' o T 3 d’
UM 8. e lumsdavinanu ey

Width HAZ

-30 -



The Journal of Applied Science Vol. 16 No. 2: 23-36 [2017]
NsATINeaanslseene doi: 10.14416/j.appsci.2017.09.002

! o $ g
31 9. mydavinauuarendeTsunsy

wmm:ﬁmmﬂwammﬂam
b4 v |=§’
Nﬁﬂlﬂ\iﬂ%?ﬂﬂ!ﬂ31“59“!%19%“\11“
A < A Aa a 1A = 9 A g 2 a 9y A 1
AanuiEalumsiyon 4.23 1a 6.35 aamwasaeIuIn ﬂamiEm1/1mqwmmmmﬂumwquu
A~ = o S 9 ' 2 ,;’ < A A ' o
mmmnnJafJumJmamnmﬂauamiunm1 Nl umaninnnsouFoudzdenseuataztsiau lums

A 9 2 2 A qoo A Ada 3 9 A 4 2 o,q9 y Ay
l%@ﬂiﬁlwygﬂmulwaiwwuﬁﬂﬂ"liwaﬂilﬁgﬁ’]ﬂﬁ'Jﬂlsm’)iﬂ/lil ﬁ5“5T]Jf‘)ua'f]ﬂﬂLWNqﬂmuﬂ”ﬂWﬂj’]ﬂiﬂuﬂw’]ﬁ

U

L 2 2 9 o =
FUNUNNGIVUAIY Aduandluzili 10

0.950

0.825

Travel Speed
E 0.700 - —&— 423mms
o
B X L1 | --F3--635mm /s
S =
= T DI B
g 0450 S
T

0.325

0.200

40 42,5 45 47,5 50 525 55 575 &0

Wire Feed Bpesd (mmfs)

1 ) 3 9 . v 1 ;A Y] | g 2 . { 3
31N 10. wavesdnsuiailouadna (wire feed speed) NUANSITIBANUTOUNTIGTUIU (heat input) NAIINIT)

Tumsieu (travel speed) 4.23 18T 6.35 HAAWATADIUIN

-31-



The Journal of Applied Science Vol. 16 No. 2: 23-36 [2017]
NsATINeaanslseene doi: 10.14416/j.appsci.2017.09.002
Panamnudeudngiuanudezusiauuaion
A A o g 9 g A ' 9 ' A A v o
maunIeansns i lonarauazanuiz lumairey dawaligisvesnunreulinnuduius
o a @ 9 d‘ﬂl 9 lay 1Y A A = @
nulSnamdsnuanudeunilowdigduau nszuauazussaulumsiyonszinulaou luvinmslsy
Y 3 Y 5 A < Y] A A o VoA o
ons s leuaranazanui lumsyeu iWuwaliuuayenlisnyaz s niaunueen lUaumdsnuany
] o 3 Y Ay g 12 = ' ' A o 1 2
Founndasuiaflouaranilowdgruan slinasegilsvuewunioudsaelii
% ' v A
Havel3 R NN uAA NN NIVBIU TN
o 9 o g i A g 2L a A v J ° 9 Y A
wasnuanudounndasuirlumstlouaranidrgruaululsmananuiunaiId a5 uw
A A A Vo A Yo 3 9 Yo 3 9 A~ O o g Yo
HRIFONLANUANAUAINMSIAoN oA 15 21ouarn M3 1¥eaT 151 eualanilauGE A aananil1ionsd
a dy 'c Y A =) k) 9 A a A A o I % [l
MIANH TanzaazaYN NV LU IFDUNANUNIINBE 11199910V UL AFIUTDATINTITUAIDE1
< a ¥ v & A o P A o 2 9 Yo 1 2
FIAFWMIALANANVTOUNDY WaINUNAINUANVToUINMINNANNEATUTouaraldTiaiguu
o a & A A A A 2 Y A < = Y A2 9
951N Iauie lavzaz S amiuiy AUN19U LU AFIUAIZUANUANUNLIUAIY
~ <3 A a a 1 Aa a Y Ay Y 2 = ' o
1l 11 anuElumsiden 4.23 Tadwasaodui anudeunileuigruanuianuaeaniain
o 2 9 A A Y o 3 9 69 Y o y A g 2 A Ay )
ansudileuatandenly snsuirflouaramlindsnuanuiouiingruaululFnandes anunii
A AN Y= A VA A o Yo 3 I 9 A 2 o Yy o a
yowunFoui lnvediviaiuaunin weiisunumsleeasuiuilouarangeun sildwdmlsum
¥ 9 12 ) 2 ~ R o a A R L) Y
anuFoudgruaugs myazauauiouluFuauiige madudiusnanuadomdudl 1din anunin
A =1 9 J A 9 o =Y 5 &2 A 3 A
YoIuUNFINIINVUIAA1NANANINN lunsain lFeas S Weualtad wananusarlumsisewn 6.35

A a 1 a  aq ¥ 1A @ o 3 Y
uaammmmm‘ﬂ114wamummﬂuiunﬂ’ejmmaﬂaumﬂ

Travel speed 4.23 mm/s

12
11 i e < P i« e s L, o e L L K & 0643k mm
—
B
\_E/ 10 W 0.705 kg fmm
= 07785 fmm
& 9 B Bese o Benngpena e naggeon dnan dennly
=] {08471 Fmm
o
8
= £ 0881k Sam
7 LA SR S EE UL ER ER oREl DR IR 2
b

Aurdalumsia

d' k) A A <3 a a 1A =
qﬁlﬂﬂ 11. ANUNINVDIUABOUNAIINLTI 4.23 UADLUATADIUIN

@nyalumsida 909 1 anwwun 3 Tadwas Tdaudegai 10 ANwwMu 9 Hadwas)

-32-



Vol. 16 No. 2: 23-36 [2017]
doi: 10.14416/j.appsci.2017.09.002

The Journal of Applied Science
NsATINeaanslseene
y ' = A
wammﬂ%mmﬂamiaummiﬁnauanmmuuamﬂu
A a y A4 9 1L o 2 9 A 2 o9 Yo
mﬂg‘ﬂw 12 meﬂﬁmmﬂ'Jmﬁaumsmqwmm onsuiflouaraniinanuiidlionsinsvaou
2 ' o A o A " A A L <
ﬁﬂmawmmagﬁluammm mswﬂ?mmﬂ’nu%’auumﬁlaﬂ"lmwmwwﬁm/iaauazmﬂiaﬂwmm NITEU
o A = oa 2 o oA 3 o v o A A o 3 9 2 v &
ALUABDOUIIUNITLYUAINTIALTI UNITASTUAINIDUN mmwuammaﬂauam ﬂimmmmwugwu
& Y y A Yt 2 o = £ 2 A A o <
Fuwalitinnudeunszvasvazarslaauinyu 2AIINITUADVANVDIFTUITUIINATIGINTUNITINNDATUTY
Y > 4 5 & X ‘o 2 { A
Houaia fmi1ﬂ1iwaauﬁﬂmmuum%qu%muuéﬁuagﬂm'meuwawuqm HaTNUNNTLIBANY
Y H T v
%’au mmwuwawmmﬁmm’n wmmswaauﬁnmmuuu%mzqﬂ %Qﬁﬂﬂﬂéjﬂﬂﬂﬂﬂﬁﬁﬂyﬁlﬂﬂ Bai et
pat A LA 2 g v o s A X g L A
al. (2017) NWUN mamﬂszuﬁgqqmwmu Lﬂuwaslmwmumimwmumﬂ mmﬂuwammﬂizﬂzﬂwmm
A O S ' = ' 44 X 559 = 4 2 E
DIAFDUIWUUU AINAADNITHADUANUDIUDVIABUASIININNUYY 1/1ﬂwﬂamaﬂmammwamwquu
1A v o =< . A oA A Y] g ~ v A 9)
IFUAYINUNUNTANEIVDY Ibrahim et al. (2012) NWUIUNBLFDNAIYAINULIIAIN uaunszua e
o Y 9o A K] P 2 s A A 9 oo
Lliﬂﬂuvh/\l“l/d'] mwaiﬂammﬁwaanaxmﬂmquu miﬂizmammiauiummmm NWUNUUIOANTT
Y A o Y = L v A L ~ 4 2
NITIYAINUIDUNUDY wamummaauNazauiuﬁnmm"lﬂqﬂ OV UITUUANUHTUUNUUU NITNTSINY

Y L o Y L @ 4 o
ﬂl?ﬂiﬂuiu%uﬂ?uﬁﬂ?iﬂigﬂTVlﬂ’gQﬂ’ﬂ”]ﬂuQWHUN amwmwaauﬁﬂmamum%n%@mm

Travel speed 4.23 mm/s

4.5
4
2
= 3.5 N - . % 0543k fmm
B 3 T il S - .
e R e ————— [
25 | —m— T T -
L . = 0.778 % fmum
o 2 I m u
g :: -: L_ ----- —:-—--— — e % 0847k fmm
1.5 I R PR
L R S ] 1 0B Lk Frmm
1 - .-
*
0.5

[
[
w
a
w
=
~
[==]
(=]
[y
<

Aurdalumsia

a v o = A A 3 A a P a oA
51]7] 12, 38AUDATINITHADNANUUAFDUNAIINLTI 4.23 HAALNATADIUIN

L]

HavesUSinanaFounon YUY MU
o 4 da X ~ 4 g Y 3 9
1NN 13 saaenuyuve s arenimavu luyIna e munanngas s 1ouada

v H . H T
UAZANUURUIVDIF U 1uﬂilﬁmﬂNﬂ@lﬂmi‘l’iﬁanﬁﬂmﬂiLLU’JL%E]&J‘VI?J?HIHﬂ ﬂ?WMHHﬂJﬂQ!LH’J!%E]N%%ﬂJﬂW
v A Ao 2 5 A A A X A L X ad A
Uy ‘wu“lﬁ'“lumnmﬂummwm%mmm ﬂ’J"IllHL!LLL!’JL“])'?J11i]311?’11&1/‘11151]14&11@?’!31111’71!%1/‘!1161]1! INTICHNUN
P 2 v 2 ) 2 5 o = 2 = a
114miﬂizmammmuiuwwu%mnw ﬂ"liﬁ%ﬁllﬂ’)”lll‘ii’)ﬂiﬂ‘]fﬂﬂﬂﬂ? DATINITUADNANUDIBUITUINY

-33-



The Journal of Applied Science Vol. 16 No. 2: 23-36 [2017]
NsATINeaanslseene doi: 10.14416/j.appsci.2017.09.002

o A e A X ] < A A : Y o = y 4
e ANUYUYaUAFoNIIRAuNNIY M3 lFanuE lumarenige dwwa lindanulsunannuioun
9 lay (= A 9 Qy o o
rhgruau ludisanenazvasuazaied i luTanzFuau msvasuazaisim nsrasuand1 AUYY
A 2 A =2 A .. . ya L4 ' o
Yoo uFeNIIA N TaglumsAnbINHILINYDI Ganjigatti et al. (2007) T@uATIZHHAVBINgUAILS
4 s g @ A {1 ' '
lunszuaumsisenerinlanzunainagulaeldunanoslumsinaquidinaaevuiauaz jissve
E| : A 3 v w w MY 1 < A o s
o wun Aot don unauaintlesendan ouldun anwsalumsiden useduein uazywy
. i1 i1 v Y i1
Tumsiyon TasanuyuveuunFouvzanauiealininaingayu #asenNUN Vo UATON AT
) A A 2 A o s A A g A A a '
nvesareNIzuIMNonssaue1dnanad TuvazimuanuE lumsirey yulumsireulinanons
=2 A o A ) ) = 2 XA o s A K 19 o <
vaowdniionadoud Indyunin uazmsvasuansziugavuilonswuers niiugaualdnnusalu

MIF¥onanad

Travel speed 4.23 mun/s

4.5
= 4
=] -7
& 3.5 =T @ 06431/ mm
= ¥ ==
£ - t by B 0703k mm
= 3 T gk . e
g ce T K et g
g # B & = 0.778 1 f s
L,g 2.5 SR 1 v a2 o
& 2 |y W _Bm_t e w - ¢ 0.847 ki mm
— T R —_ P — 3
T = v * 40881 ki mm
¢ 1.5
B
1
0.5

Aurdalumsia

= A
s 13. AAANYUUDILUATDN

U

wavaalSanannuZeudenunIaved HAZ UniuenN

Yo Aa

= Y a A a 9 = 4’! (K% = 9
mﬂgﬂw 14 Llﬁﬂ\iﬂ’JHJﬂ'JN“lJfNUﬁlﬁmﬂqﬂiﬂﬂﬂﬁwtﬁﬂi}n\lﬁﬂu (HAZ) Gﬁwuagﬂuﬂimmmmmu

Ay y 2 Yo Y o A AW Yo a a Y Ao a
mﬂaumqwmm mﬂ%amwmﬂauammmnnm ATUBDNDTNAAINUIDUNANHUSHUAD LWinﬂiM?mﬂﬁ

Y H v
nszneanudoulusuaugs anudoulimesmenvznasuazats aAnuneuesusnun ldsuanswanw
Y 4 2 Y Yo 3 9 . Y (a v ¥
Sousivinamnin wuldlumsldsasiitlouatnges dawalilsuimnnudeouge mazavanuionlu

o

2 2 g v o oo . 2 :
FUNUTIe ANUHUIeIFUIUIazANEINaNud T Taglusisvesunuiinnuvuidl ms

Y 9 v
Asza1enuTouluruaunszi1din anufouazanluFuauuin vuaanunawsnanldsudniva

9 2 A A 2 ~ A A X A ) < A ~ 2 9
ﬂ'J’lllﬁf]uiNllﬂ’]qﬁ LB UITHUANUHUINIWUYY ﬁi@cl"]fﬂ'nlllﬁ')iuﬂ’]ﬁl“ﬁ@uﬂqﬂmu ﬂ’]ﬁﬁgﬁuﬂﬁquiﬂuiu

-34 -



The Journal of Applied Science Vol. 16 No. 2: 23-36 [2017]
NsATINeaanslseene doi: 10.14416/j.appsci.2017.09.002

2 ' ] 2 o q ¥ ) a ) Yo a a
ﬂfuﬂWuflﬂWﬁﬂaQ fﬂiﬂigﬁ"lﬂﬂﬂ’ﬂﬂiﬂuiucﬁuﬂ"luqﬂ Vl"lrl‘ﬂmu?ﬂﬂjTNﬂQWQﬂJ@\iﬂinmﬁhlﬂfl"]Jf’)V]'ﬁWﬁVnQ'ﬂ'ﬂll

foufinnanad
Travel speed 4.23 mm/s
3.5
fg 3 # 0643k Smm
25 f i T, A W 0705 ki Fmem
] . % < R i 07781 Fmom
5 R SR _
E 15 & T . X . W 0,847k mm
9 i ptL, 2 :!__ — o - § i BObtetetes ™ {0881k jmm
= " 3 q_,‘_‘ T A — e
0.5 *
0
1 2 3 4 5 6 7 8 9 10
e lunmsia
a ) A
31]7] 14. ANUNINUYDI HAZ VULUUBDU
asdwansnaaea

H v H )
ﬂimmmmwamumm%’au'ﬂm?'qukucluammmmumwamgﬂﬁwmumx%n ATUNAINTU

a 12 3 o 1 v P~ 2 1 ' <
anudeuihgruan msldanuiidmawaldndsauanudoundigiunuiimgannnimsldnnus,

4 Y < 4 o o Yo a { { ' B ' 4 )
lumsireuge msldanuErlumsiweud i lidoasimaauiio Tansge dawaldzUsauunyounig

o = a ' v 3 £ = ' 9
gasIMInasNanAYINNIIMg 1AuE lumsiengs 3anan 1an

1.

o Y A dy "o o a dy o S Y Aq ¥

TEAUAINUNINNUDILUIBDON Tu@gﬂﬂ@ﬁi"lﬂ"lﬂﬂﬂluaiﬂﬂg ﬂ"lﬂﬂﬁ'i"lﬁﬁ‘l]@uaﬁﬂ'ﬂcl"]f lag

< A A o o o v v 12 o 2 9 ]
ﬂ'J'lllLi']iuﬂ'ﬁL(’]f@ll VIHJL!@]'Jﬂ'lﬁuﬂwﬁ\i\i']uﬂ'.]'lmﬁauléll'lq%u\ﬂu ﬂﬁﬁqlﬁqﬂ@uaﬂﬂqq ﬁ]giﬂ
o a X v A o~ A quo 3 9 o w a
@ﬁﬁ']ﬂ'lﬁlﬂuluﬂiaﬁgqﬂ ﬂ’mJﬂ’JNLLu’JWmJﬁN;JmQQ Luﬂiﬁﬁﬂﬂﬁuﬁﬂﬂ@uaﬂ]ﬂﬁq RIZFRILEFTIZEY]
X A
o Tanzazlinanas
(% = A A a A s k2 'c (2
@ﬁﬁ?ﬂ”ﬁﬁﬂ@llﬁﬂ"‘l]@QLLH?LW@NW?HQQ Wﬂﬁluﬂiljmﬂﬂﬂ1iﬂi$ﬂ1ﬂﬂ31115?]u9n NANTUAIY
P g 12 A A4 9o 2 4 4 2 \ Yo 2 A
i@uﬂﬂg%uﬁ”lugq NUNHUINAVDIFUITUNIWNNUU El]%?f\‘]Wﬂiﬁﬂﬁi1ﬂ15ﬁa@uaﬂuﬂ1aﬂﬁﬂ 10

2 o A 3 A A 9 Yy Ay Yo o 2 9 A b
NITLYUAINTIALTIVDILUIIBDY Tii’é)‘l/\mxiQ'I’Llﬂ’NiJ§E]u‘ﬂhlﬂﬁﬁJﬁ]'lﬂE]Gli'llﬁ’JﬂE]uﬂ’.]ﬂiJﬂWﬂ

A Aa < Y = 3 Y 1A
ANNYUVDILUAFOUNUATIGN WUNANIINNITNTZIUANNIBUNTIALGD ﬂ'J']lliif]ulllILWfNWfJ

A

4 Y v
CUADNATANYTUITU !,11’E)Wﬁ\‘l\‘]TL!ﬂ’J”Ill%lﬂuls%ﬁ%uﬁuﬁluﬂﬁi”lﬁf,jﬂ ﬁ%@ﬂﬁﬂ‘i%ﬁﬂﬂﬂ’ﬂw%}i‘)u

K1

' '
A Y v o

<L a X A 2y
GLu“]quWullwu'ﬂ UINAAT ANUY UV UAFONISUATUDY

-35-



The Journal of Applied Science Vol. 16 No. 2: 23-36 [2017]
NsATINeaanslseene doi: 10.14416/j.appsci.2017.09.002

1PNA391999

American Society of Mechanical Engineers. (2007). ASME BPVC Section II, Part A (Beginning to SA-450)
Materials. New York: The American Society of Mechanical Engineers.

Bai, P., Wang, Z., Hu, S., Ma, S. & Liang, Y. (2017). Sensing of the weld penetration at the beginning of pulsed
gas metal arc welding. Journal of Manufacturing Processes, 28: 343-350. https://doi.org/10.1016/
jjmapro.2017.07.002

Benscoter, A. O. & Bramfitt, B. L. (2004). Metallography and microstructures of low-carbon and coated steels. In
G. F. V. Voort (Ed.), Metallography and Microstructures, Vol 9, ASM Handbook pp. 588-607. Ohio:
ASM International.

Ganjigatti, J. P., Pratihar, D. K. & Choudhury, A. R. (2007). Global versus cluster-wise regression analyses for
prediction of bead geometry in MIG welding process. Journal of Materials Processing Technology,
189(1-3): 352-366. https://doi.org/10.1016/j.jmatprotec.2007.02.006

Ibrahim, I. A., Mohamat, S. A., Amir, A. & Ghalib, A. (2012). The effect of gas metal arc welding (GMAW)
processes on different welding parameters. Procedia Engineering, 41: 1502-1506. https://doi.org/
10.1016/j.proeng.2012.07.342

Kobe Steel, LTD. (2007). KOBELCO Welding Handbook: Welding Consumables and Processes. Tokyo: Kobe
Steel, LTD.

Kou, S. (2003). Welding Metallurgy (2nd ed.). New Jersey: John Wiley & Sons, Inc.

Limmaneevichitr, C. (2005). Welding Metallurgy (1st ed.). Bangkok: King Mongkut's University of Technology
Thonburi.

Lincoln Electric. (2005). Power Wave F355i Operator's Manual. Ohio: Lincoln Global Inc.

-36 -



	ผลของการกระจายความร้อนต่อรูปร่างแนวเชื่อมในวัสดุเหล็กกล้าคาร์บอนที่มีความหนาต่างกันด้วยการเชื่อมอาร์กโลหะแก๊สปกคลุม

