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ABSTRACT

This research aimed to investigate the application of the MAG welding process in joining
lap joints of SPH590 steel; which is commonly used in automotive assembly. The MAG welding
process can create robust structures and high-quality welds with rapid welding speeds. Welded
lap joints using different welding currents were analyzed for shear strength, macrostructure
and microstructure to determine the optimal welding current.

In the experimental procedures, hot-rolled SPH590 steel plates with the thicknesses of
2.9 and 3.2 mm were precision-cut into rectangular shapes of 25 x 220 mm, subsequently
assembled into lap joints. The 3.2-mm-thick plate was positioned atop of the 2.9-mm-thick
plate, maintaining a 10 mm gap. These lap joints, securely held in a specialized fixture,
underwent automated MAG welding using carefully specified welding variables: welding
currents, welding head positions, and workpiece spacings. The specimens then underwent
analysis for shear strength, hardness, and microstructural characteristics.

The findings indicated that the welding of the SPH590 steel lap joints at a current of
200A resulted in the highest shear strength (649.38 MPa), with the most failures occurring in
the heat-affected zone (HAZ) at a welding speed of 80 mm/min. The higher current resulted
in deeper penetration and also elevated the risk of defects in the weld metal. No significant
differences were observed in shear strength tests between the vertical and the horizontal weld
torch positions. Microstructural analysis revealed that lower welding currents produced finer
dendritic structures and enhanced joint integrity. Therefore, a welding parameter of 200A at a
speed of 80 mm/min is recommended as an effective welding method with minimal defects,

providing practical guidelines for industrial applications.

Keywords: MAG welding, SPH590 steel, lap joints, shear strength analysis
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a e = o a = = Y | I v

NNIeEAnFauwAalunsnsuaweNNInzauiuIseEsaIngmANNET SPH590
= & | I Y Ao & s = = ® &
Fuluseedeuavininnaninisldlumsuszneumlsududiueueud feansyuiumsigeuudnil
ausavlilanulassaseindanuudwssgailbmiauundeudaunin auisaily
Uszgndldlusumisddglunisuszneumsy danudilunsfouaamunziunisinuuy
aendnndlseuianlun1IHEnTUIL YBUEEBBNININEIINNNTTBNTDLNIN TRUFBTINIUNNS
Wouwsarfiwlsasgninuinslasizimanssuaiounfngn Wonuuluwsivessayse

NENe IAseasaurain 1a59Es199a01A LHeNTATIEALaE AN SELaNRgaLsasfiwls

yassagseanandiluusendldlunisidenysznaumanndiSPH590

1.2 InguszasA
1.2.1 WefnwdninavesnszualesuniiniiinansauUfsossoneivinnd) SPH590
1.2.2 Wi 931A31291AINLTIUTI9095086 D LATId319unnA LAsIaseganiauag

Wisusulunsmeinssuadauniinumuizanlunisiousessaing

1.3 YAUWAIIUIY

1.3.1 W&NNA1 SPH590 wNumaNTAIamuT 2.9 uag 3.2 fadwns NsaguavaeuHui
YUIANTIN 130 Tadunsiazend 220 Fadwn MUUAANUNUI 3.2 TAGIATIINEULLNLNLY
2.9 fiadluns seeesie 10 Tadwns seudogniiangaikasnenauviin1sdenlugunsainisdu

g9 L WOUAILNTZUIUNITIIDULIIN
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1.3.2 Anwduusmsidenudindianinienszudlvlidon 200, 220,240 wag 260 wou
AT IAULUITeY Robot 80 fadlnsreund Tanziiusoesislunisidien MG-50 KOBE
\Fougninituazgnaruaunsiadouiiinuvusudiden suvisiudourud wdnndnSPH590
dnsseundl yuden 45 eam Ausesse fumiiszazeninnyNsesselvniy
1.3.3 fhudsmsidon
1.33.1 sundsiudeunsssessoinenssnutunugud

1.3.3.2 GNWAUIN 1T 0UVTUDBNINNTDUADBUIR TLAZLUIUDY 1,1.5 WAT2

f2)))

Tadluns
1.3.3.3 S2geu1U0950e6aing 1,1.5 uay 2 Jadluns
1.3.4 52980 UlASIAS U NN IAVDISBEABLNY

1.35 G]i’J"\]ﬁ@UIﬂiﬂﬁ%’Nﬂ’N‘\;aﬂqﬂsﬂaﬁiaEJG]IEJLﬂﬁl

1.4 Ys2leninlasu
1.4.1 N5IURIALUTVRIToRDINY TUNTSUIUNITLY DULINNTNAADNITLY DULNAN WAL
SPH590

1.4.2 Whluussgndldlunugnaivnssugugus
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2

=D

Un

[

= a a o v
NOYHUATITUIIYNINYIVD

= a a

E;:ﬁﬂ‘tl}’]?]ﬂllLL‘L!’Jﬁﬂ1/(])’]ﬂ’]iﬁﬂ‘l‘zﬂﬂi%‘U’J‘Uﬂ’]iL%EﬂllsU@ﬂiaEJﬁlI@LﬂEJLViﬁﬂﬂay'] SPH590

[y

NINY
Fadusossiofifonldlugnavnssundntudimeiusud Fanssviunmadouudnifunuii
mMsnadeUlsazi LTIy TeseunueulufuUsdvualy wvhnsiinsieiag
wiussvessossainens Tassaireauvnin lassaiiegania evnsiesgiuasiiouiiiou

Tugrussld

2.1 VEANAALDY
= wa < @, <@ A v QAI Y o [ a Qy 1 '3
AnwauURn1anNavewnan SPH590 WUMANLNUSAS DU LTINS UNARTUAILE UL UR
gnihlldvinlassasedmsusasuaienldiuograunsvanglun1stuguulsusasudiau do 1a
UATTUEIUDUUDITOLUA
2.1.1. @MUNANYLATMANNANNTA SPH590
TngdIUNaLNIATvaBANNAIANSTUBL SPH590 Tldlunisnaassdiunaun1uaiivaandnnan
A15UU SHP590 LaAdfin1s1e 2.1 waraudfinienavadnannaia1suau SPH590 Landnd

AN 2.2

A1519% 2.1 dauramnaaiiveundnnadtasusy SPH590 (%Mass) [17]

C Mn Si P S Alt Ni Cr Mo Ti Nb

0.08 1.11 0.64 0.030 0.012 0.04 0.009 0.05 0.005 0.009 0.004




A15199 2.2 audRn19navearannaiaisuau SPH590 [17]

SPH590
Modulus (GPa) 200
Poisson’s Ratio 0.3
Density (kg/m?) 7850
Yield Stress (Mpa) 430
Tensile Stess (Mpa) 590

2.1.2. #uUAN9NALALNSNAFDUIER
AuautRvesianuarn1snageulun1siasuiendan wetunldauludnuaesinge
o &

TulugdomsuinautivesianiiollaiagMvangauivaninauiug auaudivesian

NLARININAUN LALA

1. autFnaeil (Chemical Properties)

<

Juauaud@nineriuliisemnaeivesiannisidendanietluldlunugie agdes

fnsantaguantininaivesian loud n1sianssudiunay wardnyuglassaimniuaiives

dunanludan

2. anvAn1eW@nd (Physical Properties)

Junuauifvesianiliferduusiiuinseyiusdinerduaanimvionudnyazvedile

an AuautAinIaidnd laun anuseudtnie nsdiauseu dudsyansnisveiedi Ay

MUY wazAausunulid usy

3. AaNUAN19Na (Mechanical Properties)
amﬁ’ﬁﬁLﬁmﬁ’ummﬁmmumimﬁauLLangﬂmaﬁaQLﬁagﬂmamauaﬂmmzﬁﬂu
Snunuenendy LN usaRs usadou Wemshlldnumdimnssy auaiRnugiumana
vodlanglawn ANULTY ANUIIE AUTEY AIULAY AULTILATINIWTIAG AN
WIILASIFBNITNADA AIMUATUNIUADLITUEY AUATUNIUADAISAR AUATUNIUABNNTHR

ANUVUNIUADAITWINGNY LAZAUNUNIUADNITATLLNA
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2.2 msweulang

nsieulang (Welding) munefienssuisnszuiunmsdaunslans 2 U men1sinainu
1% | a @ dy a [ a d' I Y v 1 @
Sounnlangauresuazatufnduilofeniulaenisinainteuluiiussauiueg 19 dess

[y [

anysaluaziiuszdnsnim FBlunmsdeulaneidundeuldiudag

2.2.1. MaouLid (Gas Welding)
= o v t% ' 6 aa = & 6 dy a [y (23 a
nsWeunlnsnlndsesninideviwidudaduniadomdnauiuuidonndiau 10
s ndnuangiigenazvinlvlanznasuavarsuarleuatndenasluluvetilang Wevdes
Tidusmvzlauuifounuiidenis gaumgiannnisit bndiiau ysalliniuiougss,200 o
= = ' = 1Y) = & a XY A q' ' a ' ¢
wavawezazlufivivioniu naweuuia deuldiunudeulansAiug WU NuTenvisues

A | a & 1 = v
Nudsuviolodesauud miuqmmvmﬁmmu Wusu

2.2.2. nMsideulviih (Arc Welding)

ns@euliihviasuniinisersa (Aro) MadEnlnsalaeldfinuguniiaaiundndensa

[ '
a

JuNvanedilannsanuriTuud sy vnluduaulasdianlnsalinn1srasuazany NaUs

a ca v

FuulAnUavasulaziioatnd ounasuasluluvevasy srunuduiloWan WanG7A vy

9

ddninsnegildeuanmiuuiaunaqu wedesiueinaneusnlilidiluvuieuluileten

De

2.2.3. M3Wausn (Press Weldingisa Non Fusion Welding)
A [y 1 Qy vYa o £ 1% [y Qy a a [
nsweusn Wunisuszaulany 2 Bulidedulagldanusounuiuanuluuinanazii
nsweu nnuuldusadadiuninastazalpaunsenunuin Mudugansofanuimiuioud

T8lsnanaiunuladinlaenisidenan (Spot Welding)

2.2.4. MIWOUTIG (Tungsten Inert Gas Welding)
1NS5UATNNSWWaNlane lnglIAIINSBUIINAITBNTATEMINAINVIAAUNUTUIIY  LTBU

lnedufaesunAguusiantoutasUsnastazanaive lviusseniAanieusnduyinujise

o o

U3hasanas msweuiinszualiindudinszduuianuasainvivamudidninsana ey

[y

lovou Msweu TIG Hedldivununiidnuaeuis MaveuTIG dedldinuylunisiweugs
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2.2.5. MUWDUMIG (Metal Inert Gas Welding)
A 1 A aY Yo 14 s 1 d' [y Qy
NULIRN MIG LUUGUU'JUﬂ']iL%@N‘W‘l@i‘Uﬂ?quiaugﬂqﬂ@"liﬂsgﬂjqﬂajﬁLGU’E]Nﬂ‘U'sUu\ﬂua'Jﬂ
d' e v & A I~ a 1 1 P Y] a s [ Y a a LY
LGUE]QJV]ELGUL'Uua'JﬂLSU'E]NL‘U@@EJWHQ{]@U@EJ']\W]@LU@Q vLUEJ\TUiL']iU@'ﬁﬂLLaz%’]‘V]u’]VlLﬂUIaﬂngllaQEN

Uavaeuaralsusiinlavasuasaeunaquliseuiaeseldlnfnnssiudiiueinie

2.2.6. ueulsNang (Submerged Arc Welding)
=~ Y v ¢ @ = AV v 14 s 1 =

nuisslandndiduvuiunsgeulnihilasuanuseuinniseriasemineainies
Wiesiunudeulaefindndyilade (Granular Flux) Unaguusianeisauasnandadiuiegingd
fulllawenazrasuazatgUnaquitloeuiedaanuainiAnisuanyinuiseriuuuiiey
drundndiiegrinannilowenaslivasuavarsuazarunsaiiunldlasnlagluiidaznaiifs
ax = & = ¢ v = ax a a ] a v
nssuIsMawenkiawazn1sideueisamelnir@adunssuismaveulaenunsva e deuld

wazanursanuiulelaeyaly

2.2.7 nszuaunsiienesalavsuianay (Gas Metal Arc Welding : GMAW) w3813
Feudn/ufin (MIG/MAG Welding)

oSuenszuaumslunmsifenefalansufangy duwmiiihnisdouaziinnnuieu
Andumumislevmaouazarenieusnmiiinisense Tneflufaunnauuinuiviinmadeumie
Usvmasuazany \letesiusinimnisuenlunsgiiusumiisiviinisenda 1wy eendiau uas
lulasiau Whlunufulfizerfuuinuiineden dagiliAngaunnseduninden wu
woso1mA pue dawalidengidumnuudas wieslogunsaliltlunsidoneninlans
uaunagu feusdundmdsnuiuaionden Wy indeadon, Mideuuaraaidow, yamuau

msteuain, gunsalmununisivaveswiaunagqu 1usiu

- 4 N G
HAFIUUN/UUD \

aIngnIug
—~ =

uianagu

- — 1
T
HIvan

: 5
Tanzsamvon = Tanz¥uam
ladtiao

JUM 2.1 ndnnsvenszuIuMtena1salaveuianay [8]
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nsvvrunIslenesalanzuiangu awnsaloulavsduman waslansilyldngn

[ 1

V3 0UUIAAUNUIVNVBIT LAWY dnurUanasuavaredognatednuuy 13

v a

a1sATuagiunseualiidon Msmtemiilangdadidnyaeiuanaeiuly ududuiaunaquau

~ s v |

vsdszanlatdniauinnimidsviiauviinisey wWelnlan1ugaussasdnneenis
v 1% A A a o A Y Ao o a o w =
Aoastanudoundl spatter aietasiugnusenaundiAnsingg dswhAynszuiunisiden
a1salavenfianqu uweunffesnulifvendusonun wsellvendueanuilvitesian 1wy

nza unudnie nulivasuazareduduy

q

2.2.8. yilpvoufiaunaguuuiiouaznisunluldenuy

wiaunagureuiaResvsenudey NldlunsyuiunisWendin (TIG n38 GMAW) uag
n1seNdn (MIG w38 GMAW) milivewiaunaaulunuiesusenistesiuiiodonainnis
Yuleunion1sviuisenaneniauarauduiey seude an1siuileuveseininuag
ANuTuIslaaun nveslioweousninitunivs o linswensilaeniu uiaunaqud
wanewida n1sdenldiuegivydavedansi@ounaznszuiunisi@on n1sidsnuiaunagy
agaliimunzaveilmianadsluduauninveslowe wagidunarlunisuilaguanu

N o w g & A %

wsaidsnattunisminaziiailodweuls [9]

whaunaguitldlnenaluuusladu 2 nquauauaudd Ao 1@es (Inert) waziudoy
(Semi-inert) lunguvesuiadosuuiiiissdoswidaildi Aoufadidoy uwazuiaonsnou Jald
lunszuaunsi@eudin (TIG, GTAW) wagdn (MIG, GMAW) dmsudiunulansildlenguiman
diunfanudes Jee1a5enituialnaguueniiv (Active Shield Gas) M auldiuguy wig

s 3 < a < [ £ =3 P Ay Y 1 ~ a

Asusulaeenlys wiaeendiau wazuialalasiaw Wudy uiawadodiguuiedlulsum

11N AwdmansEnuiuauseanaURveuliadeu uimnidhduuadenluvinandniesedny

wingay wrieUTuunuantRsieg Ia

2.2.9 gunsaiildlumaievesalansufangu (GMAW) [6] deBurggunsainldlunis

o w (%

Hewansalanzuiangu(GMAW) Usznaudedauddny il
1) w3eudoy (Welding Machine)
2) m'%laqﬂaummt,amzwmmm (Feed Control And Control System)
3) auou (Welding Gun & Torch)
4) uianAgu (Shielding Gas)

5) Aoy (Electrode Wire)
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2.3 \p3aation (Welding Machine)

wiontanesAlanzuianay (GMAW) Wuesesdeulniinszuansssenduds (DCRP)

=

YlaLsuAARUAIN (Constant Voltage) LASaadipurinnszuansiiiuns ol il ounieain

' 1%
6 =X a o a

Woununand FelinsviiauomeastuinIotsuntulaznionlatsnililions waksuAfaUINRS
\Unasdia 80 Taad Tun1sieunuy Short Arc Agfaedl Inductance LaLAAN1TENI9ATNTEUA
= a 49{ = a I v K = = v gj = v = 1
WRNALLYY Fansiinee 1Ll IATeutenenndemy Astuddesdl Inductance fioaunsy
A o D B a = = 9 v A = d ] 1% I3
WevhuiiindnaInsiiiuvensriaon Jelvinafnenisiieu As andalane Ieisa

anaNauazNITaeNazasf

23.1 Lﬂ'%lmf]aua’ml,azizwmuqu (Feed Control and Control System)

insestiouainsameglugnmunudelasasaiuieiondon dusunsideneiialans
uanau (GMAW) Hia3ostloumaviinaasifiasil (Constant Speed) Favsnziuindosiion
LUULsIAAUASH wazandeuiiflvunaidn indesdouainazaninsauiuanuivesan 19
PN zaNiuui ezl en nszualiiisgnasuazaisaiaidenazgnuiveenunlag
SalulRlyduiusiunistouvesmation yoiaieslleumausznoulufe 1) uemesdmiuiy
nalndeumnanunanliesnduinavasuazasfivaeiiden 2) yaaruauazd Solenoids
muAunsinavesufiaunaqumsensatay 3) diszutsanufeuiiaideusiuegiie mstou

AU GMAW aunsansevintavansuwuulaunn

2.3.2 Mstauaialuudu (Push-type Wire feed Systems)

nsUeuainiierensalaveufiangu (GMAW) Tnevaluaglduuudu lnedyailodions

(% '
Y 1 )

Juwuu 2 fvide 4 diitusheusines vivthiifsaineenaindendesriafuain inuaeiden
ponlumeiudoudmivanuenvesmodoniilisuandeundnisiduegfuamnuuduse
vesmnfianunsanudonsstulaglildse druunudmdulddoainden asusznoulivae
Friction Brake @whuihilduusndeaadonlilimussludlevgaveinesdoumnidion 4o
douarnamsoldliiunsteumadenvdaudefidvuialngvuiaduritugudnans 0.030-

0.125 113 UazaInweusauniivunduruaAugnans 0.045-0.093 i3
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2.3.3 n3Uouaialuudi (Pull-type Wire feed Systems)
= & Yo A aa 1% ) 1% = a
nsteuaaiuuaadunsidmieuniyadeuaianseutewesdulasdoainidoudil
YIAFURUAUENaInIeuen 4 17 Usenaveg nieungluiieudwindeuimunzdmsy
~ 2 Aoy ¢ I a & v P Y
anenvuaanidduruaudnasliiiy 0.045 17 Tnglangld@ennuuniniiaudenis
YSinaaneududey uwagdununeiunswenauniilend miuinstouinnig
2.3.4 nsUpuaIALUUAULaEAY (Push-full Wire-feed Systems)
1Y) = o 1Y) a A < s & o A
n15YauaIALUUANLAEA LIRS UAILT oUT TANLTINTIA T FaHLT ouay
Usznaufinlimeneawmestusaznalnlouain ivhwinfiumilouniemuauanuiilunisie

[

aendaunadusdeuainfiniueanuiniwie (Conduit) Tudnwauzaulveanainiidesy Iy

[%
(Y I

[ 1 < Y =2 a a v = Y
szuuleuadnnuuiuazasluniuauauswesiilouatnunuuds MandsegBnaunildnaiiv
seandouwinusvesiadeuainisaesiasduiusiulaglindnnisvesussidduduain
dmiuviedwinuainvesaeien neludnarainyivannisagadlseninvienuainlen
dmiuviederuaindey avdedinisiigssnwikaryinauarenn lieannsandavesnisdeu

=
GRIAIRGH
2.3.5 Wdeu (Welding Gun & Torch)
o A s 6 £% ! 6 - a s < 1
Widenensalansuiangy (GMAW) Aesdnguiaiieunaquuiiinetialasiiunianiuy
voanseualinouiuainisuguinnelsa leuszlseneuiinetivaeiion Jeaeon

Jumsduwfadneay aradeuuaznszualnlaenisluresaslaunainniuazingman

aU3siiihuwaduve wasmeuendziulishevionatain Snvuzveaiideniiveydainsiway

'
CY =

A 2nguURt 2-2 Wukidenuuusyisaufeusee A (Air Cooled) JeUsynausediu
d ”a,;oﬁ’q‘f‘:

1) Nozzle daemesuniviaveuwnuusaiden (Beryllium Copper) d3dvunaidusinu
audnanamelussning 3/8-7/8 i filtusgifurunavesidon viwihiiaunliuiaunagu
Inaeniiudiiounaguuinaeiin

2) Contact Tube %30 Contact Tip ¥ishenesuassaudumsiluvesaIniiousonly
i1 Nozzle uazdadusdnenszualwidonlvivainidon

3) Wire Feed Conduit shéeimanausvaidusie iiletdumasinwesmadenanniiu
lugaiaden

4) Gas Duct \uviedufaunaquatnunasdngluduiigen
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WideuazidudmiudeRunisituiunagvgarinanureinswen dmsuiideuwuuin
TAWMNELANTABNYNYIT N TLBNLUUTEUIEANToUAIEUNAE A UMILYRLLUUTE U
ANNIEUMERINIA WewAL e UIANTaulauTau Contact Tube uaz Nozzle 113

szuienufoudigisannaiinidnlanei Nozzle 93U 2-3 uandbiiiudiudsenounelu

v

PATDULUUTLUIEANUTOUA L UITLAMILAT N15:8N LU BN LGN Uag T LUUSE U

Y
(%

ANUSAUAIBUINUBUUTLUNEAINUS BUAILDINTA TILUNITLABDN ALY DU IADILUUH D9
AaTarlnveiaUNAGUNTEIAL TN AATDULALENYILURITRUMD WITRUIUUTEUIEAINY
P ¥ -4 A | P P A v ¢ ¢ & &

Seuseiaunsaldennuusdeaiiadaslinzuaas Welaasveulasenleniluniaunaqy

a

swwliliiudeuiauliosnnaiveulneenleniaungiifindessuieanusoululudm
wazdmiusessawuuiifiilusesdenviiniueuasieunduainuaugiiton daunis
IDUTBURDFITIIYIN AR NTBUTOULNN W RTDURUUTLUNEAINUSDUNIEDINAAILIT A UNTE W Ll

LAY 500 WaNLUS AUFILYRULUUTLUNEAUSBUMEUN TR UNTEWETEUINE 200-750 wouwUs

U ENNRRD
- TR 6
’ S o
S \ [ e
> '«-—-"“‘:;’

CLAMP TO HOLD
AR-COOLED  NOZZLE ONTO GUN

NOZZLE

SWITCH

Uil 2.2 sfdiouuuu Air Cooled (6]

QRINIY

e

COOLING
WATER LINE SWITCH

CLAMP TO HOLD
WATER-COOLED NOZZLE ONTO GUN
NOZZLE

[6]

Uil 2.3 sdiouuuu Water cooled[6]
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2.3.6. ufiaunagu (Shielding Gas) uRaunaquifuufanliunaquuinandeunaz e
vasuazangbiliAnufRzeoondintunieandsnilesantansusiueendiaululasiou uay
lovlusne lu‘[mmuﬁﬁqéf’;asﬂuumﬁam seviliuundondl Ductility war Impact Strength
anasuazuandrowsdlulasiouiviinasnnegsiliiuad esdugnsusendiauiisioguinly

winagsamdaiuasueulumsusuieusnlen (CO) Faufatazilsineglulaveindugniu
IS) [ 24 = ° [ 23 s a 4 Y
uazeenBiaunauiuuiaesdwiuuiaesney Bidouuas CO ansalildaslnglifomay

[ o A = [ o A =~ £ = aa 3 a d' [ [
ﬂ‘ULLﬂﬁ@uiﬂ%i@E]’W%%NﬁllﬂULLﬂﬂ’e]‘NL‘W@ImﬂLLUQL‘U@NWNﬂ’JWNﬁNyﬁm aanmaumqhmaﬂ

v 1

aunsasndiusndug Meglumin Jsegluguvesasuszneuilsiiegnsluwundodiu
lalasiuiiegnelulednifisusndieanuiagsuiiiumanvsessaliflonyi i ngngunas
wanlauuaaunisnandssdaidinanuunseyilalaenislduiaunaquiaiuilduiades

dmnenineunarBidsnwidaqiuliufisasueulneenlud(co) LazeanBunauiuuAaLdoy
dmuuiaensnou Sldsuuas Cozmmmiﬁiflé’t,aaimhiﬁmmauﬁ’uuﬁ”a%ﬂw%awmauﬁu
uRaduiteilduundeniifinuauy saifld

ufigensuaulasenlad (CO )

nsld Co, Duufaunaquiinaziindialanguaznisordalimivane widonauiy

9135n0ULYN U IAINaII8nas SnYUzUeUa191ALAZLUILTONITUANFA 1A UA LAY
uAnsveIdnsdUNENTRUidvvEes AusuTRTnalielduiaorsneunsduiu CO, awling
= ! ¥ 6V 1 a 2 Y ‘:“ [=3 d! = = d‘
Andnslduiia CO, agrabien uffananldfiunmsifeumanazyuieduan aandounasuazans
14t ufts CO, Fsogludnuasraasansdseneu fivszneumeuiaaisueunauenleniueandiay
v O a s aa 1% a a a = ¥ & [ [23
stluuiuensanimiuseugmziineandiudasy eldufia CO, \Duuialnaguuasiven
¢ A a X % i Y e 3 i i Y & a A & & av v
o13nfiinduazniininisliufidgersneuudazuauninisliufiadiion uia CO, \Dunaiild
nnMswuiasssuei ilfursedmldn dmsuuia O flsianmsnanuenluie waznns

wilnueanegedazlnuuigns 100% uwalionfiunagquaie CO, axilanunitsuiunans ms

FUANH N15VRUALANYA ANWULLUITBUALALLUAANISARLIAVO UL DU LANITITWAE

Co, zinadinlanzuazorsaluainauslngamzdisldiunisaremlangaindiouwuy Open
Arc sistiunnsliufia CO_ Unagu Jswnzuinisidonsng Micro Wire lasihluioumanagyu

wavuiia CO, fsngnniuiiaunaquutlindug Fuhlifuvulunisidoust ufia CO_ azussqli
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luds o199z duguveanamsouda wadmsuuiandiunldlunisdenasiinuiud was
USunamasiantdunmauwundeulaeniluaglyd 25 CFH. @nuianiasdediludidesnisly

9MI1N15avewdaLiunin 25 C.F.H. A15agldwuu Manifold fisawda Co, IUIU 2 §99UU

fursefnflvinauseulisyminsdaudany Regulator Ale nslduSuanisiuaveuiaunn

Auluevasdusummliuia CO wannaludilvasenld [10]

2.3.7. miiey (Position)

sULUUTRIM LT anfl anunsoid eunaeaanid et undne d wd enluvinuuuuen
(Horizontal) 1 (Vertical) uagnivianduy (Over Head) souduogfulavgiiviiniaiden
wazviiavesandeniithunly amadeuviaidsnnsidugasluadeuiumsuuazm vunu
ueumTEIMIdeumemnidenuiagivuenasuaraisleg viideu (Welding Position)
fanansovimadenldieuasiivssaninmanndenadensingu uflun1sufoRanuliannse
LﬁaﬂﬁﬂL%amiﬁ%ﬂeﬁuagﬁU ?mmeaw’mﬁﬁﬂagﬁm%’uﬁ’n%mﬁwLLmiqsuaﬂﬂ’liL%anﬁgqL%@@JLLﬁ”a
uaziToulnih neasuisdnunyldsed (1]

1.1 madeudeingluineu Wumsdendifion msizdanasevin lidenaluns
Wby sessainsaziinuudsgeandlodeusosrevisanidiu lunndeuasdedlldnseua
g9 yuvesmInTenUszIN 45-60 B3 msirdeulmalndenaziIudnuaziiunth oo evds
lumauuaden maedeulmiduiasdumsgulavsendifoumamioufiandenluds s

risesyuanysaluazdosiulidivauanvasumvadlvadmiuwiten[11] dwanslugui 2.4

JUN 2.4 dnwaizveanisedeing
1.2 N3u@euvinsu (Flat Position Welding) \wvindeuilinainsizaiunsaniuaue

vaeyavane tndeusaisgavedlanlifinadouilavsiaiuininilesainUevasuaraiuaguy

598700 AansluFuN 2.5
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JUN 2.5 M3lweuvisu

1.3 11548 oun1vuIUUeU (Horizontal Position Welding) 10 un 119 eudl tnuiy

dmsunisiinideuluaiy AienNNseNNIIIU kssRagavedtanagyin iinlavelvadesan

b

AUA1 Aakanalugun 2.6

5U#1 2.6 NsieuvIvUIUUeY

= o

1.4 NM35WWeNYIAA (Vertical Position Welding) Msiteuvinfisesiiouagaglunuifagadl

5 o aaa ~ 1% & v a l = v ~ & .
agaeiu aasitAon1swenneuaTulUdIsuL 13811 NsWeuvide T (Vertical
Up) #agn1sifioualnt autasndiany 158011 Msiiieurindudauas (Vertical Down) AIUaAS

Tunn 2.7

JUN 2.7 M3ieuvinea
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1.5 nsi¥auvinuiledswe (Overhead Position Welding) LUun1sieudiuuniiousg

1% 1 1 v A o v d' A [ PN [ ' = = d' P o 4
ATUANNUYDITYRAD %’JL‘UB@J%%@QI@%UQWTAW%SL%BN @QEU‘V] 2.8 Lﬂu%’]LﬂiBiJVlEJ’]ﬂVIQ@VW%VHI%

a =

= adav v A = = A o v A &
Lﬂ@ﬂqieﬁllaﬂ‘mﬂ‘lﬂ LUBDIYINLLIN @Q@ﬂ%@ﬂiaﬂuwaﬂqimuq Iaﬁfigﬂaﬂlﬁaa\‘iﬂquagﬂdlﬂf@llﬂ@']ﬂ‘ﬂg

[ =

AU UATI8INNS LT UL aztAn liuazullanerenadan vtk YauzADIidnTg

a o A = Y] a v v a o
L@iﬂﬂ@?mﬂiﬂﬁﬂqiaﬁﬂﬂaLa@ﬂuﬂqquﬂLLa%‘Wu’]ﬂ']ﬂI‘ViLiEJ‘Ui@EJ

JUN 2.8 Msleuviuvilersue

2.3.8. anLeu MIG
o =y 4 a = A o w = v

maweugleyvseaingeulinuaindeuudey dmsunueunfenIsAy
noldes WMansinisiauilelanggs lnediudadleyniesuiadloynauduuiavindu
Unaguuundauiealiuuideudundanais Snisnisi@ieusmeaindoudni diludas
Henanastaudamiiouaiadeoulii @ndeugl) amdien MIG Sudsndunuinly
gramnssuiiledinguiniu wewnanuldilisuninay Jagdunaiatndsuinianas
Aguden vwmalawendnndenldiuunlaun vuin 0.8, 0.9, 1.0, 1.2 uaz 1.6 fadiuns

= a ! [ = = o [ - ® @ ! =

I BNINLUWNAN B UL aInLToud S U uARaNAdsLUlUnuUTEIANYSE

a <@ = [ A
BUALKANDALUUNALU GNLL?WNG]"I?.JEUV] 2.9

3UN 2.9 avneudley) wieadnLeuin
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2.3.9. anudilunsifuainlien (Speet ofMovement)
< a = o | v ! v v = =
AanuslumsiAuaIneulinanednuur UT19U8929ANTOU FaFUN 2.10 Teag
denanavunwarjUsvessaden anusilunsiiuaindouiinavinlvisesidouanamse
Tugduls nsfisesdendauaasdudunaunainnisiinduvesiovaouazaly §9d iy
auilunisdenssdinadernlijus19e3enusaudenI 1908 ouanas N3

NA0UMANTDINUTNITANAT LazNTFUURDIIATRNNENDRoALE1TRBLTDLARAS [12]

wuunean AEIlunonas

g le

1 < = 5
wuugUly Anuslumsieusi

JUN 2.10 wuuvesUavaeuazany wuuveal uazuuuguly [13]

lun1sfinwinansenumenszuiunisidendn seaudfnanuwiuiniou SS400 uay
SPH590 $redalaglaveiildlugnainnssueueud FAnwiudendnwnuaudfiniinaveumin

TAgNSANYIANNANNITOIUNITSULSINTZLAN LIIRS BIIRALAS [4]

2.4 MINAHDULIINAY (Tension Test)
nsnaasuusaiadunmaaouiieSnauantRauiunuvesTanseussia 353
nedeutiy szthfiegefisrnagouLiegeing ud1TufinArvetmLduLas AL AT
Antuly wdamdonduidulds wunuarsuiswestunaaeuiiinatutusgfuriiavastantue
UINTFIUAN VBINITNAABY LYU UIMTFIUVDI ASTM (American Society of Testing and
Materials) , BS (British Standards) , JIS (Japanese Industrial Standards) NI ok LA UDN.
(nsgrunBadasigrangsdlne) ldvunmauarsUestunaaeul elitelinaves

nnegdeudedield wiendufimuaanmslunmsifisusinszyinentivng dauanwmiugui 2.11
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Fununaaay In3aaRINATaL Fuandignaana

y
FUNuUnNAdoY

uyymanay

>

»
FuNunadoy

4
Ay

o 2 3
MEIVIATUIU

4 2
NATIVVUIATDIAY

3UN 2.11 FnsvaaeulLsIne

TRgANLLAUTLARIINASNAdDULSIRsENNSauUIan i Ty 3 YA MINANWULVDILT

d' o A
NUINTENT AB

¥ ]
A ]

3.1 ANULAUKLTIAG (Tensile Stress) tAAT WLH DI TIANIUINTEVIIH IRIAAUN UT

MAfRYINe Ineneeuazieniie Tanlvwenuineeanainiu fegui 2.12 a

[ '
=] )

3.2 AMULAULTIBA (Compressive Stress) LANT WL DHLIINANINTZUIAIRINAUN U

MafnrNseneewnlnianiivuinduas faguin 2.12 b

v '
a = I

3.3 AALAULTILADU (Shear Stress) Tddydnwal t LAYl alLsanszinliniang
YUAUNUNNAAAYINY el Tanadeuriuaniuiegun 2.12 c fdwwiiuusaieu (Shear
Force) 13928 NUNNIAAATING A Fagunuiufianisvadusadon lunsfuifnnuauiined

& Xy 9
YN 3 LUUUNTBUNU

a. L;‘Ngni (Tension} b.LsanA (compreesion)

P
A e =
WUVTULREREY

cuzaden (Shaen

JUN 2.12 dnwagvassanseyinvingie[14]
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2.5 N15ATITALATIESNS

ndesanssaddmsuldlunisdeslassasislanslunudouianin laseaing

v
fad a

3a01A (Micro Structure) 3an5u (Grain) N153LATIERIT UL LA UTUNAFRUNNIUNTTUA
a v v LY v = SO & &K o LY = [t &
azdun Taduuazinnsnuiuad Jalaveeraiivialuiiaifieaniy (Homogeneous) s liiluiiie

a o & <, = o oA a Y o
L8217 (Heterogeneous) sauisonatduiaifsanunievatowa Tunisiasizilaseasieds

v A

d1AAD N1TNTIVFOUADITIUIUTDIWANI BINTULAZERAIUTD NS UL azYinulans U

v U
o o

FIUMIVUIA FUT1UATNITNTETANTEANLVDUNTULAALLNTY Tanvilain eIl ue199ed

TAs9as1annanaeiuegannle Matvusgfuanuduniueeian

Y 9

2.5.1 MIFATUNUNBULYDULALNDUNAADU

[ i
=

A15AATUINUNDULT DULABL NAMANAINNITVUTUT UIUTAENISNANDULININS

Y
(%

WWOUYNISNAADU WIBYINNISNAABUTULSA NITLHSEUTUNAADULN D LUYIINISILASIZY LaeLen
FuununsdauludaniedsluliiAnanusouduiuanu sevilidanAnnisiuasunlas

AaNUAteeNgnTINAMsUasuLUadATIAsIANeRINANTEU KARIAIFUN 2.13

MIRIMSunagey
- o -
nana AnLIN EMD nany
- 4 - o & o - d v e
nMIfn 6L naa Aalnou n sianInsa HAUAANTA
1fuain
iAounIn
Wun UHa R
BianInsa
I——— HAUUN =
fAadunina
HHUAR
- -
annudga
Taumsfiana

3UN 2.13 FBnsdnfunegey
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2.5.2 M3FudaTunazeu
Funagauiiazyinnmaeszilasiasisganiadinduundn veeslidnvazseu Wiz
S o I v A o & ey = | a & d v oo
wsaligngu hbildazainlunisduiiedatunegeun1sntunaaeudesstisiiuiunninge

V993 UNAao U N TUT LUNZAUNTATUNAFDUUNNT ONITILATIZIAIUNUIVDIT ULAF DU
Vs UNAdUTIANULLLIN NITUEALLNEAUNSTATUNAGDUVA S TUNTBUAY TILE

nsdinfesnsvhauiunIesdndnlulifuansdsg 2.14

o &
MIuEA
|

|
o -

[ |
fm?mﬁualdnmiﬁuﬁﬂum NsHAAINLY

[ I ]
o] [

I
[ I

P g WA e ¥ wd a dc ¥ w& a  de
mRALBARUUNIY WMHUVIAUINIY mRAUBARUUNIY

(Inorganic) (Organic) (Inorganic)

- ~ = 3

lavizuazlavizian | - l | 1581 (Rasin) | Yurnua

¢

V(L . a S umaes
ANz masluvaaan masluamng "

v
i3

5U# 2.14 gunsaldudatuny

2.5.3 M3Unazidun (Grinding)

wé’amﬂﬂﬁﬁﬂé’?}jumaauaemgﬂéfm lutuselude nadnaziBontsazdndonszay
yi51e Tnei3uannssmunsnevetulasinaasBentuosy ATaMETUTBINTEATNT
Avuadunangiay ¥ungiay 150 wneIUnimungiay 280 3enuneLaY 400 3Ene1Un

8L 1200
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2.5.4 n139a3iu (Polishing)
PAIINNITTAALLD AN IYNTEANYNITIYAUDINUNELAY 1000 AIRIVDIT UNAABUI
anwazidudunuuuiveinistn azdulunisinszilasiaseniendeqganssauiadsl
a ¥ o VYa Qy a = 1 dy 4" o % L% o
W g9NB A DIV MARIVBITUNAZBUT AU IUNINNITL F9a1usavinlatnen1sinau tnenisdn
= Y Y o ) U A v Aa PR Al A a &
vupIestnmeitakay nadanadanldlivaneussnnidenld loun egiun (egiilieusenlun
AD wauinnistnastedenuananndudsteuldaanysdaivuninsgning 1 89 7 lulasunsads

° (YY) Ao & [ & [y
wingdmiuTanniiileuuulidiluilowes iy (Heterogeneous)

2.5.5 n13ansA (Etching)

ndsmndunurunsiansrasnssasndeauds mniudmmavderstuiitun lay
Tsufuansamuneiudneludailasld negin andusrayiinistanseudunu las
wasilufin 3.5% naufuieniuea dufumdndiaiiven mnduididvienseaudng.d
Fusmuudwhmadiliufudnitunuldoglassaiomalanyiue fnaulives insuusidy

yiavedidldmleuiuiuedfuihennldingunu Ay 2.15

Y

(M) NSANATAUSIUVBULNTY (3) NITAANTAVUILIRILNTU

JUN 2.15 N15aEyauYeLaulannnIENuaIN
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2.5.6 naesanssadmiulane

naesgansIAnTIvdeUyanialanzulseandy 2 Ussan ﬂa”mﬁmmmmﬁmq
MUY WEUSUEeuTuULandasiideInsTalielanzaul U umanlddmiunsavaey
Anwiagautinianeninuararnsnssundunasiuialassadslany vdanneioudu

NAFRUILYNANAIUIL AN 08RaRAITUUITRAIEaNTOULAY A1150tFUUATIVEOUR
Tassasnsldias wanedsgun 2.16 uanaassuiunuRIniy

3UN 2.16 1AT8IUSUAINAINRD

naeeganssaldmvsulangasuandeiundesganssaunag lumszasyiaulaenisds
WENNTENUAURITUNAABUT IV SLEIRNNTENUAIRINAURITUNAde U Feazlaninaing (Bright

Field) v3euasnnnssnuilugudes Geazldnmia (Dark Field) wansiagui 2.17

35



o T
ndugiaudm
[TV /
S = NIZINIINHIY, /

laudvny

Funaaou

JUN 2.17 dnwagnsvinnuveuaud

2.6 91UAWTMNYIVD9

a

L3 nuasaunians [15] WAnwinisieseilymnis@nuiauazsesguluaudugy
langlagldislnludofuud Weauwilayminisdnuiauaznisiinsesguainn1syusuduau
soeud lngnisunelusunsuliludiediuudindiasinistuglans emeululunistugun
wiangan aunald@nymnuumislunmsuiluuSulsasdin S1asanszuiunstuglansusy
AIBLUUTIADUAST DINTATINILA 87 (Single Stroke Press) Aa85¢tT8u3d I luniodiuus
wuu 3 {0 lngiansauiienseuiunisiagliiansanssviunsnudugy (Flanging) aninly
Anwife wanwiuIatdu SPHC AMMMUI 1.2 mm NEARINNINTEIY JISG3131 1wy
. . a I . 9 a [ v I o = = [
Anisotropic WaANssUduULUY Visco Plastic auy@dnduienitus limiddawasinainuiou na
o < v & a = & v 1a 3 = = 14
nsiaesRziiulaidunulziinanudemelalunstusilnglduiininunesniuuinisle
nsneaesUuwifinn Snviedadinsagdeianduiiuumnnidessnninisldiuanusudiu
1 ¥ a & o ¥ = o 1 a 9 VY =
vnalnguazldinalunisudavaietuneu awudadniseensuuwdituilndlvidunistugy
& a Y gy a S a2 v Ao ] o A8 v
ATeAed Wlaguanunuidesnislaalsuanduausudy Ni5UT9nn1sNaaTuaianting
gan¥ HansTugUansaduUlineluasufenlaelienanieuarn1sanatuennumuIes
kY =] s P 1 a a1 a a Y & Y [
Fuaazuidaliny 25% wagiilidansdnvinvestiuauiy lnglaiinsvaassuurun
lneld suideudBluludieduud Anw 3 nsdiAevinisusuruinninugeesnseitadu 6, 4
Wag 3 mm. Wivanussrunsiavesianas uazveasdlduunadunusuiudtasinsiusy
kg Fazwuldindunulinianisinun Wugunundsuiuesanadeiiudunugaried

Ao slagdugUiiieensausig iy
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g3v FuNINBT [16] ANWINANTENUYDINTITITNDTINNITT axulanes1eytingening
wiinndl¥adiugmand (AISI 2205) fuwmanndnliafiuesamudfa (AIS| 304) denssuidsnis
Woueinlanzuianay (Gas metal are welding: GMAW) sian1sildsuniaclaseasnegania

wazautiviena wsfiwesnldlunisnuideusznoumeunialnaan Aanuse waznszualyl

P [y [y

HANSIENUINN SNBSS NANYIdmai oAU IRasgaiseaulad1Ay .05

INNIANWINAVBINTTRDINSToUNTEVENAreANULTILTIRIEER WUl Bvdwa

o oA = | a a | a < a & Aaa a '
wan Ao nszualiien d1udnsnasiu AeanuitlunisWon uiaunaau AIEnEnananis
WABULUAIYIAIAILLTINTIFIEIEN I1NHANITNAABINTIITUIIINAIANLTILTIAIGIER
a L2 44' d‘d 1 v 1 d' a 6 r-il' 6
Y9IN1T1masNISIWaNnilAgda Launnisideunisdines nssualiideu 180 wauuys
Anuslunis@en 350 fadwns/wnil wazuiaunaguaiswia Art CO, (95:5) dAvinfu
55.37 km/Taawng2 wuln ansnanan Ao nsehalidau dudnsSwasiu Ae 1) nseualwiday

&Y 4‘ @ d' &Y al'da a | d'

wiiaunagu 2) nszualiiden ausluniswen wasuiaunagy NBvEwasenisUasuLUa
YDIAIAPULTILTIFIPAATIN IINRANIINAFOUAIAIIULTINTIAIYAATINVDINITITLABS N

Woundrgedn lounnsifeuiimisfwesnseualnion 160 weuuwds vhanudilunisdey

350 Tadkuns./ui uazkhaunagu Ar+ CO, + CO, AWMU 52.77km/Tadiuins?

ousdnd anlvg) [17] Anwidviwadudsnadouenialaveufanquiiiinasoauifves
FOUAOLABLNANNAIAIT UBULNTA SSA00 Autnannalsadu SUs304 Taafiad1umun
3 fiadiuns grinseuliiluninniie 100 fadums wagenn 200 dadwns vinsidoueialans
uAgmguLUUReIng dauUsnisidendsznousienszuaien 80-120 weauds mnudauduuin
150-250 fadluns/min wazaNiLd on 30-60° M3nTI9deUA AN TR 19 U0 BINY
U3ENauMIENITNAAoUAINNLIILTIRNEOU N15051980UlATIATINUNAIAKAZTANTIA NANTS

NAADIADNITAUNTZLALY DN AINATINIAALTININATY N15EAF V9950868 LazAINULTIUD

langifauiiAniindu nsdsuwlasuindoulidmananinuuduswetsosse fAulsves
nslounfvian Aefinszud 100 A. AILSAAUMLATEN 150 mm/min uazyuiliau 45° e
nszuAdon wazAMUIIAULLITRNLTY LavdinalaenswiTiAIANLTsITeITRYse

LN
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¥ v
v Y

[ o a v Y @ o o a a v ~ [ £ 1 [ ¥
AeUYINNNTIe AR NdATy BVENAAILUINSHEUWANNAT SPH590 WHMaNNE"
IAFOUNLANMUMUNTUANAIAY FUNUARIENTIEMALUNURITUIANIN 130 Tadlunsiazed
220 FaFIAT MUUAAIIUNUT 3.2 TAFIATIINSVULHUANLYLT 2.9 Tadwns Nisvey 10
a a N v =~ < (Y o 2 o o

Taduns WWounenszuiun1sidauudniuusnsilauwdnitan1iznseualbiidau 200,
220,240 way 260 woul ANISAAURLITOY 80 ladiunssoundl WidesugnAndiuazgn
mvaunsadeulagldlsven Tdufiaunaau CO, dansinislna 20 Anssiounl yuou 45
99PN AUTRLAD ATUMUITEETRISAINYUTORBLA NI T sanswilsnaaudd Ay

< [ { o v a
WTause vadagnoutluldnuass
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uni 3

A5n15A L HUIU

TunsAnwtadenneg AllnasomuLdansIfuay Lo napLANYDITUITUVDITOURD
@ v a L3 @ U b4 ¥ o
LNEAANNAT SPH590 31A5121ANULTIUTIV09508s0 tASIasINmnnIA tassadaganiaLagyin

a ¢ =~ Aaa ] o ] = o &
ﬂ’Ii'ﬂLﬂﬁ'I%ﬂﬂi%LLE‘IL%@&WI@IVI?!@IIULWI@%GI'JLLIJ?’U'E]\‘I?@EJG’I@LFIEJ HUNIIVNABDINIY

Lap Joint
Fou MAG a21deu ER705-G
'
NIELATDL
v
v v v v
2004 2204 2404 2604
| I | I
@i dan
votical, horisontal.
+
! ! ] v
0 mm. 1 mm. 1.5 mm. Z mm.
I I I |
v
AL ITEEZWNNTuRD Gap.
!
¥ v . ¥
0 mm. 1 mm. 1.5 mm. 2 mm.
I I I I
r
[ |
Tensile. Macro. Micro.

AATITRATUNANTNARDS

5UM 3.1 JUBUUNMTNAADS



3.1 Jaguazaunsalnlglunisveaes
3.1.1.3agfldlun1smaaas widnnd1 SPH590 vinnsinsendiuanuliiivuin 130x220

mm. $¥8I19Ng 10 Hafuns Jununaaaunsgui 3.2

130
-
|
|
|
|
|
|
__L
\
\
|
=g
= |
2
=
o |
|
2
ad
- |
z
2 |
=
2
|

“ ‘ g0~ “‘ 140

5UN 3.2 dnuaizfiunuseins

3.1.2 @ uNauN19LALl
1 1 < % 6 o 2 d’ a I3
AIUNALTDISWHI VRLUANNAIAITUD SPH 590 11N15M5I3d0UsELAT 0dalAlaslilnes

LAAIAINITIN 3.1

AN5199 3.1 FURANNIATVDILELIASEU SPH590 (%Mass)

C Mn Si P > Alt Ni @ Mo Ti Nb
0.08 111 064 0030 0.012 0.04 0.009 0.05 0.005 0.009 0.004

3.1.3 ufigunaqu
wiaunaguuundeudusianisveulasenlyd CO, Tallsargnuazienldly

AARAEMNTIY falandlugun 3.3

03 WjueeuneRCLY

0 pcoanenc (U =

e 20
= =
1
g
B =

5UN 3.3 uansufauneauitldluauioy
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3.1.4 iuguday
insweslagldvueuditen OTC Daihen FD-BAL sllmnuusiugngs 1ad1y

ANV ITINNA Aauandluzun 3.4

sUTl 3.4 uansviusudilen OTC Daihen FD-BAL

3.1.5 langii
lavzdniildlunisnaaes KOBE 50 2w 1.2 mm Feaziduainieundnaaudfing

nauzaLumANNa1IA1SUBY SSA00 uaz SPH590 Makanslugu 3.5

—
avsoowe

souiD WIRE
FAMILIARC"

MG-50

gﬂﬁ 3.5 LanIaAdian KOBE 50

AIUNALYDITANN VBIEIALTDY KOBE 50 WARIAINITINN 3.2

A15197 3.2 drunauaailianaiden KOBE 50 (%Mass)

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
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3.1.6 NSLATIUTUIIUNAADI
FAEN SPH590 s8LATRIFALNANLAL YUIA 130mm. x 80mm. x 3.2mm. hay

PUIA 130mm. x140mm. x 2.9mm. 91U 27 FJUINUNAZDU G‘w’mamﬂugﬂﬁ 3-6

i o & 1% 5 Y [ 1 ¥ Y Y <
5UY 3.6 NMIARTUNUMIBLASDIRALUANLANY (218) LasTUTULLDAALESD (131)

3.2 33n15LWNTBYHALNY

1
=]

nsgviunsWenlansuiaunagulaninuanisdweslunisaedasaslsuen Al
NSELaANIYIUNSaY 200, 220 ,240 way 260 waud ANUSAULLILY e 80 Nadunsrauni
yilavadlanglAiuITaUNIINARBY MG-50 KOBE 1MilaugnfnliiiazgnaluaAun1sinaoud
Inglsuendusduindeuiilionuiaunaau CO, 8ns1nsiva 20 Aassoundl yuliou 45 oA
% 1 o 1 6 1 1 9 1 < i% 1 @ %
flusaesa ALnieszEze1sAANYuIeEsawiu Twdnng1 SPH590 waumannd1Aumun
2.9 uay 3.2 TaaLUAT AANENTIAMABUNUENIAWIANIE 130 Hadiunsuareny 220 Jadwuns
AMNUAAIINYUT 3.2 HARLUATINUAYUULNUAIINAUT 2.9 Hadluns Szagmaing 10 Jadiuns

d' 1Y & <
LUDURNIYATETUIUNTLYBDULLNN

3.2.1 MUVUTLTaNAINTOLABINY TENINTUNUADITUNIUMIIALE nszualidaud
200,220,240 Uag 260 LauwUinuandluning 3.7

Gap =0
: A Aiming Omm

5UN 3.7 sUuuummaaesd 1

a2



3.2.2 AUVINTILT 01INTRYFBLNY TEMI T UUADITUNAUUAAUE VUDBNAN

FUNURAN I UIAILALAANILUIUDY 1,15 way 2 Tadwuns nseuwalbWi@aud 200,220,240

LAY 260 kaULUSAILAAIIUNINT 3.8

Gap =0
A Aiming Omm

2

5UN 3.8 UlUUNTNARBIN2

3.2.3 ANLVL9Y997199 9950 U ADLNY AT AAUIA LY DU T INTUINUADITUNAN AU
. o 2 -

Aud WIUTURBNAINTUNUNANILWIAT 1,1.5 uay 2 Tadiuns nseualliiauy 200,220,240

WAz 260 hauLkUs

3.3 MnadauaNURvessassiaing
3.1 NMsnRaaulATEsmslanedng
3.1.1 in3esianazgunsal

- ndeganssadaweslowuuy lidmsunisnsiaaeulasiasaunnig
- naesgansauwuulduas Idmiunisnsrdeulasiasngania
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2024-04-09 44.18 617.50 25.76 360.24
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Uil n-1 Tassadraqanialavizgiu SPH 590 ¥unm 2.9 mm.
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Uil n-2 Tassadrsganialanggiu SPH 590 4uam 3.2 mm.
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SPH 590 HAZ Thickness 2.9 mm.
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Ul n-5 Tassainagania SPH 590 HAZ Thickness 3.2 mm.
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5UN n-6 1a59a3193a01A SPH 590 Interface 2.9 mm.
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UM n-7 lassadneaania SPH 590 Interface 3.2 mm.
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260A GAP 1.00 mm.

TestNo. | Testdate | Area | Max. Load | Tensie strength | Yield pomt | Yield strength | Elongation
mm? kN N/mm? kN N'mm? %
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MESSAGE FROM THE VICE PRESIDENT FOR RESEARCH

It s our pleasure to welcome you to the 6th RSU
International Conference 2021 neld online 4t

, Thailand. A major goal and feature of it are to bring
academic scientists, engineers, and Social Science and Humanity
researchers tagether to exchange and share their experiences
and research reml’¢ on most aspects of science and social
research and discuss the practical challenges encountered and
the solutions adopted. Today, two conferences are powered by
Rangsit University; first, Science and Technology Conference the
other one is‘the conference for Social Science and Humanity,
Education; Management, and Arts.

This is an exciting time for all researchers wha require the exchange of thought and ideas under
the difficulty of the COVID-19 pandemic situation. The RSU International and national
Conferences were held and designed to overcame the rising of this severity. The conference
organizers adopted a virtual format sifice last year when the pandemic had just started. This
year, again, we have decided to arganize the event ¥ia the Zoom platform. We confidently

organize this meeting and Ju“e:smlly avercome the'barrier of the spread of the virus,

Significant Keynote, Invited spe.sk.er

s,-and participants are coming from all around the world,
namely é

{2y ‘55-.'4.' 437

\

Six countries are represented in the final. program: The number of 205 presenters at the
International Conferencess also r‘ghly gratifgng ‘sh owing the high level of international interest
in the Conference. They are from Ching, India; ‘Malaysia, Philippines, Taiwan, and Thailand. Whist
the national confefence presenter s 70 from 2Z-universities! in” Thailand. Thay are from

Sosity Sl Avhiaidey Sralaing

Proceecings ot K5U Research Conderence 2021
Publshed onbne: Copyright © 2016-2021 Rargst University

.
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Special acknowledgment goes to Asst. Prof. Dr. Surang Leelawat, a well-known researcher in the
field of Ganja. Her lecture is "New Normal for Ganja Research after COVID-19." This lecture
provides information on the research progress of Ganja at Rangsit University. Also, many
professors have been invited as the Keynotes and invited speakers to share their novel findings
against the COVID-19. The program was chaired professionally and efficiently by the session
chairpersons who were selected for their international standing in the subject.

The success of the conference is due to the collective efforts of everyone involved. | would like to
pay grateful times to the members of the arganizing committees whose contributions greatly
making this online conference of its kind a reality:and to the Co-organizing Society namely, Thal
Association for Medical Instrumentation, Thal Biomedical Engineering Association,
Council Of Engineers Thailand (COET), Thai-Chinese Commerce Association for their
additional generosity in supporting.

| would like to thank the members of the program committees and reviewers who have worked
very hard in reviewing papers and making valuable suggestions for the authors to improve their
work | also would like to express our gratitude 1o the intemal and external reviewers for
providing extra help in the reviewing process @nd the authors for contributing their research
results to the conference.

Many thanks go as well to all of the authors-who provide the high quality of manuscripts
inciuded in the Proceedings published by Rangsit University. # also express our sincere thanks to
the conference staff for their hard work.

Finally, | hope all members will have a‘technically rewarding experience, use this occasion to
meet new friends and new interactions that will result in a sotid framework, and continue to
pave the way for the next-canference held by Rangsit University. With your support and
participation, the conference will contintieiis success, Thank you very much.

With very best wishes

e e e e Y—— -~

Nares Pantaratorn, Ph.D.
Vice President for Research

Rangsit University 5

Proteedngs of K5 Research Confarence 2021
Publshed onlre: Capyright © 2016-2021 Rangst
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Effect of Metal Active Gas (MAG) Welding Current on SPH590 Steel Lap Joint Properties
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Abstract

An objective of this rescarch was 10 study an effect of Metal Active Gas (MAG) Welding Current on SPH5%0
steel lap joint propertics. The joints that were produced by a welding current of 200,220.240 and 260 A were
investigated for tensile strength. hardress and macrostnucture of the joint. The experimental results were as follows
The optimized welding current that produced the maximum tensile strengih of 619 MPa was the welding current of
200 A. An Increase of the welding current resulted in an increase of the weld penciration, a decrease of the weld
hardness, and a decrease of the tensile sirength of the joint. When the higher welding current was applied, a Decrease
of the joint hardness could increase the yield strength and the modulus elasticity of the joint that might be uscful for

the flexible structure design.
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