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variation of a welded metal micrestructure. The

main results are as follows. Increasing of a

rotating speed, a welding speed and a welding

current affected directly to decrease secondary

dendrite arm spacing {SDAS). However, when

the rotating speed was too high, the molten metal

uasn?;- in the weld was seriously splashed out from the

welded pool and produced an incomplete weld

metal. The too high welding speed and welding

current also increased SDAS. The optimum

condition that could obtained the fine SDAS was

a rotating speed of 300 rpm, a welding speed of

175 mm/min and a welding current of 70A with

SDAS of 5.5104 urn.

300 rpm Keywords: GTAW; secondary dendrite arm
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Abstract

This paper aims to study an effect of the

rotating electrode TIG welding parameters such

»■* i

as a rotating speed and a welding speed on a msn0n?B1u
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