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This research developed a hybrid welding process combining Gas Tungsten Arc
Welding (GTAW) and Shielded Metal Arc Welding (SMAW) for TMCP EH36 steel, and compared to
the conventional SMAW process in terms of mechanical strength, impact energy absorption, residual
stress, microstructure, and distortion. The experimental results showed that the hybrid process
achieved an average ultimate tensile strength of 524.35 MPa, approximately 5.9% higher than that
of SMAW. The impact energy absorption in the heat-affected zone (HAZ) reached 256.57 J, which is
34.5% greater than that of SMAW. The maximum residual stress at the weld center in the hybrid
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higher residual stress and narrower stress distribution. The angular distortion measured in the hybrid
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enhancing strength and toughness, whereas SMAW welds had more diverse microstructures with
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111 : P. P. Thakur, Dr. A. N. Chapgaon, “Effect of GTAW-SMAW hybrid welding
process parameters on hardness of weld” , International Journal of Engineering

Research and Technology. ISSN 0974-3154 Volume 10, Number 1 (2017)
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SMAW fnseansninuazaiumaiEa lunisdausy



14

LUAAATIARAARAIN LN U UNATUNNLINNIFTANUULUNENANNTDAR

dl v 1 1 v . dl a dgl
ANNLAENTRTaLNNTRY LK NNTuAns1aannlalagiaw (Hydrogen cracking) Aenaiintily

v o o

WMANNAAA944 [Shi, Y., et al. 2017]
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d e A4 L. T}

NendasnativayuuuAni

dl v dl ¥ ] o/

1. Wial¥@aunsane N s naaadN I UN T TIaN laagNatnLat

ANFTANULUNAN GTAW+SMAW HA9 113N UFD 1A WIUNIA 919
NTYUAUNT GTAW LAY SMAW LAAZNTELIUNITANNIIINABFALANFANAL (NTLLE b,
weauln, ArruiEalunisiden, atauazauinaesasAd@an) nasliauAnTant TiEauLls
wiantiasnazynlildaunsnaglddnauanifaesseadoni larusnannsdaudsle [Lin, V.
C., & Hung, C. Y. (2014)],[ AWS D1.1/D1.1M:2020]

Fa88N9: MINARINITANHINANTZNUUBINITDN AN AL SMAW
W ENBEN9LAER N17AINNTELAWANT CGTAW (W1 nezwa ln, A9nxL5e) Tun1si@aNsInag
luetineg e liilad1ANLANANNIBSHAANS (11 ANNLELIIAN) N1RINNITLTERN
SMAW wintiu Tdldmnssuudsreanisidasn GTAW .

F1989: 91UASD9 Lin et al. (2014) TAANHINANTITNUUDITUADL

n9i@au (welding procedures) AaAMANITANINNATBIUNANNAINNIAIGY TARTELFINS

q
! ¥ 1

a " dl v = o a o o dl v =
muqqua‘mme‘mﬁ‘m@u"lumﬂunﬂwmmﬂummﬂm Wwaliuan1maaeslAN

YidenawazainisaiBFaudausule [Shi, Y., et al. (2017) ]
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2. WaaF19A Na N30l uN19T9191 (Reproducibility) hazA31N
4
Wgene
UANNITNUTIULBINITIAUN AN IAIAATABNITNAADIA B
Au1309118 14 (reproducible) Tneninddaaudu 7 uazlinadwsnindiaeaiu [Tusek, |., &

Krizan, J. (2012)] Matiunnuazaauansaulsfuianna liasiunisaine 'gas ndniau

o

o o = o q v oo =k v Lo
ANUTUNTECUAUNTLTDN VI’]IMN@HW?Q@EWH@N?’IQ’]NHWLﬁ]@ﬂ'ﬂ@lﬂ

d1989: NIMIFIUNNTON LU AWS D1.1 nuna n1sdnindunes

N191@eN (Welding Procedure Specification - WPS) @491 n1910asn 191 maung1 Aty

|
= o o

< vo o Y & = o o
NanualitalauLas A LWﬂimﬂ?ﬂﬂLﬁ@ﬁdﬂllﬂm@llllﬁmll’]mll@ galunannisaganunu

q

n1sALANGALLITTNUANE [AWS B2.1/B2.1M:2014]
3. INBAAANRANAIALATIELINNIDITBITDLLTON

nsilaaulasdudssulngldraunn by nezuanngaiulilvie

1
a o

A lunsmennAninll erainllgdaunniesaessesian Wy Undercut, Porosity,
A ] dl o v o : o a = a o .
1190 Lack of Fusion T9azyin liAMANLAN1NNA199TW A asuar IALLauNAN134E [Kim,
J.S., &Lee, J. S. (2009)] nsasfanlsmatazdaaanamdeaAIna1ouain et

4 = °
TANNANNINANANE

v a . ¥ o a o dl o dl

81984: Tusek and Krizan (2012) 1#n1s3defaaiunisdanuwuy
nan Taiugndinisaauaunszualnuazusssu i nmnnzanidudeandulunisannis
- o . K : 4 v 4
Aadaunniauaziiuaananysizessesidoniliainnisdesnuuunas [Deng, D., &

Murakawa, H. (2006)]

o v

N17A9N ALY 2AUIUNITITANLINAN EH36 ANENTLUIUNITHAN

o o

GTAW+SMAW aaifluAadnanylunisias e lianunsnuenuasuanssnuaadfaulsnanla

o

Taaginauduei a519aNuIde D IR UNAR NS LazanANIAtaNaziAATaLnNTadly

TUU
Anlsuazaunmzu
Aaudsmu (Independent Variables):

ATLUIUNITTAN: NITTRNLLUNAN GTAW+SMAW

1
o o =

AAUNITLTAN

\@aN3N (Root Pass) pgl GTAW (1 981)
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\TaNLAN (Filler Passes) sagl SMAW (3 381)
1ipam e
dl = al 1

AALEAN GTAW: ER70S-6 (MTRINELIINA)

AvAIAN SMAW: E7016

TAATUINU: WMANNANTA EH36

Aalsm N (Dependent Variables):

ANANLRANING:

AN LIIP (Tensile Strength)

ANLTNLNATIN (Yield Strength)

= o

AANHAULILLAZNANNIUNNTNIZNN (Toughness and Impact Energy)

ANLAN (Hardness)

Iﬂ?ﬂ&%’ﬂﬂ@q@ﬂﬁﬂ (Microstructure):

AUNALNTY (Grain Size)

agAUsznaug (Phase Composition) Wi Ferrite, Austenite, Pearlite

AHANLFOIIBITDEITN:

N19RAaNTIN (Fusion) WALNNTUNINTN (Penetration)

AINHNTY (Porosity) WATTR8I517 (Cracks)

FRIINIURIIUIREY
ANNIsANEIAUMIIUIAERT NN Tue AnaunsiTaqiiuwudn wan EH36 Wl
A . ) & p o A d &

NAKDUNTTUIUNITTANNAIE ATILANIINNALTUNNTTONAVENTEUIUNTTANLALIAD
SMAW, GTAW, GMAW LA ¥ Plasma, SalinUa u3fa NN LU URANTEU9 19 GTAW U

¥ o v

SMAW RgvinlHERdeLAe iU TN 0 A109N T TaN UL GTAW NINANTL SMAW 29103

1
aa a

Tanadnymenanaziasaiadndan Hun1aaen1e49naIINIINseEeasinag

2.1 AARINNTTNFADLTALAETANITD (Shipbuilding Industry)

(aranunssusaizaLazdanze, 2021)dayaaindlas gnudayanauiniansia

&9 U
|

(Marine Knowledge Hub) amnnauniels Iasanisannisaanufinenatlsz lemiiiesnmnng

u

% 1 dl o ] A 1 = Y o dgl
VltLZQVLmﬂZ\]'YJLﬂﬂ%ﬂﬂﬂqﬁ]@ﬂﬂﬂﬁ‘ﬁ‘m AeFauasdanFa il

a

¥ 1
gRAIMNITNFaTouATdanTeITugnaIMNITNNUTIUN AT AANE 1Ay wasd

douidenlasiugsianisauaamieiiuazian s diaaud aaenaumeNleiugAaMNeTH
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A A A o , o o 1y A A A

PNEALUBANAUANNINHNIE LT 'ﬂqm@qﬁﬂﬁ‘?ﬂ BAANLASLUANNAN 'E;MZQ’]MH??NLM@&N@@@@”]?
e a A = A o - dll o A P

@qﬂﬂﬁ\MI,muL?@ ﬂm@’]uﬂ??ﬂ@LL@:LﬂNﬂmm @qm@’]ﬂﬂ??NLﬂ?@Q@ﬂ?ﬂ@ LATRNEUBILTR

gaangsd iuazdiannseting graunssnlduazmasiiines 1iusiu grainnssusiaise

1
o a

wananazidugnaunssunfecldNiuasnugeuarauiilsaanuds dallgnaiunssud
dl ¥ = o o 2}/ 2% o = & Y v a
INeaTasdnaNUIUNINTANTEAL TaNTssase e ATulaELaTasAAINNIAUAAINT TN
Tugeanuaneanlszneunu

2.1.1 NMsAAMUIEsaFauastaNZalaslne

(aAAUNIINFD FaLATIaNTE, 2021)AHATATBIgAAINNTINFaTa Y

AN9LeeIn ‘EmmLfawf]zmtﬁmmzﬁ'mimi”gﬂizsmmu'f?mu@:mmim?gm’ma wa A9 AN

o o [

ununaestladeidilnsafnazidwlaunanuansneivetesliadr Aty dnsuilssmaan

'
o o

Tadeudnnativayunisiiuinuesgaanssusiede laun nislinaianialutlszinAauin

TnajdenalififinalaeAmaiiaq N1981aN1a9N1TNARRL LT uIT LU ANNATIN17D 1WNNg

L4 q

v 1
¥ K '

N DIUNAIUTANAINAIATTUA AN ABNTU FUNUNNTTANITRR AL kAT UTIaY lusTAy
wieduls saunantslignavnssusailiesnaseuAguiiaaldgUn uieun luniunues
dszindlne nsiasuadednaninaesgseauardanzaaiusasaidenislszaiuaay

fuHaNe lUTEAUNTNIALAZUIUNTNR HIWAUSHAIN NN ATRIAT N1 UFINALANIAN

a

v 1 1
o = o o A a A

”muﬁ?@ LACAUREILNRUIN NN INATNUNDALALWENUIUIANITNLALINATANITHARY

A '

BRARNITAAFAUNUY ARTEUZINAIANTENNTT LAZARLAUBIABNIATTIUAIUAIUIAADN T9AY
dogenszALanANAINIIn lunTLiuasg Aa N sTNsaEe Ing lusrazanneenadativ
2.1.2 AanHUNUIUAAAIUNTINADLT

] o

(aAANUNITNFBITALAZTONITE, 2021)AaNTsnlURAANUNIINGATAAINS

ja)

v

° v o v LA ' , o A A =
qqLLuﬂ@@ﬂiﬂLﬂu@@\‘]ﬂﬁxLﬂWM@ﬂ 1@LLﬂ \‘]’]‘HB”]@L?@IMN LS dﬁusﬁﬂNUWg‘ﬂL?@WNEQLL PRI

2D

'
o o o

anmosy dnnsrasd warduseunisUfimnuanssiuetneliigi Ay
1. 9useFelud (New Shipbuilding)

N3TUIUNTTAREE MU BUAUIINA1ITRNLL LT IRAINTIN (Engineering
Design) I4AS8LAQNN1TIATITAUAZATBINNAIUTATIAFIS N1991809ANITOUTNINGNN
naA1dnFun1mageuinmazeludenn (Towing Tank Test) 298090135211
y i e . . o 44 ¥ v o
FuLLuR lAFun1swan lngdnntiueenuuLNNANNUTeNe TUuRerN1TeenuLLEIRaea
lUfensnvuasaazidenlansed519i3e (Hull Structure Design) N1988NWLLTE UL

o ™ . o 4 o ! A4 o °
TULAREU 1YW 1wan luans Lﬂﬁ"ﬂ\‘]@ﬂﬁ‘IVIQJLL@ZL@?@Q@H?%']E ma‘muum:uuiﬂﬁq
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adnnsating szuvaeans uazmalulatinnomanisenrdesiuinglseasAnisldeu e
NN9ABNULILLAZNNINARALENWNUTINNMUALAY [stindayassnanqlilgnisaanuuuiid

WaR (Production Design) el ludunaunisiaasiease nnsmedemaniaeiallfasande

v
o

LﬁﬂﬂﬁuﬂﬁﬂﬁﬁuquﬂqﬂIﬂEHﬂWWZIHH?ZUQMﬂW?ﬂ?Zﬂ@Uaﬂm&(Fabﬁcaﬁonandlﬂecﬁom

~ ) o o 1A A A o Y
wazniamanilszanulans (Welding) 411sugrad ldHANEAINAIUNIT0NRLLINAY
a o A a o = 1 A dl o o 6 ¥
TAINTIN AINITDIANILLLEFRANNUTEN TR TN 18U nified N UF U Iinsemu
v o % ?:/ d’l 1 % v v v o a dl o
danuunresgnAn M9l nseanuuunaznaassdaaiullmudaisdunianatinninivue
Tuaydtyryrdnsnamnilaandeuriadianlunzia (Interational Convention for the Safety
of Life at Sea: SOLAS)

=

2. utaNINgaFeNNagiLan (Ship Repair and Maintenance)
d’jn % o o dall = v o ]
ulszinnilfatdunisingeineuariuyanssaurreize linaunne lu
anmniaNlifnTg IneAsaLAgNNNITaNUTINTe L AUUTUAIUTIBILATENANINAN NAANS
Fn(38 PINTNITULAILANKAZILLULATLARUWAN 7 TupnEe N19anLingalnaNuauaeuii
) Y 4 A 9o a a A )y A a A o | o A
FANALLANBTRYITREALEUNITAWED ENIUNTUTENANIAY INBNTNUATIIAINITUNED
¥ 1 o a o o/ rdl o 1
g 9ra21981N19ANEBNY wazn13aRnIdanglnsainaniu nszuounisdeutulyl
o A ¥ o al/ =) A dl
nanaINITagaanInEaiuszasaudeninuaanna (Ineialiyn 2-3 1) visaleny
=l dl 1 1 [ 3 % 1 dl Yo A o
ANIAemaNdenansenuseaNlasadalunisldann viudennnuldUeaAanisfn
a; 4 P T A y -
wWanu waz@andanlaeaindome Waudlaarndigadanuseainnisldauenouiy wie
ANHIALIMNEANALTRLING 2.2 NIXLIUNITFAED (Shipbuilding Process)
(Hadjina et al., 2015) dumaunszulunsseirelaeiall Busawsd n19sn N192U
dl [ 1 a 21/ o A dl 6 s ]
51 N9 e N19Ane N9UFULAN uazdszneuRnRsRaLTe IATRvaWsLAazglnTalsTLLAN
NAGELNAADY AuudaaFanfandanay Inaiinszudunisuansanandly (nwdsznay 11)

o

Ha
ANUAR

n. MsUnuMswRNdauszneLLas AARE e
- Steel Stockyard (plates and profiles)
- Prefabrication of plates and profiles
- Fabrication of plates and profiles

- Hull sections subassembly and outfitting



- Hull blocks assembly and outfitting in workshops
- Hull blocks erection and outfitting on slipways
- Final outfitting after ship lounching
1. mzmumﬁmLm?ﬂ:uLmzﬂﬁzﬂ@uﬁmrﬁ’]&uﬂ%ﬁﬂﬂmzqﬂmmi
- Equipment storage
- Equipment fabrication
- Equipment subassembly (blocks, modules)
A. NIZLIUNNTYINALTD
- Painting
q, mimum?mmmu%uzgmﬁwLL@m'\m@‘Ll
- Basin Trial and Sea Trial

- Ship delivery

19
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Steel Stockyard
(plates and profiles)

Equipment storage

k.
Prefabrication of

plates and profiles

r
Equipment
fabrication

h
Fabrication of

plates and profiles

r r
Equipment subassembly

(blocks, modules)

¥
Hull sections subassembly
and outfitting

-~

F Y

k
Hull blocks assembly and

outfitting in workshops

¥

Hull blocks erection and
outfitting on slipways

'

Final outfitting after ship
lounching

F 1

a5 &

-

L 2

-

F

F Y}

Ship delivery |

nwilsznay 11 gluuuaeenszuaunissieGalaesiall

N1 : Marko Hadjina,NikSa Fafandjel, Tin Matulja, “ Shipbuilding Production
Process Design Methodology Using Computer Simulation”, Brodogradnja/Shipbilding,
Volume 66 Number 2, 2015

(naunuan) asunsliiiuninaesnszusunissaEalaain unaAINEey

a o

Production Management Tun1sreFenTinnaes DSME 18911911en aAsml ﬂauQﬁmu

De

a a 6 =

NINGNII9Te 39MAIULITHNIANTTUIUNNIFBITeNTINATEY UTEMWAqT LT AR uaWANTY

BuALeTaa A Usymaniva LA ldsatl
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(Naunuatu)gsatsa u3d n Daewoo Shipbuiding and Marine
Engineering(DSME) wlugsiaFatanauauiaunfdinanuainisalunissasenunalug
v oA A =< o o LA Y A @y o
widnFeNTInATeR A NTFudaunInndnFeluaAengwlunTEUANANTa T Ee A LA
LUWIAINAALAZUANNI9797 29 FaluntAenauni I tnedl Flow of building processes

o A » A o
nasannuNIsasuNludyynnsaineEanel
¥ . v A =
NTeUIUNI1T4 519 (Production Process) lunisafrasansinmaes DSME
QI v v ¥ ?:/ 1 A 96’
(Nnwdszney 12) azNmfg nezuaunITwia (ld Dry Dock) anniuazilant iraadun
Horizontal Floting Dock wanidngnszuaunissalil (14 Wet Dock) Fenwaazusnifludunau

a A % A % :J/ o d’j
?J@\?ﬂTZU"J‘LLﬂTiN@ﬁlﬂi’aﬂqﬁ‘@ﬁ‘q\uﬁ‘ﬂiﬂﬂﬁ‘:ﬁﬂ’]m 12 UURADUANU

| unicading |—] steel Stock [-——-ir | ='] Cutting }—o| Forming
s &2
=—— -

’—' Outsourcing J [ Yard ]
Outf . | '
:::M [ Cold Forming ] [ Hot Forming ]
: — |

- +Block Fabri
.g{m P Pro le- *Panel Block
+Painting Outfiting + Qutfittings installed

|
+Pre Erection ~Erecbon Pest Float Out o| Harbor Sea
“Oufiting Outfiting (8TW) T iz

awdsznau 12 nzuaunIINIaFeizanTinares DSME

|
o a

i edfmi naunuany, Production Management lunssaa3aninaue

q

DSME, N9NgNiin9isa

1. N9rUARE WM ANF19 N1Eag DSME Taemnaanndy Stock Yard welw
Luﬁﬂ@zgﬂﬁﬁﬁumﬁqmwﬁuLLcjumﬁﬂTmmmu antiuazldsn Transporter i gUFan
AWML REUAN Lﬁﬂﬁmm[ﬁ’fmnﬁiiﬁ’mumﬁﬂ%gnﬁﬂLam‘ﬁmuqﬂﬂém’_l’ﬁiwm
Treatment Lﬁ@ma‘m’?‘ﬂuLLtJumﬁmﬁﬁzjmmam

2. nsusgauHLmAN (Treatment) nsliAanden e laAanTu n1svinAas
4281m Blasting N1381Use8f/Aa8d Primer anw@ Primer L UVAN A ULILLA L A UEN

1% o o 4
WiaNiu N1 AL Dry
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3. TURALNIIFALNILIAN (NTWUFznaL 13)

ANUITNAL 13 VUADWNITAALNWLRAN

|
e a

dl a o . ] A =
NUN ANTALE NAUNUATL, Production Management lunssalzan3innaeg

q

DSME, N9Ngnineisa

4195 AkEUwaN WunIsARLRUAn I IAAN LY (Nndseney 14) Iaad

¥ I
VLNLL‘]JUW]HU‘]J?Zﬂ@‘U

ANUFENAL 14 NMIIAALNRAN IR LAIAINLLL

'
e a

Nun : aifmd naunuany, Production Management lun1ssa@anIinmnaas

q

DSME, N9ugNiingisa

v
o

v 1%
5. TuRauN1UszNaL Component Assembly (nndsznay 15) ludunauiiay

De

\WuN13LsznauTudqulant (Small Component) 14 Sub assembly, T-Bar AN
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nndsenau 15 auwaannislsenay Component Assembly

1 affmd nAunuany, Production Management lun1ssiaizansinaaes

DSME, NINgNIin9isa

6. dunauNIsUsznaLian (Block Fabrication) (nawusznay 16) wilun191n
Fugdan Small Component ANNILLALANITURLL At sEnet Block Taginaaziintntlszney
{14 Block ﬁﬁmmmlmgmﬂj (38N Grand Block ﬁﬁlmizmumi%wmLﬁumiﬂﬁu“mm
Tulseanu nsriaizazes DSME wiunisdszneu Block e ulsenu Tnaazdsznauily
Block Aiflaunmluajuann Block tlagl) wiunsfiReuiiamnsarinldie nnsdenyinly
wszunuuay iAzeesailumdn wdaAenan Block (Turn over) Aavnsinga Outfitting
ﬁﬁquﬂﬂ@mimumm:ﬁqmiamé’iﬂuimmu seduludumau Erection agldiaanluguia vive
Skid Way du anunsnsieieldluszazinandu annnefiiunistsznes Block ﬁﬁmmmlmai
OPCIER Outfitting d9un1nNnelulsaaurini Block Aneiaunnlg Suiwenunn iy

e )

) o ) = = . e w
Facilities mq\ijﬂqﬂiu@m@L?ﬂ@ﬂﬂﬂqqﬂqql,ﬂu L1 Crane WN%HW@TMQJLWHQW@ Jig e

Support Aelulsaau Transporter A4l sAARUEE Block
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A dsznau 16 duneunisUsznauvuden (Block Fabrication)

'
« _a

fun - adfmd naunuany, Production Management lunnssadan3innue

q

DSME, NINgNIin9isa

v v 1 v
7. 41mau Pre-Outfitting (Nnwdsznay 17) Wuwdunaunaiiunisfinse Steel

¥

Outfitting ¥ en19lusELUFI9 52U HVAC 1ATEI4NT Mechinery A1eriaunazidng

v [ !
a o =

nsvuaunssialyl Telunsdld Block Afaunadn winvinnisiiass Outfitting wdainufiuAL
i sin il sz ez lunnmindvitedfiReuann fazdeldfnaegunsal Outfiting nns
1s2nau Small Component ﬁmjﬂf]iﬂitﬂfau’%uzﬁquﬁLﬂumuﬂi:ﬂ@u Block §n15%11
1949119784 Pipe Penetration, Duct fn4] Tudunauiiae fluduneusnnMinLLLdeg

AAnuugNNINLazEIuNNIRRde LTI UAR LI BIN TR RNULLINILADE 1A

v v
nwisznau 17 dunaunisiaga Outfiting uargilnsadd wiLseuumnge

'
« _a

i adfmi naunuany, Production Management lunssa3aninnee

q

DSME, NINgN1i19isa
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8. Tumaw Block Blasting & Painting ludumauil Block azgnyinANazaIndd
auge N lseau Blasting Shop udataaaugelunlsaanuming

9. Tumau Pre-Erection 11141ma1A11 Pre-Erection Block N113znaviiily

Block 1Xaualvnjiflu Pre-Erection Block

] |
KX A A

10. FumaY Erection #1131 DSME Gewsinmdsdadnflamnadnile fieuiude
Tuuuudugi DSME sl agsinnns Erection 71 Skid Way d¢iFenFinnazldinanlunas
Erection Uszanny 7 &anvf avludunauiiazilsznan Block AR Outfitting Ay nn3vin
ﬁiué’fumuwﬁm LaLNI9 Inspection Aaufiagyinnis Launcing

11. fumau Final Outfitting ﬁﬁwzﬁqmiﬁmé’ﬁ@qﬂmaj Outitting Tudunau
Qm‘tfqﬁﬂ N9 HAT, Dead Weight Measurement A% Inclining Test

12. TURDY Sea Trial Uaz Delivery

2.3 MM9idaniszanumataa (Hull Welding)
walulatinisiianlugnaivnssusaizadaulun linszusuniadanandn (Arc
N J & . 44 v
Welding) iasainlitsz@nininuazaanudeuseressesiioniidannfesiuNinggIu

o = dl Y o 1 ! ¥ ' dl c A« ¥
Andannnie Tnalnszuaunisnloiuatnsunsuans 1®LLﬂ ﬂ’]ﬁ‘L‘ﬁ‘ﬂﬁJ‘ﬂ’]?ﬂﬂL@ﬂI‘Vlﬁ‘ﬂwNW

[ %

And (SMAW) TUUN1ZTUAAINNIINIIUANAINNATE NsLEaNanFnansdanldWand

1
=

(FCAW) nl¥sz@niningauaznistuana nisdanedsnlanzuiangu (GMAW) Nlases
TN Fauuaz iy NssianaIfavisauLialnagu (GTAW) d9liaruilsztings

wunzAuudufen uaznismenanfnleawand (SAW) Awunzduiulasaitsauinlug

1
=

m‘zmuma‘mm&ﬁuwmmﬁﬁﬁtyslumuﬂizﬂ@uLL@zSﬁ@uﬂﬁqu‘@ il lalasaaing
wiauss nunu waziiulilaudanimuaainasesgaamnssusese 2.4 Nslszaudnize
Immmsﬁamm{ﬁ%L@ﬂ‘immﬁ:mﬁm‘(SMAW)

(Mechanics) ma‘ﬁ@um?‘ﬂﬁqaﬁLﬁﬂimmﬁjm/\lzﬁ“ﬂsf(Shielded Metal Arc Welding:
SMAW) Funsvusumsideslansfiandannuiauainnisansaliinszuinslanedidnings
. v v

a ag/ dl -dl o a A ¥ v &
AuRaTuUiNavaan lanzuazi@anlscanudnaoe i I@ﬂ@L@ﬂIV]?E”I"QﬁQﬂLﬂ@’i’]ﬂﬁ’)ﬂ?\l@ﬂsﬁ

4y g ‘. . o
Wweadauialnaguuaznznautleany (slag) Idesn¥IAMUAINIBLLTAN F2UUWAT WA

1 |
a

nldsznaumaunasasln anadian gunsnidudianTnes qasaanafu (ground clamp)

v 1 v 1 v
LAYTUINY TS UBLEN INTIAazAa I AUdAuTisIaduraans W douTuauazdadiiuan
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ij/ dl dy Yo a 1 ! dl IS 1 ¥ 1
d9uile nezuun1silasy m’muﬂmmumwm&lLumf«]’mmmmmguﬁlumﬂmm 4]

o Y

FUda1 wazd N Miaenlave ldnainuatadssinnuazaninuinaan (nwlsznay 18)

Welding Machine

A/
Electrode Holder
E @ Electrode \L
oMo v
l I

4 Ground Cable Are

N} <« Work

4 Electrode Cable

nilsznay 18 asastiindmiunisaenendalaeldianinsaiundnd
147 : www.thermal-mech.com

TunszuauninianasasedianTnindunand (SMAW) aziinAuFauganni
vinmlaredianinaauaziindueu nalanzidaidn | Ndatadianinsaaznaenivasuas
Tadngianaenians (weld pool) TN RgIaRT8I81FALszNT 5,000 D9ANLIALTE

. | d e ohmt o z
nszuaunsifiasanAanszualiinnganeaspasiarnlinsdinamanuasiuanunaes
soufiu Inafiusasulniinszuaenfaetludaatsznnns 16-40 loasl uazAnszualiineg

8

] v v
Tudag 20-550 waNwls @aanald lananssuansa (DC) Visansvhadas (AC) AuatiAuTinaag

a ai A ¥ o o a dl A | 1 a
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2. gunsnldBianlnga ATt sAReL AN TN TavzLazTaefunng
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3. ldaflusiesld uwiauazFlux

4. aufiiasiusnaivimandeutina liunidledeuiu GSAW

5. gnansa g luNLTR AR
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2.5 NaiTaNeNTARIALLLRALNARN (Gas Tungsten Arc Welding : GTAW)
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Direction of ’/- GTAW head

Power
Shielding gas

Contact tube

Tungsten electrode
(nonconsumable)

Electrical arc A~ Weld bead

Copper shoe

(optional) Shielding gas

Awdsznau 21 miﬁfaum{ﬂﬁmLmuLLﬁmﬂﬂmu (TIG-GTAW)
N www./pte53201523.blogspot.com
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5. qﬂmzﬁﬁmﬁm&lzﬁmé‘”ﬂﬂwﬁn‘@mﬁqﬁﬁﬁﬂ (TIG-GTAW)
- Lﬁ?lfa\‘ll,%ﬂu (Power Source )
- FTUUTZLNLAINNITDL (Cooling System)
- uiaLnAga (Shielding gas )

- menuazainaniilsznay ( Welding Torch & Equipment)
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1. Hybrid Laser — GMAW

2. Hybrid Laser — FCAW

3. Hybrid GTAW-SMAW

4. Hybrid GTAW-GMAW

5. Hybrid FCAW-GMAW
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2.8 WORNTINLITINAVDIVERA (Mechanical Behavior)
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(AUTANSRUNALULIUG, 2553) WEFANIIN L%Qﬂ@ﬂ]’ﬂ\i’mﬁﬂuﬁﬁuﬁﬂﬂ (Mechanical

Behavior of Welded Materials)

WOANTINITINA (Mechanical Behavior) 184740 NULDY ANHOITNITADLALA

2199@nFauIIN18Uen F9a1u1sntsziduldannnismagaeuaniifiEang (Mechanical


http://m.th.marinesteels.com/shipbuilding-steel-plate/normalized-astm-eh36-marine-grade.html
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Properties) 111 AINARDUBIIA (Tensile Test), N1INAAALLINAA (Bending Test), N9
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y s X . .
AINNLAU (Stress) — wavsiamnuNe luliadansauseniauan wialy
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Compressive Stress: AMNLALLINEA
Shear Stress: AYNNLAWLIREY
Bending Stress: AMNIALILINAR
Torsional Stress: AMNLALLILIA
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AINNLATEA (Strain) — N13ilasuulasglsevizaruinzesdanne lAusenseni
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0 F = =
Tensile Strain: AMNLATEALLTIAN
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AR (Toughness) — ANNAINIINTDITAR TUN19AATUNAIULAZ RS
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__ , . y 4
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nelsusanielutastinneu AuuA1 Modulus of Elasticity was Rigidity
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a aa - o dl 1 1
WANARNTRA (Plasticity) — A NAIN19I0203980 lun1sulaugiletineniasingla
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R34 4 FRRENaAANTILAT 1R TARTHAG 19 7]

T80 Modulus of elasticity | Shear Modulus 10°
10° psi psi

Aluminium alloy 10.5 4.0

Copper 16.0 6.0

Steel (plain carbon and low alloys) 29.0 11.0

Stainless Steel (18.8) 28.0 9.5

Titanium 17.0 6.5

Tungsten 58.0 22.8

Aun: www.electron.rmutphysics.com
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2.8.2.1.1 WU pressing bend
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2.8.2.1.2 UL Winding bend
o . N o v v &
nnaaauniing ﬂ‘ﬂﬁl’]L‘WNLLN‘V]I“]]IHT]’]?NQ%%MV]ﬂ’&ﬂ‘].lﬁ‘@‘i.l“‘]
dl o v dl =K % d’ Q’/ v o o ¥ dl
mandrel B‘l’?ll‘Vlﬂ’W]LLﬁi‘J Iﬁﬁlﬂ’]?‘l’]ﬂﬁﬂﬂﬂ@’]ﬂﬁﬁuﬂuﬂ“ﬂﬂ\‘]“ﬁuﬂﬁﬁﬂuiq WAZNINTTAR AN

Uare@ansuniis nnliinan13anlaesasy mandrel (Nwdsznay 28)

Tagting
Force

.~

biandrel Bfould

nnilsznay 28 FEN1IMARALNNTAATAIWLIL Winding bending method
o
U1 www.tmaxtech.co.th
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2.8.3 NMINAdaULLIINgzwnNn (Impact Testing)
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NENLedNNIAINNINARaTe lanzRn (Deposited Metal) n13uamdndnanawuldesing

4
o o aa !

fudau (Complex) nsfiudaianaiiiuliazyinlidagiinsoasasauianisdasaiizandn

Distortion (NMWwsnay 33)

DEFLECTION, &
| m

| e
>
/
i
/
o
|
TIME

8, = DISTORTION @

Awsznau 33 nannsdasndananenulyl
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= o

7 1 §9FR94990IAY uATADLY, NIANHINANIENLBINTZUA IR FaTUIALLY

di a o : a a dlnl ] o a 9 =

L°ﬁﬂ3\lLL@gﬂ’WﬁJﬁﬁlQﬂJﬂ\‘mu\‘l’]uﬂ@JNLuﬂNWNﬂQWNMHWWW\?ﬂu, ﬂ?mmmwmmmmﬂuim
= a aa = o = [y =

NITLTIBAN ﬂ'?ﬁ'ﬂﬁLW@IMI@HQﬂQﬂ??NﬂW?Lﬁ]@N ﬂﬂ’]‘i.luW]ﬂIuT@ﬁlWﬁ‘Z ABANINATNTSUATLNIUD,

NN 2559

2.12 n15AAgIER LWl UALALNUR (Finite element analysis)

s

s2iaua s W lusledwwus (Finite Element Analysis: FEA) iuinaiiAnnsamsie

1 [

\Easiataa (Numerical Analysis) 1 ldn1AmeLdalszannsdmsuloy minisiAangsuded

'
] o A

ArINdudau Tntn1snInuAaNnITALANTE LU (Governing Equations) $auiuRaula

4

28U (Boundary Conditions) kaquAaNn1saanana luldeslseunns 3a0e1Aun17uLia
Tauaesdyuieaniduasdlsznaudas (Element) ﬁL?n'@mi@ﬁw’hmmiuum (Node)
ANt T Il e A e LA LAl sney LaYIINILLLENNN TR HA
RaefisuvisluatLlnsTae

wlluszezuan FEA azgnimung1miunisiingnsiini1uiAu (Stress Analysis) Tu

o ¥ 1 v o

Trseaieniginssdudon witdaquiuldgnieszgnafldacindrenansluaisnineaadasiy

naftans Wasaindaoutiangugauaranunsnsasiunisuiilyuinvainuaia ng
dszgnaldanunseungui n1siasiziarunisussaasiasea¥is (Structural Analysis),
N193LATIYIarLILANTaY (Thermal System Analysis), N153tATIziNIgInauaznIstELm

ANTNFDULULNIAIINFDL (Flow and Convective Heat Transfer Analysis) Aaana N9

AAzinsruaunsile3LliannatA9NNTRY (Thermo-Mechanical Process Analysis) 1
nsvLauNNsAtugL (Forging), n15Taaiugtl (Rolling) waznsidanaugl (Welding) Hlusu &

v
e VY !

AANTTRAUANNLN B Az ANNUaINUANETaY FEA M lilasunnsaensuuazinli 149

TuwamasdnnieaudAangsnLas N1 ARaIUNIINaL 19U NIuATE (Roland et al., 2004)

2.13 AISNUNIUITTUNTTNRASINUIFENL AT

o

Tumuluru(1981) 52411 FuUI94 acicular ferrite g9luunaimaniiugaulsdnAny

o

a o [4 o =

ey impact toughness 189 weld metal ag19li dag1Aty lne acicular ferrite &

]
=X |

IA9AF9N VLA ULUALNTULLL high-angle grain boundaries TITELAN AT ILAZ AN
FUNIULINNTZUNNTRITRTEN Uananni Taseas1quuy grain boundary allotriomorphic

ferrite (PF) Wae Widmanstatten ferrite Ny lud3uaudas azdoalaaiunisnasiuas
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microcrack Nnelusesman vinlianANLLZUAZIRNANNUNIUNIINATES weld metal
smid

iR

nanalnaagiae A15un04 acicular ferrite N1g9lu weld metal dataZ19laseadneg
. . = A = o o A o [% a
interlocking WAEHUARLLURALATUNLUNICAN gaiiutlaqanannyi 1w weld metal & impact
toughness gaazanlan1an13Lnm microcrack An1A994519 PF uay Widmanstatten ferrite
de 4y ieaya 4 aa 4o :
Mipaas Avazrlivinliinngnaeunialusesidon aualioeiTaNuiauILaTNUNIUFABLIY
NITUNNNINTL

AITIU N1TATLANNITLIUNNITBNNBLANLTHADY acicular ferrite LazAANILARA
PF 11 Widmanstatten ferrite fnanifuliaaiumatiadAtylun1sWmun weld metal 713

am P = = | oy

AMANLANINAREENUATHAINUTE N gl UgAaMNITHFNG < Tneannzsiasnis
ADUANTTR toughness gauazn1stieariun1sunninaessasmax

CANMET Minerals and Metals (1997) Llaz Xu et al. 2NN IR UUAN AN
913949 TMCP (Thermo-Mechanical Control Process) 11an19ggang i1 wudusiamn
intercritical Heat Affected Zone (ICHAZ) FAA N wmTlen (impact toughness) 44 LAZNI
inuaiimsgIugnamnssulannan tneannzludan TMCP feillasaieqaninues ferite
dl = ¥ dl [} a ] = o o Y
Naziagauaznisnszanalasaaiesesi lddsnadssamnumiiaoniniin luniepsaiudis
13190u grain-coarsened Heat Affected Zone (GCHAZ) AZL@A4ATAINN AT IA1N9
ICHAZ Failludadesudanaasusionil atnelsfinin uaniAn19AIUAN inclusion (&4
uwlantaanluiiadan) warlasaieqaniah [ n1sAILANITANANLATAR AR UL
dungny i dalnduazaanladlan GCHAZ Advatatlulnaninnondaeaniuuay

A aNURINIzang11FuN19199 U Tnesauua9 Heat Affected Zone (HAZ) 2@9LUanN

TMCP @131905N 1A @N1TR impact toughness 1AAN3TLUATANTAIMANNE 1Y

'
a o o < a o

N32UIUNT normalized iy 3q HudendrAtyaaaudan TMCP 1 imunziunisldenu
Tuan muIndenTifenisAnunUNLLAZIL LLﬁ\‘ma‘:Lmﬂﬁqmmﬁﬁﬁ U STUABITALAS
Trssadraniinluan nanianuiadu anmgdrfyuiainnisi TMCP daalilaseaing
aan Al HAZ Tntianns ICHAZ fiflanén ferrite iaziBaauaznszanaian saaveaanis
\|soyALlanes grain aunalun 1w GCHAZ Fedanalagnsefanumiieauaznisfumy

o
NITLANTIINAUL
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ajlAa Wan TMCP 1XN19AILAN inclusion uazlAsaingqaninaenamnzanly

| di = dl [ e | ¥
FENINNITTAN ATH Heat Affected Zone NATNITDTNEIAUANLIF impact toughness 1@23]\‘1
Tngannzlu ICHAZ uazusflu GCHAZ fifveslugseuianaindaenduniuninsgnu

= o ! (=3

GAAIMNITN ANTIHANANIFNANINMANTEUNIZLIUNNT normalized Yialdaginedaia,
Ahmet Durgutlu,(2004) ld@ns n1sfmesnisiin lalasianldluefneauix

132ANTNINN1INAaNIBIB TN AN AN T UNTTUIUNT TN GTAW(TIG) Taeinani1s@n e

naaasaglladnimesssnisidulalasauliluansnandalinauanaessesmanduan

2o Y 4 . ¥

(Full Penetration) WX 21, ATNNANNUAILUALT AN, AN LA (Hardness) AN LLLALTAN A AR,

N1INAAALANNLTI(Hardness Testnalnauleannisiinlalnsanldluanfnauni i

AUANIRTINANATUANLTIAAAY (Durgutiu, 2004)

Dunbar TE, Pegg N, Taheri F, Jiang L (2004) N19AT9A4 0L TEIAIUIDLLALINY
HANIZNUABINITAANFDURNIZNUULHWLUANLATNUATILATH AT ( Stiffened Panel)
ANBINIIAANTAULANIZNUBAIINAINITD IUNIIFULNI NN UDINNUANILATN AN LTS Tael
a =® % dl a dl dl a o 1 Y & K o o
NAIUNTNAHNLAUNLAAAINNITTANMAANNTAANTAU LaZUARAS U IANNE ATy 189

o

murdanisianerluidrasaNa N sa lun sF Ui winre I UaNEs N AN KT Tanng

a '

naaauandbiiudinisianseuludoinatauiluganieninasenuudausaninign

(Dunbar et al., 2004)

1
a o 1 <

JNUINHUBY Park et al.(2005) F189 WNLIRUATANHNKDY (hardness) JANNAN
TMCP (Thermo-Mechanical Control Process) il

ANAINWINLTII0 weld metal (WM) nazgqanan base metal (BM) tialdaan
d4 o da 4, e . .
EannHANLIge TedenaliseaioniavnudausauasnuniulussAuga

Tuium Heat Affected Zone (HAZ) A s kddazIn A Aai ULugL@an wazi
AnwurlAseaf 1 iuAnFAI9aIN g UTanEAINNTTLIUNNTONLAZNNTAILANNITNH IR DT
y
TaN

FAUSUUAN TMCP aswuIlN Ui softened zone (U31INAIANNLIIAARIANN
base metal) TUIARALANITIANZA TUUENUANNENUNTZLIBAT normalized Wnaziin

S P
softened zone NRAUNATULYNI1
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n198 softened zone 1uNALANTW TMCP steel -ﬁfmi”ﬂm@mmﬁﬁmqnmmmﬂ
BanuwazUFans HAZ 1aatu nTilasea198aansudeisaua s A ununIugenannie 4
AN normalized 7 softened zone Nd9NdndInasaANlTzLN ARG

a7me 9UIA204 Park et al. TWWINIT nsldacndenniaAnudegeluman
TMCP MInl9% weld metal HA211UG949n41 base metal waz HAZ HAduudelnaiAeauLun
4 e e da 4@ sy
@an wianiudnue softened zone MANNTIINIZLAIUNIS normalized daiiludalafFey
luntsfnwianianiAnienanazaoununinsesesiden luaulaseaiaminuas

aa 4

GAAIMNITNNFABINITANNUNTBN G

Deng, D. &z Murakawa, H. (2006) 445un1sWMBILLUA 91 E9691a 1IN e
VINusAUINgUU)RLAZANNIAUANA TuNsz U nTaNLLLAaN4 Taaanizlurie

I3 Y Uy a ' a ey 1% a - B

wannanlFatin daunisnaiunisdiaszianuaiiuien langanen uaznasians nnald
nsau CFD-FEMuUszifudnAtylaun

nissuiansngnisainisudsaninaeslasaairamla (phase transformation)
uazuarasnIsLlasunaLy TRIP W luwlinaaasiiemnuulugNgean

sl oA ! = y o

n13l433 inverse analysis tatlsznnuAINIsasuzlning W n1suasaLaznIg

[N RETa NI EEN EQRIETaEY
¥ o = v o Y dJ
NMIRgIRAALIANNYNFABITaNLLLAae e FaLIsUNaANS TUdeyanAae T
oA v o a
NUFIHAN A AARBITLA
N 1 o/ dl dl a dgl
wuuAnaestas lunsansunuardifulenszuasunismenineannisaidequay
¥ % Qsj

AINNLAUANANG TUT WY

a71A 99193 Deng UaT Murakawa (2006) LUNIAMBILLLIA1AB9TIATALAGHN
L v o - o .
WeAniau nsilasuna uarngAnssunenalunszuaunseNuaenig Wielins
VNUEAMNLAUANANLAZANNIA LM IAAANN LN R LazaAN 13T Tun I aaesasaly
geangsu taatinaunung unanudAyidesidiuanuidilauaznisasuanannn

dl [ a

TN AN INUIAABNAT.

Abson(2006) sz N saanuuuNand (flux) wazadnidax (filer) 1iaasanisiin

% . . -dgj dl c ° o dl 1 ai o

TAs9aina acicular ferrite (AF) lwilei@an Wunagnig1AnNATIa8anANLALNNITUANYN
wuleny (brittle fracture) waz@NT90USULAYANTANIINAaTDILBITo N 1R T9R N

o

mnuszasAnigldels
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. . o e = . =< -
Acicular ferrite Lﬂu‘lmqmwc\;@mﬁwummmmﬂmm‘u intragranular G9TI8LNN
z o

naANiaquazANuduseesen@en nnrdaaInlfnn AF azdaeldseaimanian

AN (impact toughness) 4973 LAZANUNIUNNTNALAZNNTUL A2 T1895708517 117

u

o

TanTanianisuandinuuuidazilssifudiAtyainaiiugtinges Abson lan
asAlsznaun1vAlasnand (Wiw CaO, MgO, CaFy, Alz03) AZN19NUIINAL
. 4 oA A - , y ¥
B9ALIENBLTBIAIAITAN INDNHARBN19TA inclusion azALANTATIAFIN9aNIATRLHE
\Tan NUSLdRdIueENNNZANA NN TRNLBN L AF 161
NN9AANLUUNANTAINITNAILANTUIA NIINTTAELA LAZATUANLTANISLAR 1B
a A L ) 2 o o o A P a . . Ao
a91281u (non-metallic inclusions) mmmummﬂmmL?umumamm AF Tagl inclusion N#
Ti 438 Al A298NIZAUNINAA AF 18R
AN INNU AF azdaaafelaseaFraneslssnazinenuazidanlaeiu
(interlocking) TNAALAINITANAINLBITUFIIUALINNANNINTEIUDIT DT DN
£y Y aad o ¥ o | @
n13AauANTAIaIIeqanIARaLaD Y i NS uaNRasEITINIANLES AN
< = 2 % 4
wiaugs uazAuwiea ldnsamInANsaenig g
N1949LE83N AF azdaaann1ninalagaadienilszndn Wiy grain boundary ferrite
A . dJ dl o v dl o 1
78 martensite FTluAMANIN IATRRITANWANTNIE
a31: Abson uuzinlilalanisaanuuundnduazatndasiveliuniafia acicular
ferrite Tuillal@an TeazdaeiNAMANTANINA anANLARY brittle fracture WA AINNID
"JfuRAanssn” seendan Wiunziunisldeundesnisandnmienegs i Taseaineniga
dld o o v o
AIUAzINUNNANEATYAUAINLIADATE.
Jain, E. K., (2008) na12 14 luniiede Production Technology, Sixteenth Edition
y y - . v A Cd e y
nsdanlunilalumeianissatlszaudaniiniunngauasnuleangadusulaseaing
Taue mmmmmﬁﬁ@uﬂﬁ‘zmMué‘“gﬂm?ﬁm(American Welding Society (AWS)) lannuua i
o 4 . o 44 d
namasiunszuaundessalsrawiagnldluningdenlans Inansaadanuuieng
o o A dl a v ¥ 5% =) a
"ngsansaiuaeslanszaalanzniinannnisliimnufauidanauie g inaaNazans
Tnaagldmnudunazsradandomnuzaliila” malulatnisdenuiieaniiluasslszinn
% dl a dl a o 1 |dlddl 1 v dl
nd1e mMsdenuuLlsanawakazn TN el TudaslindndunnTangldinismes
TReINN9990 A URINTTLAUNN ST ANNINNIUTaNTzLaLNs inasia ld Bandnnsruaunnsiden

wuvlaude waznilelunszuaunisd@enuuulaudn AeNTTaNULLNANTZUING Tungsten
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Inert Gas Wa¥ Metal InertGas (TIG / MIG) umaian1adianwuy v nasdenuuulassn
TIG / MIG Aansidanlanslnanissuiueed TIG waynssusunisidanaisn MIG Tupsidy
Taneeq N IALALNI3AYAINITNFATIG NNt luazin1senfFAMIG Aaing (3andn
lau3a TIG / MIG) wisalnen13A9AIN19215AMIG Hutinlua e NN19FA9AIN17815ATIG Ay
Aeavine (FandnlaLia MIG / TIG) (Jain, 2008)

C.S. Wu. (2009) ﬁﬂmmﬁLﬂﬁzﬁgﬂLLmJmm%’@um:mﬁﬂi:ﬂfamﬁm?ﬂ
keyhole Tugumiadingm 304 laaldszidevisinlufemnus Inaninid3auieuiunig
AU KT LA bnALARNTIL (WU et al., 2009)

JIA Chuan-bao (2009) 1#Mian1snasasaadauazauAx keyhole Tunisisanans
NANAN G1VFLUANNAN bSaTia 1Cr18NioTi (Jia et al., 2009)

Kim, J. S. a2 Lee, J. S. (2009) 111n1979tA31 W ANHLAUANAIY (residual stress)
da X 4 g Syhe By
nnnrulusesmen laean e TaN N ulanesneianu (dissimilar metal welds) 911
Al435n17919049A28ANNILABT (finite element method - FEM) livanunewazil sy

v v I d’ a dld 1 L7230
AHAUANAN A lifasiennmasauasan A dan g

UsziiudAyaesanuisaidlaun

ANTWAN UL LANA89 FEM NNz andiniunislssiluaansmunnanaluses
dl 1 =
wanlans ATl

=® % v dl a 4?1 dl dl ¥ a o
nAnEanmANIAUANANINaTU e Tan i langAnssnLaz AN LY
v dl 1 Y a al v
waspnNAuiananelffaTyuiAudaunals

WUN1TILATI RN IENUIBINITIRIAB TN TANANFABNI1INTZANE LAZAIN
U NTUTBIAIHLALAN AN BT 91

Tneage 911299 Kim uaz Lee (2009) daudaadrdnylunisaivaanudilanay

. v s 4 4, e . 44
N19NUEANNLAUAN AN WWEeN Tetae linasaduANLarLfulansEuIuNIsTaNINe

' ¥
1 a o

a oA A < asf o o X 1y P A
ANAMUNUNIULAZ AN UNTANRURITUINUAAUB NN UL ANATY GﬁﬂLﬂumﬂH@WHﬁﬁuV]

[ o o v o

VAryduiudransuaztinddeninaadeiuaudenuaznisdesiiun N WiTIna1093an

Do

2.

au.
IUATE U4 Naffakh et al.(2009) 718974311 U4NILLIUNNTTANAL8AT Shielded

Metal Arc Welding (SMAW) wuuannanasuausi dsnruuazingsasrsany acicular
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ferrite (AF) wae polygonal ferrite (PF) luua@anipoudunusaganiniumnuwmiled

a o o A

(toughness) gauazangnisldeunanuuluaningldenuaslnanaaziaandrAtypa

o

o

1310 acicular ferrite Ngavnliuuaandlnseadrsqan AnNsauLaALNTBULIL

u

high-angle grain boundaries TITINAN AN MU ILATAMNAIUNIUFABNITUANFI2927N
P
wsanszunnlan
TA394519 polygonal ferrite Mnunzanganiy acicular ferrite fedaatfasiunisiia
¥ & . = o @ = adf = |
39857194807 (microcracks) Meluunaimen vinliAnumtiaalngsunTuLaziadessanis
Tteuszezen
n1sinEannaszndnelaaing AF uaz PF luwuadendedoaivumanununiuly
dld o %’ q . o v ¥ ng =
IMUNTUIINTEUNNUALTUNI92E7 (cyclic loading) N 1Ha1gN19 I d9 U0 9T U WLTDN

& 3
EI’]'J‘LL’]LL‘EIHGHNiﬂWJﬁI

3
a o A

T AUt AR TATaa519 microstructure Tael@W1N1TWAN acicular

1
o o al a al

ferrite 4 SMAW weld metal iuiladadAnyndaasuanwmileagauaranainuilsnzaes

o

o
saeI Nl low carbon steels
AL N1IALANNIZLAUNNITaN LA ZasAlsznaLTaNLIRNINLNY acicular ferrite

wazsnun polygonal ferrite Tuuwa@anaslumatiad1Any lunisWmuiAnnnsasianis

¥
=

mmmﬁngqLL@xmﬂqmﬂsﬁmuﬁmqmﬂumu’qmmumwﬁiﬁﬁmﬁmé’ﬁmaﬁ'mwﬁi’wﬁmu

I1UT48 289 Ramirez et al.(2009) FLATITUNAUBINITAILANEAIINTLEUAY
(cooling rate) 331419 3zU2UN 7 solidification Tusatidan Tasanizlunszuaunis
Shielded Metal Arc Welding (SMAW) W1318a91n17f uA i nag 1Aty AaFunniuas

Anwuzaaslaseairsaanianielu weld metal A acicular ferrite (AF) uag polygonal

o o

ferrite (PF)maaziandAylaun

ARIINNITEUAINIUNIZANAZT8R9LAFNN19INATATI4519 acicular ferrite 15

] |
= ]

ANHULINTUAZIREALATIBULUA grain boundary N TITALAN AN MR EQ (impact
toughness) WAZAAAMNILIINZIBITRE TN
d‘ o [~ o a o Y a % dld < 1 1
LN@@&]?’]H’]?LHH&]’JQGLﬂuiﬂ 213911 N AlATNATINNH AN LT LTALU Y 111
. A I . . ' v = v
martensite 178 grain NN WALAALITNNL acicular ferrite damalimanNmtantiasag
Tm3945149 polygonal ferrite InuluLFunnumunzanazdqalasiunisnefizedses

me?mLLzmﬁmmmwummma‘@ﬂﬁ@m
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N13AYLAN cooling rate HNUNNIIHLABNNTTAN 1M1 heat input, welding current

1
0 o A

LAZIIANIZMININsITeN (interpass time) ?-Mﬂu?qlammyw HAlnengesialaTeaiIeqania
LazaNTENaNaTedsesday

Tneagy v1uddaves Ramirez et al. uandliiiindy n1spuANensInIsdusalung
da SMAW @nunsatliuusstFunns acicular ferrite was polygonal ferrite 11 weld metal
i %mwmimﬂmmﬂﬂmmﬁﬁmmu%umummwmﬁmmma‘ﬂﬂﬁj'@u N13AANIT
W Amafidenielddl cooling rate mmvmmwmmmﬂmiumimm@ﬂmjlﬂuﬁd
ADANINGIUATANTTNUE R W LTATIAFI9gAAUNTTNEN ]

Colegrove et al.(2009) AATZRA AN LS T2 M9 RNN 91T e TUNATR heat
input, Faft fusion area, residual stress kazn130a9a (distortion) TweLLAAN DH36 115U
ARG WU

o o

Ageganasusinl@agiluar A uAuANA AN TLet NRTREATY AN I A BB
heat input WAZAINHNTNUBILULLT AN (fusion area)
nee mumﬂmmmu Submerged Arc Welding (SAW) Nldna Nmmwm@um i

] ] . . ' d .
ANQIAAUDBN residual stress WAL distortion §INIMNTEUIUNITLTANLLL Hybrid Laser YEG

=

Pulsed Gas Metal Arc Welding (Pulsed GMAW) 7114 heat input AMN31EN AN NANA WS T

WUsenInaNui fusion zone AU heat input T9dINAIALMTIARLFNNDL deformation kA

residual stress NiNAUL
dll [ . a v A ¥
NTTUIUNITITIANAQAY Hybrld Laser LLa ¥ Pulsed GMAW mmiumummm
) , d; y, , RS , .
distortion tida9annld heat input AN N TARANUA fusion zone WALNITLAZNITNIZANY
ANFaulindamien SAW

N@ﬂ’]?ﬁﬂ‘ﬂ”lg\ﬁﬁ@%”]\‘]LLUU‘S”I@@\?L%\‘]I;I/QL@Tﬁ@’]&l’]?ﬂﬁ’]u’]ﬂ residual stress WA

1 a

tufunadaedeyaiimaaadlaotem
aglAa N191AaN3EN 9 @an N ld heat input A1 111 Hybrid Laser #3a Pulsed

GMAW A28 anAINNLAUANAINLAZNIT1ANRTAILEWIMAN DH36 1eANIIN19 LT

| |
gy A

ﬂ‘iv‘]_l"Juﬂqﬁ‘Leﬂ‘ﬂNV]N heat input 44 11U SAW sﬁm%miummmﬁmmmmﬁmmmzmw

}
A

4
AUANAT mmimmmwmﬂwmlﬂjfﬂuLLafzmmmLfﬂ@ﬁ@mmim‘m%ﬂumwi@ (304971



64

Li, C., uazansz (2010) Idvinnnameaeunatesisdimesidennszuaunslvloes
e finlauiafiddeguUnsinanisdennazamandAnisiuniuussiadnmilo
u3ans TneldAnsuanszmuresnndenwuylauiafidfensnudalunindennisides
MIG iU iue fiaies saudwlatiazes TIG-MIG Tagainnisdananudnnisides
lauindasfaidenseqamesliivesidszdnanmuinniinssuauniaiden MIG il
tszunnudawin maidenuuylaiiages TIG-MIG agniianldifeasnimnszifuresaziia
dendaduTyundifyaeenszuaunisides (Lietal., 2010)

Saad-Eldeen S, hAaAME (2010) N19INAABILTTIHUAIINLTIUINGI4ATR

[

TasaaF1eeionsniEe box girder ivagn e ldlumusandqn Inalfinn1masauiimaass
Vv 1 o A 1 1 o = dl i v a
uupulnsaafedessiaire ludanaesdainananie e lildnganssumunzesaany
WeungwazAarNa uign luntssudnminate I lniwusan bending moment Iaginng
NAABLATNATY NIpaauaasaTauIngnldiiaanaataANIAUANANTIRAAINN9TaN
LAZNIINARAUABIATINATINLNBU LA UAMNUTILIIGIATINIINTZANUNAIUAL N
36.16% WAY 17.25% AIMFLN1INARDLIDLLINBALIAUNABIAINANSL NIsUantaaspanu
v v dl = dl v = 1
AuANARAAINNIsEaN Adnnisnadau lsaginuarnudaiauanalsenisidu n1s
W NAL8ILINAINAAARIN tension field yielding N1TAEAATBIMANLATHN LN LLUIUEY
longitudinal stiffeners wazn1riadenreduNwmantsznauize plate deformations WanL"
a o o o ¥ | o A . A
WraumauaNainisnlunisfuiiutingsgavesaeslanseasieedonsfiniga box girder N4
AINN1INAFBLALGATNUF BN NTAR (empirical formula) kazNad LN ANNANTUEN ING
\AENAL (Saad-Eldeen et al., 2010)
Anthony B. (2010) ANH1AF19ULLA1A09TRINT TN LN UALAULAE TAEILTTw
o o dl o o o sl .
ANNANATYTBINTTTANANTWANANN IR ANNIT AR, TN UAN, was9u 1aaldaT the finite
volume method of Patankar (Murphy et al., 2010)
Pankaj Biswasa (2010) AneuazaiAszN170AR189LUITEN narrow gap Tag
WIaLiauny FE analysis Tael4381an GTAW (Biswas et al., 2010)
Tewari etal (2010) levNn sANEIALATUNANTLNLLIBIANLEY(Welding Speed
. -dl dl 1 o 1 a dl ¥ aal -dl
mm/min) TUN13 TN UANFANTWADILNIIIIIAIATBIUUILTON AEINTTNITNNITAN LI

naanenfaTaaELLAiglnAgu (Gas Tungsten Arc Welding, GTAW) HANIINAABINLIAN
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= 2 =2 o & A @ = o & =2 4 ¥ a
ANNANUAZNNIENANIAN AW DAINI5 LN T N A NTUA WD AN Z A NANTULTY
ANAUNAANNE TN TN WAL LR399 (Tewari et al., 2010)

HIROSHI KOGA wazAnse (2010) laNIN13MAaeInsstianIsidensuuansaAawma s
a dl v v (I’ a Qd‘ a dl Y o
wuUlELFANFARIN1TANNNFAUALALAAAINNRALNFNaN1AIAAA NN TN Tae lAWem 1D
dl v £ L) £ 9/?:/ dl dl
nszuaunsnsesldginenidne o uazainisnldenldlaeldduneunismenuuunisges
isznausnFarnall lunisdannuuansaamasuuulaudaFuueanusanlunisidanay
. e ¥ v - ¥ .
gniualaeWIHEesAIAS NITLAITaN, WHNALEAN, ARG luNIITaNLATLANEN A

e adal dl dﬂl o Yo A a ralx 2’/ A o & 1 =
wetas Asnismanignin lldiuFan dlaeialUAsusiheununiiiug 2010 WuEeUsIvN
unduAuaalug (VLCCs) ,Famaumnuuasiazizaaudsingdumi  3an19menaziian

1 [~1 dl 1 dl v 1 o A o v dl [ =
wEBANLULTaN AT 719 11U IAT A5 EI UL UIANF FALA L NI LA TN UFLA TN AN

<

NU1 13 NA. M?ﬂﬁﬂﬂﬂ’j’]ﬂﬁxﬁ’mﬁ@'ﬁ‘ﬂ{]ﬂ'ﬂﬂ\l‘ﬁu’]‘ﬂ'ﬂﬂLLN'uL'MﬁﬂLLZ\]ﬁLﬂﬁ‘ﬁL’MZ\m NAINNIT

dl '8 v I a Vo A o 1 a a a a a
NARNBINITLITRNRITAN VLA L‘ﬁ‘ﬂﬁ‘LL‘i.I‘].l1€l‘l.l?ﬁiﬁﬁ‘ﬂﬂ’]?ﬂuﬂu’)’]Lﬂum puANNUsz@NTNIN

o

Asun1iaEe ward N1rntusuladnnis@enasasaeamasLuL lauda N A Nan iy
o o = & o A o Ay aa ° aa A Iy °
AMFUNIUANLARDNFFN HIaAARFIN1709N b IALATAITANLLLANSAUALALAN
nsdinsanasuaumanilsznaufazanasainnis@ion deaziinliaaugnsiasainisasng
dsznauudentunissaizelnmuninuazAnuusiugngs (Welding, 2010)

A. Moarrefzadeh, (2011) lanaaasninisiaannsdeasuialnaguimuizas
A05U 9N sz AnBn BN FeuTeInszUauNIT GTAW Nannmaaesagladinis
o v & [ dl 3 Ql d? ¥
iauFaunanannanninaguassingnaguuwadanlszinnansnauaiusaivaaules
Tnenainlalngauluansnen (Moarrefzadeh, 2010)

Gharibshahiyanet uazAnE, (2011) 1HiNnsAnnagedlasaaiiameqaniase

o = & Y - o o aal A A -

ANLINBAZANHNWHE 18U RANNA1ANTLAWEN Tag lTNIINIENIT TN LULNITITaNaNTA
MamuLAaLlnAqu (Gas Tungsten Arc Welding, GTAW) Wian13@enyin (Tungsten Inert

. o ey 4 , 2
Gas welding, TIG) N@‘V]@@‘N’&ﬁ:ﬂ’ﬂLN@IVﬂ?Z:LL'&L’ﬂﬂN (Welding Current) meugmmumm
m@ﬁm%ﬁmmuﬂﬁﬂmmmmemmuﬁwﬂﬁmmmmm (Gharibshahiyan et al., 2011)

Pankaj Biswasa (2011) Anuaziiaszinisiniateuuniien narrow-gap Tag
WieLiauiy FE analysis 351381 GTAW fiu SMAW (Biswas et al., 2011)

CHEN Jian-chun (2011) AN®1n19@a) hot rolled Ti-6Al-4V alloy plate Taaing

pauANuUUlauninaanszualWin lu nszununs@enefananaln wasuANINNTAN
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Tnenismagauusspnsuazinseasinqanialasldndesqanssmididnasaunuudeadnsn
(SEM) (Chen & Pan, 2011)

Junhua San. (2011) ANHINITAFITULLANABITBIAN192TIAFIBIRINIENNS
pauANEnamANFaulunszuaun s@annanan InaTaumeuaInnIsAIuINLATNIS
NAA8Y 11FUKeyhole boundary Wag Fusion line (Sun et al., 2011)

T.Q. Li 2012 Anwnafeuuuanasanisiuaanntenaanazaiauazkeyholelunng
FaNna1aNT Tnen1simen LHUARAAS INTA304 1ANILI 6 A, (Li et al., 2012)

Trivedi et wazAY, (2012) lAvian1sAnegUnsssnAtingeuusmangniunis
dl a A v aa dl dl & o Y
TeNegiLieNAUNITNITNNTANULLNNTENeTATNA LA ALUNAQH (Gas Tungsten

. . 4 X -

Arc Welding, GTAW) HAN1INAASATLI1ANEII8dL W i T uLHansTwan b4 un1s
4 d X4 sy y o «
NN NSTNANVBILUATANEIAIN LATANNNNINIBILUITONAARIATNAINITY T
N9VINANSAU (Trivedi & Bhabhor, 2014)

Jie Xuebao, (2012) lAANHINANTENUFANTRITINATEINITTaN AN TGS

oA

o o = o & [y A o 4 £ a
ANNTULUIALTANLVIANFRLTR EH36 Lﬂ@ﬂﬂ@’]LLNum@L?'ﬂﬂquLLmqLL?Q@JQ EH36 NgLiaNgId

'
' o

NANTYNLUBIANN T LN A4 NTFITINATALN1INAF LI ASLAZLINIZUN N I NI LI UANT
denlANanduTan1s@anduilisa (Submerged Arc Welding) &195UWANNANLNUAD TS
ANNLTUI9E9 EH36 T ldndasqanssalBianmsauuiuaadninn (SEM)INadLAsnzinig
o 1 s ?/ a d?j v b
WANN uanIImaaesagldinisuaniniannainaululanzgu annisliaonuieugly
W (Heat Input ) AN LEaLsaredur@an waslaun lasunanssnuainaAas Fautiy
ANI12291aNEF 1N AINNUNIUFBLIINTZUNN (Impact Toughness) ARAILNBHLUILTEN
22 va o . - . L4,
NI Ausanszunn AR UAI893a8n § UNszazYng 4 NN, A1ndUTaduEaLeT9n
ANNNUNI U9 LT I TASUMANITnUAINANFaUNNTEaN (WU et al., 2012)
, o d 4. e ap y

Tusek, I, WAz Krizan, J. (2012) fillanninaqiunimagdaunissnlaaluanuiman

(weld bend testing) IagiiuEaIn1sLssidunmuN LA AT INANY T T9T0TANHUNNT
o = = - o . , = A V@ Al

NAFAUNIIFATUNAZALLTDN WNAUITALNNTDY 11U 708LAN WTan19dan lANN N9

4 v 1
NAAALNUTZNALAIENITAPTUNARALATNYNYFAAINNLATEATINULA WAZNITATIAAAL

4 v ]

ANNNLRE VN UUNURITAITUN MG LALEATATIAGDUALEAEANN AU FLAUNA 9NUITEI D
79809 IAIUENINNTFATENAIBENE NN1TANRUNIINAFAL LATINUTINN91s R U aLNNT DY

o [ % 1

= QI ' o a‘-dl ¥ 1 dl A d’ju/ % ¥
HANMNANATYDUINENABNAANDTNYNABILAZUILTAND u’ﬂﬂ'ﬂ’]ﬂuﬂﬂ@uu@uulmﬂjﬂ’]?
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RTIRARLAfEANEAINAIN1INAde LA TALduTUAeUNAn luNsUssiiuANd@anna e

=X o

sagitan nanaTaaagll 91uaeS Tusek uag Krizan (2012) TidasyalsanngAny gy
aal = o oo A = o ad Al vo o -
ABNITLATNNTAAINEANITNARALARNTAITR9TRET AN 9D uaN IFsUNNTeaNFULATH
Use@nEn1nlunn9ALANAMAINIIWTIN KA LT IHUAI MR I NI URITAITANAE Y
AALIAQNUATTALAL.

IUATER9 Kim et al.(2012) ANHINATBIENINIDEFDLATNTZLIWNTITON LI
FCAW (Flux Cored Arc Welding) k& s EGW (Electrogas Welding) TuLnan EH36-TMCP

WL41AN tensile strength 18938 TANAARLNENLTZHNNL 4% A1NAT tensile strength 284

|
= A |

Lﬁ@‘lﬁ@mgm (base metal) Fsdad1fiuntsanasluszsufidasunnautiiniena (mechanical
properties) mmu,mL%uﬁié’mn%\mmmgmumiﬁﬂuﬂ”ﬂmmummm‘mmgmmz
aaufulalunnnail naseanuuusesfnaLNN (bevel) flunna19iuszning single-V i
double-V HuafaA1mINNwde (hardness) WAZANNMRED (toughness) 1119 wilediauiy

gmi@mu@”q AuuAnAaRldundn TagsaNLaq 9Nz UIUNIT FCAW LAy EGW

1
%

o 4 Ao IR Y o A o
@’]N'ﬁ‘ﬂ@?qﬂ?@ﬂL‘ﬁﬂNWN@N??ﬂuzg\‘iLL@zL’ﬁ@ﬂ@iﬁLVNWZ@WM?U\T]HIV‘W?Q@?W\‘W] ANNITAINN

A A

wiau99ge 1 Tunissiaizavzelaseainenin

¥ v
a o

agtladn uddetiadinisdenldnszuounisden FCAW uaz EGW faNiunng
dl o d’ v o val
2aNULL bevel Mmuzan amsnAuANAnantRressesman lilndinesiugulansldn
y 4 NN g 5 #= y 5
uazlAseamonndanaNEnnanmNzanduiuns dulugaanssntaseaing
INUITe U84 Radhakrishna et al.(2012) Anwuaredadrlsznaulansiinluadm
\TaNsa microstructure 1R9TRLLTANTUA SMAW luannan High Strength Low Alloy

(HSLA) wuanasAtlsznaud1Amyasnauaenadia (Mn), nmdan (Ti) uazTusau (B) Tuaan

dl P o o ' a a [% . . A
WaNunuIngAny lunisdaaiuniaiialansaa419 acicular ferrite luuuoimanlne

= dl [ v !
'j"]ﬁl@tL@ElﬁVl@ﬁﬂﬂ.ﬂﬂLLﬂ

o

Mn, Ti WAy B 1aensz6un9a519 acicular ferrite Niilulnsaas19qan1and

AMANTANNanEsN Tnaanizannmiiangauazainatnnanlunisfuusenszunn

1 1
=

(impact toughness) fn TA3a@514 acicular ferrite ¥ HLUATANA AN NUNIUABNT

'
o o A

uwanfauazAuilang GadudadednAyndoeiuaAnn LAz anssnuzaassas e ey

% <1

lGNARET PREAICAER TR
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a . 1 wval . . . . dl 1 d” dl ¥ .
N3N Ti dinazadae Il nucleation sites 1w Ti-oxide NMaUALTANASN acicular
ferrite 1A 24P B da2iiial hardenability wazdaaaduAnlaseainegania d9ualian
IAz9aFan llvaLlseaaAuaziia toughness
Mn HUNUIMIANAINLIIUIILA AR NLATNT 0990 TBN NI UNINILHUNTAA
acicular ferrite uaziuANNANAATasTATNATI99aNA LW TaN
. , 4 o m o e
a3Ud109A1sznau Mn, Ti uaz B Tuuaiaidian SMAW lusniasud1Anyndaeivg
3u1tu acicular ferrite TuLUNTONTANUUAN HSLA T89HaAFaANNIUTEILAZAITLLIY
NITUNNVRITDELTAN IUARRREUGUDILNLIMAATYI99N1T00NLULBNAUTZNALAYAITAN
Wailfutlpaninmasssasidanlusulassadeafifeanisannununiugelaaanig
J. Klzestrup Kristensen (2013) 1871019801015 1d91%n 9@ a N mae LaLaa s b
1 A dl b2 dl b2 6 a
AAAIMNITNNNIADED NITTaNdaLaLTasinaRn N TaNdatLa LT MAG LUy laysa
wans WudsAnan s lunsmanmanTassafslugnaivnssunissiaize Anianimnily
dszlomd laun Aauiaiausiadalunamengua s fizenuuuszuuanTulmdne
® L : i . 4, .
gaaunssinissiaFaidunilalunguusn o NiauelamafinasgauaznsmeNaneiame s

=

lauFagusunisldanulanseainesaEe Inaanan1iniienuedlasaas NN 8ua9aINNILIaN
Taiuntinag azAuaNTRTINaANATW AN mUILAENsLszens L lugmannnass
nngsialaale (Kristensen, 2013)
Xu S-H, Qiu B (2013) 1#%an13n1sfnnaaeuiaaiungAnssun1sanaednianin
1 v @ dl o/ A v
nauresaunniag Inauandliiiuntalasunlasluguantmidinalasaiieaaniauas
NNINANTDUIDIALAULAA 3161 mﬂilﬁ’fmwdn@wﬁ@wﬁﬂ (Xu & Qiu, 2013)

Zuming Liu. (2013) ﬁﬂquamwmqﬁ'\um@ﬂm?\laﬂm’mﬂﬂﬂmammwWeld
poolhazkeyholelun1slTaunadN14 11U T NARTUA LALLAALINTA 304 taaldCCD
camerada8lun13018n 1NILATIZA (Liu et al., 2013)

. =S v v Adl 1 U

Chin-Hyung Lee (2013) An#1AMNLAUANA1 TN TaNTI 0 d LAKLaaN 18 16
AelFuranunie iy SN NYIA A LAUAZ AR R WMUNANLAZYIaANATUAY (Lee &
Chang, 2013)

Meng X., uazAnz, (2014) tavinnanisidianansnlausa TIG-MIG wuuAINiEge
AUMANNAIANTUAUAT HAAINNIINAADINLIIANNFIIUNIULIIAILAZATAINN LT 928

v v 1
N3LUAUNTT MIG-TIG HUGINIINTZUIUNT MIG 1Az TIG WULAIANNALTHUNNTaLNgRATE



69

wananil HAZ 189n72UUNNTLELEAREILALAY LAZANNNTOLNNKANAR LANINNINAENIT
= = A4 o = a o 4 s o= .
L°I]‘ﬂ3JLL‘L|‘LI1Ei‘LI§‘® TIG-MIG AW LNUNTELIUNTITANULULANLUDIRINLUATRHNTNANNIN
nal (-3 dl % d” dlu/ % vl
LL@%LWN@‘JWNL?Qi‘L&ﬂ’]?L“H@NLL@ZZ’A’]NW?OﬂfJ‘]_IQNﬂfJ’WNﬂ‘J’]\‘]“ﬂﬂ\‘iwuVIﬁ“UﬂQ’WNﬁ“ﬂuvLﬂﬂ (Meng et

al., 2014).

a !

NUAALDI Brewer et al. (2013) W1 Tun13dagmungissndnanszununisidan

a

1
o o

TneldinesiuAdaniawnduatauansnaiuuazisnisinsannainuans AdasgldnAny

o

[ %

&
Sy
wmasluAldandiduatnaunndn (i duriuAugnatsszinm 0.025 Nu. 17e

0.001 #9) WAn19dnguunRnuludNgalameuiuAIAuAN WasaInnsiiANiay

o v o ¥ dl o v o a Aa d” dl dl dg’
AANINANIAUBE Vl’]lﬁﬂ’)%')ﬂllmﬂ@Lﬂﬂﬂﬂu‘qmu@jﬂ@?ﬂﬂ@ﬂwuwL‘ﬁ@NQJWﬂ?.Iu

ada a Z\J/ = 1 1 1 o a 2: dl o a) ¥
NBNIFARY NNARLNNINFAAAINNLNUEN Taan19RARLLLTaN AT N AL T AN

v
o

a ¥ 1 o dl o v Y o o 1% =
NUTLNIU (welded thermocouple) SLVV'I“JWNLLNNEI’W’@]\‘W]Q@ Wz TN dudanusaun

¥ [

LAZAANIGEUIALANINTAUNATA

q

D

¥

a [ % P2 dl A dl Y o o ¥ a o
L‘VW’WH@ﬂ’]?QﬂVIi@ﬂ’]Qﬂ ANNGAAD n1g@anuazna Widauaziduainfn Ui

v
a ¥ [ '

HoTwanu iNeannnsgauidsmnuiaunasinmaNusuinresdaya gy

o

% o a [~3 dla :’/ dl Yo dl I o 1Al
wanafiuALTaau AN NAAAIMLLITNA L AN WANNAINHIITIZ LAY
=~ o =2 oy a o 3 N ) o o A gy = o
B@avnglidng A9FedRNITNARALANNNNTN (repeatability) 3eMqN9FdTaNa S unauiu
Waliiulaluanaiiananesdoya

Qddgjd ¢ 1 ' dl a dl dl ¥ ¥
Qﬁumﬂ?zimuﬂmwmm@mimMﬂum@muqu@;ﬂm’mmﬂm TIRBAINTITURYA

3

dszdRarnFeunudiutgi WieldlssiliungAnssunishusa (creep) wazniadegtluesdan

a71l: Brewer et al. (2013) wansliiudn n1sldinesluslidaduatnauinianuas

(% |
o

a v v IS Qw Qdd‘ Yo o a 1 o dl dl
FARNAIENITITIBNATINUTUNINY Lﬂu‘)ﬁﬂiﬂﬂ’]ﬂ’]ﬁ"Jﬂ‘QMﬁQNLLNuEI’Wl@}@Iuﬂ?ZU'JuﬂW?L‘ﬁ@N

1
a A

Tnaanzluauniguuniige Wesainannisgoyidumnuiaunazasiauan inaiaeaiy

a u

Xu MC, WazAE, (2014) N19152IHUANNITIUIIGIQANLUADTBIN ILATLATH

|
= [~3

AN stiffened panelwfansasuangnaen TAeN139LATITUANUISLINANATNEIRR

DINNUATLATH A NLTIAI8saELANNYNABANIA TALISEARNULLILNY LAYNI9ATIAEDL

BNINAVBIANHUENIUTVIARIAF|TReTREUANUAZN WA a7 IAdHANsENLLRIAN

4 ]
21098990 UANGID AN LTI LINANANNEIAATUAL TLNNTINULIIRLLANTINANIENLILAN DY
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%

AnTud1vsusaswanlululenauaznansenunNisd Ay a1t saaunn luiuaaane (Xu et
al., 2014)

Guokai Zhang ( 2014) Anmigany Thermal 289 Keyhole Waz Weld pool Tag
N1IANINIBIATIRNIEATINS uAITaNNLANAN LT TunATUg I RILaz NI aaNazaNY
TunN9\TeNFARTUALALAAINTA 304 UUN 8 NAALNAT (Zhang et al., 2014)

Martin BORLAUG MATHISEN (2014) Ansnamuansuzasslasiaieqanianay

~ . = &

NITABLAUBIAINNLATE AR AN TI-BAI-4V IRENITNAGAL LI ANAINNTZLIUNITLT NN
aa@u1 (MATHISEN et al., 2014)

Long Tana (2014) ANEIANNLALANANNYE9UTa NI LARe FlamaTAauLaY

[ v v dl 1 dl
naan19 AN FaKheattreatmentl T U A N RITRUFABLT AN LU Narrow Gap (Tan,
Zhang, Zhuang, et al., 2014)
. = ; o ; A PR

Ruoyang Li. (2014) AN®ILAALTY cross-section ABILUALTANLALLAT NAWIA Gap
0.5 mm AyNUINFENNTY (Li et al., 2014)

Feng-yuan Shu (2014) @nu1Taeld finite element method d115uA AT a1
\TRNARULUITBNWLL narrow gap (F.-y. Shu et al., 2014)

Ahmed Eimesalamy (2014) Ans1AuAuAn A1 luLu@anuAazuualne
928ITUNLTAN LI Narrow Gap (Elmesalamy et al., 2014)

Long Tan (2014) HANTENLADIFUNININLIIAUANHADAIINIABANANTBIE
Humaeslamesinedannatedunuy Narrow Gap (Tan, Zhang, Zhang, et al., 2014)

Fengyuan Shu (2014) ANEIAMNNLAUANANS I LITaN AT UNN TzaIzinauua Ty
WUU narrow gap Wianaqiilianlne@s cold metal transferring (F. Shu et al., 2014)

V. Schultza (2014) AnAnNa NiTaluns@eneaateddng Gap bridging lun1s
anagRIHNUNULNMENTaNIALIeT (Schultz et al., 2014)

Ji-Sun Kima (2014) @Anmnansznuaindaulsnisidantasimunsaudnnsunig
TONNALUILINTUNNTTANLLULUGMA AUSLNBTaNawman (Kim et al., 2014)

, , v o = = A o

Parvinder Singhet kazAnu, (2014) lAN1NNTANHINIANEINATRINTZLALTAN AL
UFunauredanndaninalfiinuudal@en( Deposition Rate) 1890194388 kUL TIG 184

c vy “ . 2 ¥ 4
wannanlFatiningg 316 nanisAnumaaesagllaiiniainauaesliuInesaInTand

° Y a dl Zj/ v ¥ Adg/ = -dl o
nlinauwmaniusasniIsA N saunInaulun maaulavie ludsnunnivue
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NANTENULRIAINNTRU (Joule’s Effect) 1ludndan Inansaiunszuanazinannniuuald H
= 2Rt (Ing?l H ARANFaL, | ABNTZLALTaN, R ABANNANUNILY, t ARLAn) (Singh, 2014)
Tadeu Messias WAZATUY, (2014) ln1n19sziiundngnnsalunisdenlsaag

[~3 1 = d‘ dl dl & dl o/ a s v dl
\WanseFa EH36 TMCP aqmeninenisimenansamenduilifaniuiaugs danisszune

¥ A a £ 1 A o v a = v R
AAITNITBUN LﬂWﬂuﬁ‘zﬁqqﬂﬂ’]ﬁ‘m‘ﬂﬂﬂ’]@waﬂLﬂﬁﬂ'W‘J‘L‘ﬂ@EHLL‘]J@\‘]IV’]NZQ?’W\‘W]’]\‘]“’}@JW’WW]Lﬂu

' a

HaLdssanuaNTFEiIna1e9dan wazamidaluaanldfunansznuainaanuian
(HAZ) dailszasmmanaaIn1sANHINAAEIABNITANHIAN NI IATIATININANIALATNIS

Usziluantifidnazes HAZ aeqwmansaise EH36 NARlAE N92LAUNIIALANITINAALE

¥

AN TAU (Thermo-Mechanical Control Process : TMCP) — WiauieuAuwmanings

1
= v a a

= v o A [y A Y | o o A
ANUNNARIALNITTALLLEITNAN WAIUINTaNA2ENIzLauN T Tan IANandvTans
wanduLiiFa (Submerged Arc Welding) lagldseiunanuFaudasssaunn 76 waz 130 kd /

| = v : = = d? [ % '
cm N'ZW]@@@QWUQWﬂW?NIﬂN@?WQQ@Q”I@"H@\‘WM\‘]’]MNﬂQWN@ZﬁL‘ﬂﬂﬂﬂu(@\‘lgﬂ) SLML?.I[?][?]’}\‘]“‘I

189 HAZ %uﬁmﬁmﬁmmmm@mﬁﬂmmi@mgmu@uﬁmuwiflm‘fmuﬁ?md%ﬂuﬂm"ﬂ
o A o v a = = ey 4% a ‘= o &
PUANNNVIALUAN TMCP 1NAAIN AR89 TWINUNANIN WHAMEUALUWMANTTTNAN
(Donizete Borba et al., 2017)
Prabhaharan WaZADLY, (2014) AINNN9ANHINTINATANTTANLLUNTLTANDNTA
Wamuialnagu (Gas Tungsten Arc Welding, GTAW) Taerldnisnaaasiuuunanaizeaa

nan1snaaevagl ladussdulnianldimeniinasie weld deposit area WuilLualEIaN N9

' '
a o

QI o dl =S =Y o dl v a A
NI AU ANANAAL TN UUBIBARTINITLBUAIAUBIAIALTAN NN LA LD AL WLTAN (
Deposition Rate) (Prabaharan et al., 2014)

Lin, Y. C. ua¥ Hung, C. Y. (2014) sjaifuAnuise9n191@anuuL heterogeneous

o I

lap welding seudNuNBIANTUANEHNAaTULHWNeILad e FiaLmas Auiniauanly

o o - !

n1s@aNNIAINAaNTRIeeiagnHAINIIgATuNAS AR SuaN TN Tneanng

q
| |

nsfitaimas YAG TdanunsnianzynzguaunasuaiiiasainAinisgaduansuidaelinaang

Ifiaasiuu fiber/blue-light coaxial laser Tunisimandvarunsouslaifyyuisinanalalag
v

iatas WA TAINNTAN TN QUNIARNTL LA LA TLAN U BUATNNTN AL AL LN LUNAILAY

Y o 8 we dll - - o a = ! X o

16 il wawiieniauanysafuar liiauil 1w seauanvFesaaundy uananniles

NUIN LTI NN 1IN ANFAITRIUANTUNDILAY LATHN1TNILANHAIUIAINNLATE AT

WNNZAN TeTaaanANNATEAANANY Agdnad AtyAe nisldiamas coaxial fiber/blue-light
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ANNNTOLANADININTBITBELTAN heterogeneous lap welding seuauHWmangUiNIAa
v 1 = a a Y Aﬂl dld s o o
uaznasias it eililszdnsnan Tnaaieseasionndananysnluaziinzandmiung
a 1 a dlca = Q’l 1 Y Y & |
HARTUARAIMNITH W NIINARLLANEIALELN laaauuuLgnnasTulud dasyatidlwiiugn

AsUlsulE i aTulatiiarma FuULNAN N A WEe LA [daan i a TN 7T e Z ANHANTRN19LAS

q

% ] o 4 1 a
BACAITNTIAULLAN m\muzgﬂm@mm

1
o =
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(Jituetrakul et al., 2017)
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Songninruk, Bovornchok Poopat basAtue (2017) 1ﬁﬁﬂmﬁ‘ﬁﬂ‘]:r’1wqﬁﬂﬁ3\lm?

U 90/ Adl ¥ dl v o Y U =3
dnalauinlanzlunszuasunisdensaaonmeniunangdfanisinan A5 ge
TuadnguszasdineAnmngAnssunistneleuinTaneAasaandeniundndnsinatinii

v

v
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addfniauiazieiiias nnamaaesiildaonmeniundandauniin laun E6010, E6013,
E7016 AoeANUANGNTR9A TNaNNTsa Nt Hatlieadena Wiiiang nssunistnalauin
Taneunnsineiu wananansnaiiedaInansneniuuas fanudanimiinesaudadans
AungAnssunfIIaeNazatsreasinlanzanday laun nszuadenuazdainnldlunis
\TaN (Songninruk et al., 2017)

Chen et uazAnsz, (2017) linaassniamanafaiuinulunszuaunIgmen TIG
Tnansziamanswazanisntangelunsdenlasa wasldnsyuamanmnlunseuaunis
nadenlauia TIG-MIG NinruiFamengs divaednsAemesuuylauanFauinauiy
NITUIUNITNITTAN MIG WLILIRN Nan1snaaauuandlifivindinisansa MIG nldadesuas
azianasnanlagldnszuaunisdan TIG savinadvazyinlianasinanisasa TIG U
nazuauns lauiaviniinan1snszatta unIAradlNensn MIG uazannistlenziuaesman
= = @ Y v a 1o = & = =
Maanazansiaziiuladniuaselng lipisnedouaainisenslunseusunisdan TIG #
o ¥ o | v ¥ o % dl a d! ¥
wnivzasering nsluazesredlnadeaundudiaslunszuaunisdenlauiadaiude

k4 1 1 [ ng/ a dl ! dl a &I)
IhuBeuatinamnn nislassAugninginutondoutlanauasnsenansaesnisden lausas
N91289N19@aN MIG N193AsnzlaseainqaniAtesses@enuuulania TIG-MIG wuan
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Funemiulalagldiniseiuresnsundaiauluninusesi@an HAZ 989095U9UN1T
1&1i3m (Chen et al., 2017)
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Turichin Wa¥AMY(2017) ldMNnnsAnInasesnis@enansaaesuuulansn
(HLAW) InepTealTas Laser Arc Technological System (LASTTurichin)lun1sdsznay
TUAIUFTDUUNA 6X6 AT AIUFUNITAALTD Inland Cruise LAz Mixed Cruise Ship &@
NMINAABIATLIN N9LTaNTBLADTULNULAN(High Strength Steel RS E36)NAAIMNULNGS
= o o dl ¥ dl a al 1
04 35 1x. Arufuniaden lunwausn ldRmunInaw@eneanuin, n1adsglaaelans i
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WMANARAY,NITTANENTALL LN TIaNaFALatTafuL L bau3a (HLAW) dae s ndnian

q

Ffin(@1nden) uazaunsntssudafnruaz i 48 4 Win, naresnisisaiFmaans
FuiunnimednnandenanianmesuuslaiaiiananasenimefuarautAiFanaes
seeiden ldifluasingg (Turichin et al., 2017)

Sheng J, WazALy, (2017) T&in1snsAnEnAsesReIfunaTeenIsiAnsaL

wuugdusennantRnsfukssAsTeunansaetvredlanzguuasReulanuans1eiuaes
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fadwmg lunszuaunadenniadeglAinaiafinainanuAuiiiaaINNszLILNIITaN

LATAHNLAUANATN (residual stress) T lunstiilAauAUANANNgaD9Llsen 300 W
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HAZ WutFauniaseaieqaniagnilasuidlasainanufeulunssuaunisiaes
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nsldnasnumangeaanalilassafisqanialu HAZ Ansulaaunilas v n1s
. . o . . 4 . -
WU AANANKAEN1 T AE B aIdRdI N LN a6 7] TedanasaA1ANNLTILAL
antiAnIaNaEu °)

dl dl o =KX A o dl [~1 1 o 1 o

saelTaN A laaN AN ugeAslanuziulrunAuLdssisiva st aRunIN
131904199708 TaN

agAlsrnavnaranezae9lasea el CGHAZ (coarse-grained HAZ) 3988

% 1 1
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Tnoagd nantsAnsiuansliviudaiaudn nsldndsanudengelunszuounng
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AUNIINIUIEAINULLANABITEIA2LaD (finite element analysis) WAAIAINNANNUSUAL
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uwazianesnIneslasainvsesman lwaugpainnssiuinuazeulaseadansean1sann

1 4 ] nl/ S
UNTANDFIDEINNENEIL

1oy alE1NEIAINNANIIANHINNNARBIUAZN1FANABILTIFILATU89 Cozzolino et
A v A o ! . . . Jo = Y

al. NlAFun1s8udunInndn 70% reduction 184 distortion wazddmananalnnisanmINNIAL
ENUNNTA59ANNAUE A TN TaNA9ANN rolling.

IUNLNIULBY Yelamasetti et al.(2017) sxy31lunszUaUNI9@0NA23D GTAW

. = dl dl ¥ o dl 1

(Gas Tungsten Arc Welding) vi1a TIG Lmtmmaw%wmmuqmu ] WL

ATANLAUANATY (residual stress) waznisiinl@agy (distortion) Azl AgI4A
UTIDLILLALTAN (weld line) #1938 fusion line

e . 1I17m™ &
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NNTNTZANAFTAY residual stress WAz distortion Haunrnataasuaznnune laatnauduen
FINRBNNININFALATULLL Finite Element Method (FEM)

FEM 998/ 1531A91 21N 19N92A AN TR ULAT N AINTTNANIA UL WAZIBE ARIUA
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Tneagyl 91u3daaas Yelamasetti et al. @ lWiiulasaasnevialilanq residual stress
LAz distortion TunszuauNI9@aN GTAW/TIG uartududn FEM iluiaseala i
UsrAnsningslunisinunguazaanuuunszuunIsd@anialsulsann naassaaiian

1 1 o dl A v
ateuutuazimanals.

Leandro de Jesus Jorge, LaZAMUY, (2018) LANIN1TANE1ANTRTINALAL

TA998519N7°998N1ATBIMANNAT HSLA-80 TA8IN91TaN SMAW UAZHNUNILLAUNNSNT I
[ P ) al o acl [ dl |

puFauetiauenafzaumaunisldteulanssudgnismnuFeu(nisau-au) nuansin
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|
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4 aa = aal oy A ]
nazLnuNs@endanInsaAaauSMAW Tunssuasnisaufaunnivun Seulauansieiu
Tnedvisalafinisliaaufaunauranainiamasiiallsaunaunansenusaguantis
EINALATIATNATINANIATDILEAZANIIL. HANITNAABIANNNITNAADUNINNARALNNS
a [ a P24 | % v [ % a :’/ dl
Biaszvnelangananladeagidinisguisaanufeuldandudeasiudunaunisiion

4 1 1
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Treatment Inanan1maaesazidnluadnuiduasenisldainesnissneasugnaANiay

v
o o o

Tdladanansznuateltad1Anyna Tassaineqaniauasanenic@ina1a9dan (de Jesus
Jorge et al., 2018)
. . =] P Y | o &
T. Sirisatien, lazAUE,(2018) laAneNansnuaen1sdan iWandg (Submerged
. dl ¥ = = dld ] a a dg/
Arc Welding Process)lagnsiiaNuuuauingauiainedndsenganssunisiaideues

LHUANADREE ASTM A131 1078 A Tuanudsafllavinnisnsaagauninudaidenuaaueiy

a

WMANWA LN NAIQA THITUINNNITTNDITNUULANALIUA TN LA B ILHULIAN

a

ASTM A131 138 A laanisilasuudasuansznuresszaunisifinanuian Heat Input (27
kd / cm waz 32 kJ / cm) N1788NHULLAZNIIAITMBAAINIINH A FHNNENARE ANHA

n1AaaInTstadaarantvmanazianaaiullnuszaunislfaannsen Heat Input
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LAZNANNINARDIIAAIANEANEUEIAR 2.99 NN, TUTUITUATANAILTEALBUNAAIN
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Fauszaunis i uFau Heat Input 32 kJ / cm wazn1sungaefadsenui 30 © V inelull
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n3duiinsngaan il waznTdaNLLUAKAga LR lna NN T T LaLIam T RN N 1T A
nsdudindeaumaniiunisindesduldnuninsgiunissieFessudnedssinag (Sirsatien

et al., 2018)
Liu B, Pedersen P, Zhu L, Zhang S (2018) 1a%11n19nunauanuiseinaaiunng
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nnsgaudaAdnuuuLas / vsanisugngulugeeaeTndiuun uaniwieainnisgoyids

o

AHIUNLHERIANNN9TANTaUTATI AT Ta4FR N lasU AN NIR LM s TR AN T Raa R
angnisldausswsizeliauiivFasuiuvsannudavainaadesiunisnasy (Liu et al.,
2018)

Zayed A, LarAUY,(2018) lANNN1939eIAEAAL NFER8Aa18NITAANTRULBILE L

v
& o a O o A v @ 1 o A o o

WANFTIRIUSUZNINULIAA AN 1L a9 D1 RIANATUARABIATEUTININLaASINLE WA N

o

4 1
o A o o o

Auan wwInAaNALANANTUITUIAza N ATatILazutat Tun Adudanunisiandau
v
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AnnTaudaslszinn (Zayed et al., 2018)
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Wang R, uazAniz,(2018) 1avinnnsnistsziiuannudaissdugaaanuaslnsaaiing

WANTUNHANAEMIHAINNTAANTaULLILINGY TnaN19AIAae UNATEIANIRE YN TS

o—

gngusianNanisnlunslasuglinasanuaznisBuAunfsunninuuLWmten ductile

fracture TuinUNARELKIIANIBSLITaNFRTUR R N8 FNImagaLnsiansaulainae

( Salt spray test ) HANITANHINLINNNTE AFITIMNATRITREITANAANNFRULARAS TR G

walriunnsanasEaduniivdn TUNINNINAINLTGLINE94m (Wang et al., 2018)

Yao Y, LazAnLy, (2018) 18NN AaeR T ULLLANasdulszna
v llequdulnsaissadeftnissansauuuumatannsdines Inarin1maanduaznig
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Lé’ummzﬁmmmu degree of pitting (DOP) (Yao et al., 2018)
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lauSaRnanuauszning GMAW waz SMAW lnediamsjsnuneiieifinpauudeuselunis
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[~3 dld dl ZJ/ = a [~3 [~3 1
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Pai Namit Narasimhan azAnsy, (2019) laAnmIn1stiit A N kdanse i iU g
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Tian Xia, WAZAME, (2019) tANINIFANEINLIALAIAINLIILINGIgALATY
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. guuunisfushuinsa ManfinssyinvisaeduuuAegluULN T FULSEALLLE N UATNNT
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wiadmesdAgyatradnaanaindaniuun azinlilaresmaunilassadisanysnl
AUNINGY U91AANN defect FUUIY IMNIEALIIUIAIATIIUANNFBIN1TANLTILI LAY
ANNUNLTNAGIRINNIIEN WAL Ghorbel & Ktari (2022) avdsnansanudulalunisld
. F

NuuaraNtlaeadtlwinugaaunssuneadey

311398984 Salerno et al.(2022) TUN1IANHIAN DL macrostructure UBIWUI
TRNAIENTZLIUNNT TIG (Tungsten Inert Gas) WU ENBNTZUIUNNTFATENIRUFABLAZNNT
pauAunazatWiln (current) saudeda 1WA (polarity) gnsiasuaziuiizan axlasas i @anny
o = = | o 1 = -
anwoiznisunsndnanedeasncianessndnilalanzimeniuiielan g u (base metal)
Tnelifoynanisuanduiny lack of fusion sanisiingwguntalusesdeninaagy
UszisudnAny laun

NN9ETINTDLFADMNNIZAN MU NN9TIAINALAIARAZADNLULTOEAAATNN

\ o p ~ o )
(bevel) daelioemaN kL HeL 1540999

nsaenuazALANAINIZLA RN (welding current) wazdalWin (polarity) 9N

JHATANTAULTN DU TR T AN A 1M HIZAN N T AN TN NADNTINLTAL

D)
]
=
©
Lo
S

ANBOUY macrostructure WARIANANNCLANDENINABALWITELTAN THEN19110
. A dl o © ¥ dl 1
N19UABNIMN (lack of fusion) WiragngundninlisetimaNdalLe
o o‘d’j| S o 1 a o z = :l/ I dl dl

HAANSHTAE NI NTUJ TR N TURDUATENUATAIAINITTENNMNIZAN AT

doalilannnInsatidan TIG NuAsLaziTana b6 e AaImnssy
v

Teigan 911348284 Salerno et al. LHUENANAIATYIBINITALANNIINHINETNT
o . o , dai 4 o . .
@oN TIG BENFANNLAZNFTUNIDFAANA TIHNATALATADATUNINIAZAINANYIDITD

-dl :// a % o dl dl a ¥
FRELTANTI T IATNAFIUA AN H LN NN NLBI TR TANN KA lﬂi@.
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UV Gradinarov et al. (2023) WluntsAnwnyaiuldinisdiasnyd
o aa 'S A . dl
ANBUZADALANIZYRIBNFATAN (welding arc) nTzuiunIT@an Ly TIG (Tungsten
Inert Gas) T lavinnisnaaesiudianman 4 sliaiieniuunnuanianatfvesenfaly

ANNIZANN 7] aEivaTlaEnLsTAud Atyreteuideilag

a

NIINARBNNIMUARNHUEAT AR ] 289215ATaN TIG Aqedanisdnszazing
(remote experimental determination) Ttqsandaanfinlun139n@InN e nine A

AnzduansenuaesTingidn eaniuans1eiusengAnssnedeSA MU 1A
LAZAYINIADIEITUDIR15A

a e g sl - B o

nisAnsanate lid langAnssnaedensAmenNd9Hama AU INIRELTEN
uazilsyAnBnInaednIzUILNNaTeN TIG

naansansin Wl lunsdfuljamalulatinnsmeniieaniymiaan dianas

23815 ALAIANL sx AN NN T TaN U AAIUNT TN

Tnaag1l 91209 Gradinarov et al. (2023) HpnsArTuniaaiuANdnlad@ean

q

=

NeafungAnssnenfaszndnnIsd@en TIG daunisdnAmiatauuulusinusiuguas

1
[ % ] 1%

Usz@nBnan TdrAusaniswamulariulynssununisdanluss Augaanasuiie iy

7

AuNnLazandaunniadluse o

Casalino et al. (2023) sne9nunaN T TN s UTayaguuRAdTAaININas

a o

At daaiia Ktype AUKNANITAINABIALLABLEIAIAVLLUHNANNANYW FEM/CFD 11
y

o

NITUIUNITTONALIALTET WLLIIAINNARIALAAD U AIGUANRATATUNA1 AT

132370 3-7% TIANNNARIALAADUTUUAL AUAILNUINIITALAZAUNATRIAd ALT AN 19 13

TG

udseiliaua i ldwmesinddila K-type wuy multi-point T98 18170 RAAFTLA L

a

WAAUMLNTALTEHLTON INBINNANLNTaD LA zANN U BTty ag I 11T

¥

ayad 9B lunsEuduNaaINNNIANaaeTIFLAT WasaInnsiniasgaLALaa1ariilike

] 12 1
=

MLALALNNIANABHANINAAI AARELEITN T9N19Tanaaqaazdaeiudayagumng) iy

12 ! 1 (%
A A )

ATALAGNNUTFN °) 289908 TaN A RENTY

a

=8 -dgldgl ¥ & K o o ¥ a o . .
NNTANEIT LA muﬂﬂﬁ%’]ﬂ@’]ﬂﬂg“ﬂﬂﬁﬂ’]ii’ﬂ WMALAIARRIUAN LU multi-point Tu

u

NM9ILANITIUAZATIAADLAIINYNABITBILLLA1A8IAINTDU (thermal model) 7141w

nszusuNsTaniames e liniseenuuulazAILANNIz UL @aNHU T ANE A TWIAY
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wluEunIu antlyriANAANALAARULAZN1TIANANNTIRRANA A TuN Tzl uAL
FOULATANININTBITDLITAN
a31lAa Casalino et al. (2023) uurindnsdmasiuAtidanuy K-type waeqn
TunszununsdpguunseadaNiaiiasiaeinANYIme D aaen 1T T e U Lday afy
NANN9A1A89 FEM/CFD T4RNANAAIAMARUIUIZAL 3-7% TUALAIMALLA Y IUIAALALTAN
Nlda3q
3138999 Deepak et al. (2023) agt/lun1snunaudn nasldmasiualidalunig
o a 1 d; a v o o dl 1 o dl Yo o
TagoungisuinanszununismenidedaninluGesaouuiugn alasunansznuainilads
o e M . 2 y N - 4
uanetlszniadnAny laun stnveslansuannldluninden wazaniwiansanlunsiomm
1 v dl o v le o ¥ =
WAANAZAY LW AINFaugs n1gluasasTansuaan Tevinliguugdndnlaataianaiu
d{l a Y a b2
ARIALARBUAINGIUNYHUTATS LA
o ANy o o =t o | ek, aal Al Yo o
wfidnaziidasninmanil mefludldladenadidzuinsgiuainanlifunisuensy
wazldatauninatsdrusunisdauarasnaasuguangi lwnwaen Wweldlunsnmaaau
WA UTUNANITIA1A DL TIALAT (numerical simulation) 111 WUUAIARIANNFAUNTE

o ¥ dl dl o ) Y v a2 dl o
LULANABIAMNLAYIUNIZUAUNIEAN LLadaININa sl ﬂﬂLﬂ@lVﬂl'ﬂH@L‘ﬁ\‘l[ﬂ?\‘I tnenu

1
a ] o

gaumni o4 Ansna o Tenwaenn I idudeyadegendq Ay
v

k1) q

o A

ag11a91 LLﬁ’mﬁmamugﬁﬁwmﬂﬁuﬁﬂlﬂ@ﬁmﬂfﬁﬁﬂmémmwLLsiufﬁ’]mmﬁm
fanuazan muandensay uwifdspadursaciioddy memmgmmmﬁﬁl%ﬁmwmu
Lmzﬁuﬂ”ummgﬂﬁﬂwmmmﬁ’mmL%Qﬁqm‘l,umf:muﬂ’m%m Lﬁﬂmﬁ‘ﬂfm@mmmw
LLZ\Izﬂé/‘uﬂg\iﬂ'j‘::i_l’luﬂWﬁ‘L%@SJ@EiNﬁﬂﬁ‘:ZVI%ﬂﬁWfil’m\ﬂuafi/mj@\‘i Deepak et al. (2023)

F1891UTBY Kwon Waz Jeong(2023) W41 ANAIITNATUNIULIIAIGIE A
(maximum tensile strength) mﬂd?@ﬂﬁ@umﬁﬂ EH36-TMCP ﬁiﬁmﬂmzﬁmum?ﬁ@wma
gﬂ LU 111 Electrogas Welding (EGW), Twin-Stick Arc Welding (TSAW) Wag Submerged
Arc Welding (SSAW) viu mﬂummm‘fggmfjﬁmmgmﬁﬁwumimﬂ IACS (International

Association of Classification Societies)

1
o o

~ " = \ o | A a o ' X
néAtyAe Tunmmaseauwsena wudd drumbsiiianisuaninesluilelanzgiu
v 1
(base metal) 1nndnaziinluliiel@en (weld metal) ¥3a13i90s Heat-Affected Zone (HAZ)
= ! @ & A A - v o o
TINNLAIINGN AN LTI UDHBTN LAY HAZ HANNINNEaNaAINT @R 1MLANg M

ulugpavngss
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nanalasaglAATNAIUNIULIRII8999ELT AN EH36-TMCP ANnNnNseuaung
EGW, TSAW wag SSAW gauaztnuunnggiu IACS nsisesunniia luilalanz g1 wans
oA A p~ @ VoA A 1 o oA o
JilemaNuay HAZ HAdnnudausaninndvseinauwinilalans guuadnsie udud
ATANINIDTONUAZANITOUENWNNATBITUN W Wasan1 g lFe Ul uanaunsss i

| = v o

RET EA ENT AR ES TGN

ASME Section 1X(2023)n137A%48L bend test A115UIN175UTRILUITAN NINUATT

o | = o py o 1y ! Ay )
nan1madeudadliisesunniiaillaldnisnsaasaamniilan (crack) UreadeaunnIag
(defect) NUsINYUUNUTY convex 1B9TUIIWANIUIANAUUA A liifudszan 1/8 Ha
a a 1l G 1 1 tzglld 1 dl al

(Uszunnu 3 Hadwns) nnlailiseauaniise defect lugndnauiall DadnseamantANIN

Auazilaanialusiulaseaineniunueiym ASME syylaaagiaaseadansasladdl crack

1Y 4
a

yaa defect AMUAY convex MU 1/8 19 (3 NN )MANKIUNMTT seaiTanazldsunis
fusesirdasadauaziinuniniminzandmiunisldewddaseainamniunnsgiu ASME
Section IXLﬂmm‘rﬁs{aLﬁuLﬁlﬂﬂizLﬁumﬁmumahm@@ﬂL%mLmzﬂmﬁumﬂﬁmammwém
fenainlsannudeussuazanaaenduresunuanasiuszminensldauess

Imanian Ghazanlou et al.(2024) ?ammzvﬂ,%qﬁﬂLﬁlmﬁuqmmﬁﬁumﬁq (tensile
strength) 289En TMCP §u EH36 waan1aidan nudiApaandeussussiedansaslu
veumRIg e lianmndun e lEdBslugnamnsslfatnadetield

uﬁﬂzﬁqﬁ”ﬁymmmuﬁ@”ﬂﬁﬁ@m'iu?mﬁmmiw@qummw%’@u (heat input) i
wanzanlunszuaunnsden dedenalanmsssianissnunanaaiinianatessesiiennay
UFinns Heat Affected Zone (HAZ) TiRagiana n19AauAN heat input Tuszdtimnnzanas
ﬁqmi”ﬂmimm?ﬁm@mmﬁﬁ meﬂmﬁumu@?mﬁuimmLﬁmmﬁﬂﬁlmailﬁuiﬂ%qm@ﬁﬂﬁ

v

AnAMNLILTZLAZ AR NI TN AR 16

q

wanani 1udedauansliiiingn naudarldwdseuauiaudenugaasing o

D

v

:I/ 1 é =X v o % 1 < 1 . a 1
ﬁ]\‘iLmeqiﬂ@uﬂ\i@]\iiu??.ﬁ@UVl?Uiﬂ nngnaaslATNaFIuluan U ferrite AR N

Natulu HAZ £9p9inmAnuannaii M1 liusnauazAuidausamIanaesi e ueiaag)
Tunasieeniulfuaziuamuninsgiugnaings
a3u41 n1sdnnanauAufeudanmNnzanlun9IeaNan TMCP EH36
L e = o ) = Yo o Aoy o
doaineusRarAnaNTENIaNanlusesdanuay HAZ WdetfluscAuinn lianaasn

v l
ﬂdﬁmmaﬁfqmmumm zﬁwalﬁumuﬁmmﬁmwmm LIULAZAINNNUNIUNNNZ AN AT
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' £
= a o

v dl % 1 dl A ¥ a v a dl
ulasgaiandednizantmeanege dayanaslia1989aInsedIuRaTIIuISe N
ATIRABLAINNANANUTTZNING heat input WAL tensile strength Twuan EH36 TMCP laaid
ANNARIALAREUNITINABINLNNTNAFALAT LAY 5% TILAAINNANUNITaN eI
NAANS.

Qi et al.(2024) WLINLEBANAN heat input JnTzLIBN1TaN avdana lFiinnig
wasuulaslulassaineaaninuas Heat Affected Zone (HAZ) launnnsilasuulasdndou
ERAGENGERRE BN 7 L1 acicular ferrite, grain boundary ferrite, granular bainite Wa e
polygonal ferrite Tagtan1zagNae8a1U3u104 (volume fraction) U84 acicular ferrite ana3
azdauan ANAMNIMTHEIuIUNIZUNN (impact toughness) 184 HAZ anasnaldfag

aginal3fmIN Wan EH36 NENUNTZUI1N1T Thermo-Mechanical Control Process
(TMCP) slqgu1sasneiAIAfnsmiienuiunszunnluuinm HAZ 1aa wildnaziinag
iazuuilas heat input ey Teuaasiiudn TMCP dunumdndnylunisaauruuaziliy
Trsafreqanialiiiaoununiusanisasuulasreandanuaaiuianlunszuounig
y
\TaN

= > PN . A o =
aglme LN13W A heat input azilasuulaslnssainaanianazandsun

1 1
a o [ % 1

acicular ferrite NENATY AAAIINLINRE2909 HAZ WALUAN EH36 NE N1 TMCP €9l
(% A, v o v o o ¥
ARIHNAINIININEIAUANTTR impact toughness oA Mnlimunzandmiunisldeulu

GAAUNITNTABINIIANNNUNIUG lWT U WTaNN LFFUA N SauwAN e,
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28n19ALNUINUIRE

TRuNRTu3E N1 AARIUAINITLTANIUANNAN TMCP 1n9m EH36 @aldns

n7zUNuNIEaN LU lEL3A GTAW-SMAW Iaeifl N13NARALNIINA N1FATIAAALN NN
v a 1 U U %3 1 a al U o

n1a Tasgaineaanianelanzinen n1sAANALANANY N13dpAINTstia@agy LAatnKN

= o o ada o a % 4‘ d?:/ o a o ] aal/
L‘]_r;?f;l‘]_lL‘V]EI‘]_IN@@WﬁﬂUQﬁﬂ’]ﬁ‘@’]@ﬂ\‘lLﬁj\‘]ﬁnL@“ll sﬁqmumaum?mLuumumrﬁwﬂﬂu

3.1 NN9ALUUNISIAE
Ao X = = o o o
NuIRaitunIsAnINTTEa N TATIa519m9L3e (Hull Structure) tngn gi@aN

o o

UszauLEUANNIAI49 TMCP 1n3a EH36 Aatnsztnunisidanla1sn GTAW-SMAW Tag
1i9aauamANN1a3gs TMCP 1nga EH36 Wutunulunismeunaaay Inalisassdanas
N9 eI BUULFABTURASTINNTANYINIIU 1G (USA) BULIBNUWUIA (Manual) gvi1n13
A A A % A A oa A . \
o WIadaTeN (Welder) axldtnamanni ansasimimen lanesanurialuluasu(
Welder Qualification Position,1G) iaziAsaudianananitiulne-tuessdiu qudiais (TGI)
Tadvinnamesdludduinigen wazauanimansoaiie AN TONNIZLIUNNITAN
a3 GTAW-SMAW Iaginn9idiasuuausnasiianlnanszuaunisdanansavisamunialn
AQN GTAW uazuud@enuwIsaniazldnszuauniadanarsnamalnsaiunand SMAW 14
NITUIUNITANAIF AL LNINAN Y FenqnszuunInden lausn GTAW-SMAW Tas
AAUNINITTANALLATENINULTANIALN170NBULTDEABINUT AN WLLLNNTBS (Goove
Weld) wazifufasyaviinaszaziingsassai@an (Root Gap) wa9A1EUNI TN AN
wisdmasnvualaanszuaunis@enlauia GTAW-SMAW anniiudiasziiazaging
N1INARBNANNNAT IHAINNNINARBLNGANSINENNA IAEN1INAFBLNINNA N1TNARELIAIIN
[y [y A o 4 a2 ao o X
LAUANANN nmagaunisiadegt Gaddunaunimdesssialilil
= a o da} dl ¥ o a o

3.1.1 Anseniddauaznguiinaades uardnglszasdluniside

3.1.2 wsnnpsasianazdanainsnilunimaaas

3.1.3 ANLULNINARD

3.1.4 FFNTUINUNARD

3.1.5 n3vuauNNdan UL laU3n GTAW-SMAW

3.1.6 duunlaannimesesdenlinagesluiesljimnis
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3.1.6.1 ﬂf]ﬁl,ﬁﬁw’mw%’fauﬁLﬁmqﬂmu?ﬂ'@m (Thermal Analysis)( 1 %”u
NAARL)

3.1.6.2 m@mmmquﬁﬂﬁwﬁam: NAGBUFIEILIIA (Tensile Testing)(3 ’*%u
NAARL)

3.1.6.3m?wmmqu§lmwL%\m@: N1INA/BUNITAALAS (Bending Testing)(3
’%ummu)

3.1.6.4 m@mmmquﬁmiwﬁaﬂ@: N1INAFALLINNTLLNN (Impact Testing)(3
%ummu)

3.1.6.5 NINARBLNOANIINITING: NAGELAINUIN (Hardness Testing)( kg
%ummmmmﬁ%mm BM, HAZ, FZ)

3.1.6.6 miwmm@quﬁmw CRREE mmw@uimmé’wqaﬂm
(Microstructure)(1 ¥snsn)

3.1.6.7 NINARALAINNAUANATY (Residual Stress)(uﬁmuqmmmu)

3.1.6.8 nsvpaaLN1sta@egl (Distortion)(ufi\i%ummu)

3.1.6.9 NN3A1a89LT9R2LaT (Finite element method) WelBaudautuaany
%’@umm@@ﬂﬁ@mmmwmm N1INARDLUINAIAINNITNAAES N1INARBLANLAUANAN

RAMNNITNARAN ﬂ’]ﬁ“l’lﬁ@‘ﬂ‘]_lﬂ’]ﬁ“flﬁLaﬂqﬁj‘ﬂ@’]ﬂﬂ’]?%@@‘ﬂﬁ

1
o K ¥ a o =

3.1.7 tunndeya 3wz agduaziauauuznanimaaes andayanlasiiaiy

a

NNINAAESNHNAAENGANITHITINA, ANNAUANANUATNIITAR T LUIT AN LA A0

3.2 \zesdadanailnsaifildlunsmasas

Lﬂ?mﬁ@ﬁﬁlﬂumiwmmmuﬁ@”ﬂﬁim’?ﬂmmwmﬁw‘mﬂmmﬁuim-Lﬂmﬁu
(TGI) gueiaifs, gudmalulatilanziazdanuiss (MTEC), anNTumMANUATIAANNAUU
dszmalne, AudidaTancinan waaiidu (Uszmalne), @uﬁmmﬁaum‘%’:mﬁﬂﬁﬁmﬁ
HAAINNIIN ADUTIAINTINANAAT NUAINLIAEIYINA, nadsnatuladiaanssuniaiden
uinenfemalulanszaeuindmszuasivile, MARTTIAINITATEINA NITINES S
UATUNII LI mmé“m:;f‘Emﬂﬁimﬂmﬂ%qﬁfaLmzqﬂmaﬁzﬁqﬁmﬁaﬁ

3.2.1 m%‘@u%@uméﬂﬁmLmuLLﬁ"aﬂnﬂqu (Gas Tungsten Arc Welding,
TIG/IGTAW) (nwigznau 34)
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Sife : Miller

714 : Syncrowave 350LX

| Process TIG (TGAW), Pulsed TIG,
j Aluminum TIG Welding

) 3 —400 Amps Welding Range

AC Balance Control, Dual Digital Meter

nwilszne 34 irFasdianansaivanuLialnAgu (GTAW)

AN https://www.red-d-arc.com/product details.aspx?sub cat=179&prod id=457

3.2.2 insandanasalaslidianlnsaunand (SMAW) (nwisznay 35)
Sivve : Miller

74 : Dialarc 250 AC/DC

Process SMAW , Air Carbon Arc
(CAC-A), Catting and Gouging
Input Power 1-Phase Power

Rate Output AC: 255 Aat 29V, 30%
Duty Cycle, DC 175 Aat 27 V, 50%

Duty Cycle
Max. Open-Circuit Voltage : AC-70
DC-79

niseneu 35 esasidianansalaalddnalnsaiunand (SMAW)

N https://www.teecenterwell.com/products_details.php?pro_id=216&categor


https://www.red-d-arc.com/product_details.aspx?sub_cat=179&prod_id=457
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[ %

3.2.3 m@ﬁ"l‘*ﬁ‘lumfa‘wmmlﬁﬂu
fapdwsunimasesdewdumanndinnuudiusags TMCP (Thermo
Mechanical Control Process : TMCP) insma EH36 TALAMNAUILDUAANLEY 12 HARLNAT
WuAuruedauuELmanilaanisa (Shell Plating) ﬁqgﬂﬁmf‘ﬁ'mquﬁﬁ‘@mmnﬁuﬁﬁ
NUsznel 36 AMUHANNINANAILARI WA 5 AIANITANIINATRUNANNAI AN

wiau39ga TMCP EH36 steel Auuansliinge 6

= It foekames I e
| EE] |

HY

Transverse

Length BP 137 m
Beam mid. 20 25m
mid 1281 m

£ o | -

(3, [7] Lormunats 1207082
B VEMICLE DECK
Dock 12mm Deck longtudinals 200~9 OB P

U e e e e e 7

(BT DS RY B ST

9mm

Transverse
615 <10 + 200 %20

Side ot g
SGWH.INJOBP

5 <10
—Fio. %0
Longitudinals 120 <7 OB P,

Void
(casing)

200 -0
[+755 - 20

12mm | Sido

TRAIN DECK
Deck 12mm Dock longitudinals 200 <9 OB P
Tw LI 77 B S S S S S vy
" i i 3

'%’6‘.;0'/ 20025% 12010

Eeuine g T

HEEL

S A s GARAGE
FATLIN d=i%0x1s
“+150 =15

X Tork10p 12mm J 7| Tank 1op 10mm  Longmudinals 200908 P
L ¥ >

3 N Y Y N7
T
2Rk

Y BV AR B B e |

1

h
iojoio
i ioio

——

nwdlsznay 36 st 1euuuzlinnnateanTanssn&uA (Mid ship section)
PN themarinestudy.com

AN919 5 NANITATIREAUNILANUDILNAN LU EH36 (Y%wt)

Element C Si Mn P S \ Al
Wt% 0.144 0.326 1.40 0.0152 0.0067 0.024 0.047
Element Cr Cu Mo Nb Ni Ti

Wt% <0.005 0.01 0.006 0.027 0.006 0.011

Aun: AueTmalulatlansiasianuiet@ (MTEC)

a q


https://m/?ที่มา
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£19749 6 @mmuu”ﬁmmmmmﬁﬂﬂé’ﬁmmu*ﬁumqa TMCP EH36 steel

Mechanical properties of TMCP EH36 steel.
Yield Strength  Tensile Strength  Elongation rate  Impact Gap Site SPEC  Energy
515MPa 580MPa 22% -40°C v 1/4 A 170

Aun: Kai Wang, Zexin Jiang, Jinjun Ma,Chen Rui3 ,Ben Niu,Yaoyong Yi ”
Investigation on the characterization and properties of EH36 steel FCB welded joint”,
Second International Conference on Mechanics, Materials and Structural Engineering

(ICMMSE 2017)

3.2.4 mm%i'au (Welding Electrode)
3.2.4.1 mﬂ%u TIG (GTAW) ‘L‘mﬂmﬂﬁuf‘fmﬁ@u (mmﬁ@u) PRONAZANLLDN
Aufudaneu I¥aanidan TIG : AWS A5.18 ER70S-6 daunguniqipfifeuaasluniga 7
@m@mﬁﬁmmmmmmL%Nﬁumﬂum’ma 8 muﬁmﬁumu@uﬂ‘ﬂmq 2.4 mm.ba
'W'mﬁLm'fmfmr]@wquﬂqiﬁ@ul,l,uu GTAW A9LaAd IUA1919 9

AN9N 7 AVUNANNNLANURIANALTAN TIG : ER 70S-2

Chemical Composition Limits

Weights: [ Mn S P 5 Ni Cr L] v Al Zr Ti Cu
- 0.40- 0025 0,035
ER T05-2 0,07 max 140 070 i mar 0.15max | 0.15 max | 0.15max | 0.03 max | 0.05-0.15 | 0.02-0.12 | 0.05-0.15 | 0.50 max

71379 8 @E‘IAQN‘]JW[;W]’NHZQ“II@\?@Q@L%@N TIG: ER 70S-2

Ultimate Tensile Strength Orftset Yield Strength 0.2 %
Elongation (%)

psi MPa = MPa

ER T05-2 79,750 550 71.050 480 29

AN : www.aircraftmaterials.com



http://www.aircraftmaterials.com/

A13749 9 N1IRLANDFUBINTTLIUNITONFEAIATAN IALRFNNTTaNLUL (GTAW)
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Gas tungsten arc welding

GTAW

Electrode type AWS A5.18 ER 70S-6
Electrode diameter 2.4 mm
Current intensity 120 A

Welding speed

59.1667 mm/min

Shielding gas flow volume

16 liters/min

3.2.4.2 N3N SMAW Tanisiindanimen (aanLaen) naanasaediiuiy

[ %

ananu IdaaniEan AWS A5.1 E7016 dounann19iadasuandluniss 10 Auaniianig

NA28989AMANAILANI LA 11 2UIAEURNUARENAN9 3.2 mm. Wis1Hines1ey

NTLAUNNITRNULL SMAW AdUAAIIUAT1 12

A1979 10 AOUNANNILATUBIAALTAN SMAW : E7016

Classifcation “c Nex “Ma Whle

14

E7016-1 H4 Requirement 400 (58) min

AN : www.xiangind.com

SN e s s v SMne NE+Cre Mor ¥

ft;ﬁ

.

Charpy V-Notch Charpy V-Notch
J(ft-ibs) @ -40°C 1 (ft-1bs) @ -45°C
(-

(-40°F)

480 (70) min 22 min 27

510-640 (74 2541 27186 (20137

S0°F)


http://www.xiangind.com/
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A1379 12 NITIRABFUBINTZUIBNNTTON AL AATEN tAENITTiaNmmeHe (SMAW)

Shielded Metal Arc Welding SMAW
Electrode type AWS A5.1 E7016
Electrode diameter 3.2 mm

Current intensity 120 A

Welding speed-cover pass 2 46.43 mm/min
Welding speed-cover pass 3 32.50 mm/min
Welding speed-cover pass 4 38.23 mm/min

[
3.2.5 unddnAgu
dl dl 3 Y 1 ¥ o dl v
nadanuuy GTAW unasenlaaldnisansasosuns §ianismanaziiug
pauANANEYluNNsEeN Ansunimaaesitldaainiie 59.1667 NaAmA/UT
Tngazimuduiusiunszualimon natame drldnszualifiange as
X < d wedla . v da
awnsninaRiza lunisdenls Gednasanuninlunisuan Usuinadufaunileudn
(Heat input) T/ luwuai@ansnn tdae iiealn Gaavdanasadniifnaedsesidon was HAZ 11
' < ¥ = £y | ¥ A o di = '
ANAHUN UATAINAIUNIULINAY U wiAs NFauddn U Tuww@enmae LA 60 %
Wind finnannisdas TIG 14 Argon gas atlnagulnanismeaasiilddnluanasuia
UnAgu 16 AR/ ANFaLAINNIseSARgayds ldiunisluavesuiadauniis + naun
N N o - 4y
Fduardu Asnndszney 37 waminadeNANnszLaunsdufialnagunsiansasie

Ineldaqmiandiin AWS A5.18 ER 70S-6 ATHHNIATTNL AWS D1.1 LATWITINLADTUA

ﬂﬁ‘t‘]_l')uﬂq'i‘L%’ﬂNLL‘]_l‘]_l GTAW AJLAA IUANIS 9
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nwiszney 37 waasnisdienaunszLauns Muialnagunismenssielna ldanmex

41mn AWS A5.18 ER 70S-6

3.2.6 N15IAAUNDAALLLATAINATAUAZNITITARINTELIUNSITANA Y
seifigud s inlusdlafuus

TUN193889TIFILANDNIAMNIAUAN AN N1INTTALAUNT LATAIIN
WH9LI920970E L TAN WULANADILAAIAINFRULLL Double-ellipsoid 184 Goldak Llw
wuuAanaesnmEIzanuastanldungn

b * ”

IWRANATILLILIANAY Goldak NNZANNEA

AYINLNUENGD: KULA1A89294 Goldak A1NITNANABINITNTEANEAIINTDY
wuuldadnaneresarfadianlAandwULA1a8INdI8n97 1MW WULA1a8990 (Point

A o .

Source) NTALLLUANARY Gaussian §77HAN

o 1 dl v a a o aglJ ] 1 ¥

Anaeglinauuman A lnAReeass: Luua1aesiiinuasansausaniily

LA A o . LA v o o A o

aa9dauRaNIT49untn (Front Ellipsoid) NHAMNIEHTUIDINAIINUAY UAENITAIUNAT
(Rear Ellipsoid) A AN NI UI8INAI9IUAINTT TIRTALANHULNITARUNUBIRFA
TRNWAZNNTNDAIURILULITONASY |

Ifiunseuaunsfenuwuuansadaulun)la: arwrsndsuldlanunszuaunig
TANALBIFANAILUTZINN LI GTAW, SMAW, GMAW kaz SAW G9ilunssuaunisd

v ] % 1 o a t:i [~3

pnFaulilAunanunaandanduqadn

ANNTVRIULILANAEY Goldak
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WLILANa8d Goldak azA1uailTuNuANFaunlassaanuIfeuaalIuImg

(Qv) TaguLaanduaeIdNN1IAINTUNITEIUNTN LA LA UNRS

ANNTANILN TN (Front Ellipsoid)

6V3frQ 3x 3y2  3z2
x,y,z) =———exp(— — — 1
ANNIAMILNTTFUNA9 (Rear Ellipsoid)
_ 6V3fQ 3x2  3y?2 322
qr(x' y' Z) F abcrn\/ﬁ exp( C% a? b2 ) (2)
o

v
¥

Q = nivwupudeuiidngiveu Q@ =5 - V- I)

N = dsr@AnsninAnuia (Arc efficiency)

V = ugaaulnin (Voltage)

| = ngzualwin (Current)

a,0,c,C. = WAL TINUITATINTBINITaRIA (FReAINNAN, F3AINN
B, ASANNENIFIITI LAZATIATNENAALVEY)

f.f. = dndaupesndrnungnifeudn lunssadountuazdsunas Inah f+f=2
YA

NNL9znaL 38 Heat source model
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AUMAUNITINRDI FEM Model Simulation
1. NNTAFIULLANABINIUIU AL (Geometry Modeling)
AF1UULANABITUIN: BENBULTUINUUAN EH36 ARANUUN 10-12
ux. lugiluuy 3 68 Tneldldsunss CAD 189 ANSYS (DesignModeler) salisunsuau
uaaud A
N 4 . 4 Y n o .
afrgseeen: aanuuuedsae e i sUn e N zaniy
y , L X 4 . . 4
NITLAUNNITONULL Multi-pass Insutsiunaessesiteneanidudiu muaidunsizes
A39 (1 98U GTAW 1a 3 981 SMAW)
nnuARMaNR1899an (Material Properties): tauA1AMaNTRANS
AN (Thermal properties) LazN14Na (Mechanical properties) 2189WaAN EH36 Wa
adALIeN E7016 INANwmandrasiluuiLauetiuguu)il (Temperature-dependent)
2. NMMIAFIULLANABIANNTBY (Thermal Analysis)
4519unaIAITNFaU (Heat Source Model): &1FUNTLLIWNNTLTRN
GTAW uay SMAW Mfluuuuensm n13ld Luua1aeuradaaNNsaully Goldak Double-
o oo " . v Ao i o
Ellipsoid {Hlu3aNuN1zanignlun1sa1a894n19nanemantFanuiiuuen
nuuAnIAmeNIsTen: Taudayan1adimne N9 Tenasy 1
nezudlu, usaauln, Uss@nsninmanuian (arc efficiency), kazminnisalunnsden d1usu
dl 1
N9 Tulsazsay
nuuaRaulaaasiae (Boundary Conditions): H9AINI94LAEAIIN
5auan$9a (Radiation) LAZNIINIAINTDY (Convection) AMNTUINUFANTNUIAR AN
Thesau
N199LAINEHILLTR20UE (Transient Analysis): ARNNIILATIZH AN
SAUNATTURNDUATNAIAUNITTONAI IAEFNANN GTAW 1 38U WAZANNG2E SMAW an 3
70U IR UTAINTTEUFRNTEMINILAAZIRL (inter-pass temperature)
3. NMIAFULLANABIANNLAY (Structural Analysis)
o ¥ a s v Y [ % '8 Qd‘ A
wdnuanisasziauien: lduadnsnisnszanaguuninlaain
v 1
dumnaud 2 WueTnanmauiaw (Thermal load) d1915UNNTALATIZHANNLAL
nvuaeularauann1ana: fuuaqatin (Constraints) INBAN884N13

4
o

=KX A ! dl
TG PN T I Er AP NPT b
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nsamszsfuuyldidady (Nonlinear Analysis): FiunsAAziiie
ANUITUNITNIZANEFITRIANNLAUANANY (Residual Stress), ANLATEA, WATN1ITAGY
(Distortion) AR UMAINN T N LAz UG
4. NNFWAPSHALALNNTILTeI eI (Post-processing and Validation)
WAPIHAANS: LAAININNITNIZANFIUBIARIUNN ATTNLAUANAIN LAT
nsadalugluuy 3 HAvFannenLa
NI13A9IAAALAINNYNABS: UINHTDYAAINNIINARDL (111 N195R

aa

a v E % v v . . °
AU UNNMIE Thermocouple T2N17IAAINNLAUAILIAT X-ray Diffraction) A971U1HA

WEeNEUAUNANIAN AN A 1A N LN LN I UL LA A D

Awidsznau 39 n13a1aes FEM GTAW

nndsenay 40 N193naa9 FEM SMAW
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lunszuqunisanaasnis@ensaallsunsy ANSYS n1siaanatinaes Mesh

1
o 1 a ! ¥ o &

ﬁﬂQ’WNZ‘?WWEUﬂEI’NENW@ﬁ’J’]Nﬂﬂﬁlﬂ\‘iT‘ﬂ\‘]N@@Wﬁ Taeann e luLTII NI L%ﬂﬁdLL@t Heat-

CZ u

1
=] A

Affected Zone (HAZ) Teiinsilaauuilasgnmniuasaansldigs sunInlsenay 39-40

Tipuea Mesh Nl

n13857149 Mesh Tun1791809n151 TN UL Multi-pass MinARANIFENG7
Adaptive Meshing 3an13a$19 Mesh wuudfuauns Iagld Element Type Miiluuuy 3 A5
(3D Element) WaZA1N1T0T895UN1TATIEWN19ANNFRURAZNIananTan e i
SOLID185 Mdi“'ﬂ SOLID226 11 ANSYS

a dl ¥ dl = . a

VI LRATEaN (Weld Zone) 14 Mesh Nazidein (Fine Mesh) LW LA
d . 4 - rw B
iadtn sl asuulasaesgnmninar A aLALATuLE TuLE I Y

131904 Heat-Affected Zone (HAZ) 14 Mesh Nazidenlnunand iilaantaan

=

TunisAurnuaziansadisuen lulnmanIsnasulaspuanifeesian

1300HAMANTUINU (Base Metal) 14 Mesh Anenu (Coarse Mesh) Liva

!
=

UszndanineanslunisAiuans Lﬁmmnu?mmﬁié’é”um@m:muﬁ@wqm

WATANIIEI9 Mesh

Sweep Method W24 115LN19 Meshing %umuﬁﬁgﬂmmﬁﬁmm
anansnade Mesh naamnanaziluszadauly

Multi-zone Method 19t e uleTusrueanilunaradau alfaunsn
ARLIANTWIATBY Mesh Tuusavdaulintnsdase 1w Saualilguuuadensl Mesh 7

= a ] dl = ai dgl
azifaAIUNLAL LL@Z@QM@LL“] d Mesh N1

=b_

wmatalazdslinIsAuu AN nFagaluLTund Ay Tuany

fapstlsrdnsninuazaninanlunisaiuinlaeasnteiiuasingg

o

Tuandsailiaanld Hexahedral mesh Awisznay 41
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Hexz;-ﬁedmn

nwilsznad 42 Hexahedral mesh

o 4 o
nsnuaReuslazauwansaenuldsunsy
41RaUN1TAMLA Boundary Conditions §11151Un17a1a84n17:@a8 11
ANSYS tiuiipang Ayet 19ENfenNgNAesaINadns naainsauiseantaiiu 2 dou
o A
uan e
1. ReulrreuaAn19AINFaL(Thermal Boundary Conditions)
14 lun1snInuAnIsgayAE AN TEUAINTUINUGAN NI A A BN
dl IS o
7adl 2 gUuuuuan
Convection (N1sW1A2INFaU): ABNITENEmMAIINFEUAIN

v

VTUINUGLITEINIATRLENY

)

ANPUAANENLIZANEN1INIAINTRL (h) UTTNDd 5-20 W/m2°C

A mduniamen luusseniAUNG uazA1guunIAAdeN (Ambient temperature) 7l 25°C

a

TneiAn h a1adnisulasuutlasninauund Ane1udaaaed J. H. F. Siva et al. (2018) 161

o o

ATUUAAINIINIANFRUTIN 10 W/m2°C AanuTuduintsasas 60 a1usunisdanlu

%
a o

TssundnastnemainiAlng quugdussannied 28 °C luswddeilinenldduilszans
o T o S 4w oy o
NINIAINTaURN 10 W/m?°C iheaiuilassaaaninnisisienuazdswnsen ingiasaii
v !
11 ANSYS @1819069A1% Transient Thermal -> Convection

v v
LAZIADNRNTUINUTINNA

[% A a ¥

Radiation (N19uk548) Aantsgaudaninfeaulugldaasnan

YR

wman i TnaenizatinsdailaTueulgungigaunn

'
o =K A

o I o a Qr 1 a <3
AUUAANANLIZANTNNTUN TG (€) PBIUVANTINANLTZHN0 0.8
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11 ANSYS 211190 l;lédﬁ'ﬂcgf‘ﬁ Transient Thermal -> Radiation
LAZIABNTNT U A
aumsanufeuildlunsdes
Q = heony(Ts — To)—€ o(T = T5) = 0
3)

TAEANAIINTAU Q N1A1NNTITIAaNNMWALTYW Constant heat
flux(Moving heat flux)
2. Structural Boundary Conditions (Heulavevuianniena)
11lun12a1a09n178 A UT U U UIZMI19N T aN atlaariu
42 . . o o 4 da
N17LAARRALLL Rigid body LAZAIABIANINNNIINAANITARDUNAE

NYUAYAIEIFL (Supports)

v
o [ %

Fixed Support AMUBA{ATasFUNEARANLTLIY T9azanmin

ﬂ’]iLﬂafﬂuﬁLLﬂzmiMHuﬁ\mum (Translation and Rotation) NBANARINITE AT UINWAEN
. - g

WU N9A AR AN

Displacement Support A97ANTARBUNLANIT LN AAN
U AAANITAAE LN TN Y Z (TULUAANNALN 28 9T111) LRTEUILANUAINBITUE 1
WWBANa8IN1399TRINRLLIREFe Jig Fixture

lu ANSYS@1u1sasaAnla N Static Structural ->

A A oA A

Displacement 1194 Fixed Support LALLARNNINTAUALNLNNIZAN

£
a o

lusuddafninunliqasasiuinaauin liluiuauau lu
Y . o 4 4
WA ULLLRNARNNTAR LT
N1991 mesh independent study
waldlanaansnidanalaainnisanaasnisdanles ANSYS
aflufainni1sAne Mesh Independent (Mesh Independent Study) tnaaziaan daitly
nnsmmagal liiiladnasnii leainnisanaessiuldiuasifuauinaas Mesh 7l Taed

u

TURNAUAIT
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1. N17RANNII AN IFRTazaL
- o e L4
RANNIIIRIABFNFRaIN1IATada LA Ul a9anNg
U ] dl a rndld o o Yo
14 Mesh a11asi9 F9pasidunisimefianndrAyuazldsunansznuainauinaes

'
o =

Mesh 1nn#gn lusuddailinanagaui aomnigeqn (Peak Temperature)qanidaluuig
¥
TaN
2. NIRFIULLANADI Mesh NAEU1A
NNFA51UULANADY Mesh 189TUINWLAEIAY Wal kfau
o L e N d' -
2849 Mesh Nuansneiuee19ties 3-4 4n Ineiunisiasuauinaes Mesh Tluuzinniuug
TONLAY HAZ ATl
- Y - 4
Mesh A 1 (e1U): 1o Mesh 1u1ana1uTWUT N
aula (11 2.0 14.)
2 4 d
Mesh gaAN 2 (WUunang): an1UIA89 Mesh AaATINLG
NNGALIN (L1 1.0 N4
Mesh A¥l 3 (Azl82A): AATUIATBY Mesh A48N (111
0.5 4.
Mesh A%l 4 (ax1BANIN): B1AAATUIARIBNLNE T
Jula (W1 0.25 W)
TUuFasIAALAsiNEIERNI149UN19E8UUIALEY Mesh
(Mesh expansion ratio) Mfaxiniane el liiadatinnaialunisaiuan
3. N931A0ILALITUNNHA
NIN17918BIN1TTANATNTURBUNNANINIT 19T WA U5
1 o =K 1 a fdl A v :// dl
Mesh usiazga uaztiuinAmimdmasiaanlidaindusaui 1
4. N1IIATIEALATUN Mesh Ansnzan
A laanusazgn Mesh u1af1ensndl Taaunu X Aa
U

UWIALD Mesh UAZUNU Y ADANGRMARTISBINIAIIAAEL

P a a & ) a ol
IHAAUNALRY Mesh HANAARAY (AXLAEAAU) ATNITINLRDTN

' ]
g

v = 1 o 4?/ = ¥ ¥ P20 =K
1@@3&1 ANLNRENNNNAULA TR LR DN InaAN A AT
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q 0 Nvulray (Mesh Independent Point) Ao q 0 f
1 a ral dl v . ] dl dl
AW AaFENI At adasunnvizaunu ldiasullasasiiauuiaues Mesh anag

=
an

ANaaadLLasAun mesh amluslAluldsunsy

00 0200 Q400(m)

NWLsenau 43 Automatic mesh

N9 Refine mesh W@anisuitizinnisasiaanilunan
N1991 mesh AS9N 1 aINAINLFLNaL 42 Ha119U Node 4276

a

Element 706 2110 Element ingn 2 mmldangamnigeqalusesiien 1420 asaniaaides

19911 mesh ASeR 2 $1UAIUIA Element langm 1 mm LeAn
anumnfigegelusesiien 1475 evATAaa

N1397 mesh AT 3 fuATUIA Element anga 0.75 mmidAn
anumnfigegelusesiien 1497 svATaiaa

N9 mesh ASAT 4 NuATWIA Element \Wangm 0.5 mm LAAN
anumnfigegelusesiien 1515 evATaaa

N1g%1 mesh ASaT 5 fuATUNA Element Langm 0.25 mm LA
anumnfigegelusesiient 520 asrnigaidaa sunmiszney 43

1391 mesh ASeT 6 TuATWIA Element &ngma 0.1 mm laAn

gOMNNAIAA WIRLITAN1 521 BIATALTA
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NIN19LAAN 1UIA Element 0.25 mm LTI REI@ANAITNNNLTZNAL 44

Hagsans W BuaANFINIuIA Element 0.25 mm

a0 0300

nilszneu 44 2unnBALTWRANgAN 0.25 mm

n9vin Mesh Independent Study

1600
———
1400 —
1200
1000
800
600
400

200

0 @ ® ® ® A g @
2 1 0.75 05 0.25 0.1

— .

(R9ANTALT )

aHy

BIUN)

WPBAWIANGR
ﬂﬁWﬂ?:ﬂ@ll45ﬂﬁ?ﬁﬂfWeshIndependentswdy

& P A @ A ' = a
AINATNUTENAL 44 U LI1AZLADNTUIAUAN Mesh VIL@ﬂV]@;ﬂﬂ'ﬂuﬂ\?@quI

a PR g . a o o o X o o ea 1 o
ﬂ?qV\IL?Nﬂ\‘]‘W sﬁ\‘]ﬂ@Lﬂu Mesh V]L'V]qu’éqmm@lm AMUTUNITANADIU LWqulﬁN@@WﬁﬂLLNuﬂq

Iaeladasldinanaznsnenslunisaiua s ninwll
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3.2.6.1 WsaviATeiuiuindayagungiuazmesiuAilila

u

v
a

n9dhuArTIUNNNgUUN N TaNTUINUIANE LHUAYILATANLALITTUNN
ToyaguuniuazmasinAuilalssinniauazilszinnens (K-type Thermocouple and R-
type Thermocouple) NMwdsznay 38 n13dAnisnszanefiaredguu) i usrndneauaunig
dl v a ?:/ o Qg’ o
FIANA2ENITAAALNEFINAR LA AININLTZNaL 42

wsaaiutiunndeyaguuuniuazdnnisnszansaesgungiuasmas
TuAthdadszinnend Rtype Thermocouple aunnH1UN1990 0 - 1600°C AzgNAARIIU
AWILUS T, T, uaz T, aauwmesluaAlidadszinma K-type Thermocouple 9aunad lun1sdn

0 - 600°C axgnAnsaluduus T, Asuanslunindsznay 45 Mg wiuiunninguugd

! 1 v
AYINFRUANNNITONTIFILMAN 7] 189T I

nniszneu 46 wiseaiutiunndayagoinniuasmesindidla K-type & R-type
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nilsznal 47 N193AN1INIEAANTBR U RITNINN9TRN A ENNTRA RN aFTH
ARLLLA

650 mm

340 mm

326 mm ail 162 mm |
=1

162 mm 44 >e

v

ANUTTNAL 48 ANWULNE MINTRAFINAFIN AR LI

3.2.6.2 N3A1a0EIFIE B AAINNINIZANE AL ILANNNS T e
LN17918091T 9111090 IY AU ST 0L lE15A GTAW AT SMAW
WULABTULRIUUAN EH36 TALLNWUANNIUIA 650 NN. X 340 NN. LAZAINUUI 12 WA,
iHasannsetnsseedefiinuinmageuiuusnananns Lmuammmﬁa@gﬁﬂm@uﬂ’ﬂma

UDIFDLITAN WLATONATIUTNUINIATIAADURUUNT UULAABNAINTRVBI L WTRN WL
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paguasuansldlunindsznan 48 AANN x, y AT Z WAAYAINNGIE AINTUN LAZAINM
219909 ULANRBIATNATA Y LAZTEUUNAALLUAIA0Y hazni1Thieagnanansldly
nnsznay 49 mﬂmmuﬁﬁﬁﬁmmmﬂaLﬁumﬁﬁﬂqm 0.25 mm NNFAENNAINTDUAINNNS
fimmL%\iﬁfamg_]ﬂmﬁmﬁﬁmmiwmj 990 4 Aunude Toun T, T,, T, way T, LULULAIang
MsLEenTiinan 150 AuTiuaz 450 3unT FrumtsusnAeA LA AN TR LAY
Aananauuatien (Weld centerline) aMntiusinsanuuaduienansuwa des o ual. 15 .

35 NN, WAZ 105 NN, AnAudaslun nwdlsznau 50

12 mm

!

—X

\' — 170 mm —_

A9TNaL 49 LULIANABNANNRATRANTLLVUNIT TN LI bELZA GTAW Way SMAW

Alsznal 50 ANHULARIAANEN IFAINNNTINADITIF LA
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Weld centerline

v
o

nidsenau 51 Aunian ldiaAInsnszanaguun e 4 4m

3.2.7 LASINANARAUANLANINNG
3.2.7.1 LATAINARALILTIAY
A A E X b 4
WATEINAABLLIIAIN LT TN AaeItLd ANAININUTZNAY 51 LATEY
fit¥ Instron: UTM 2000 kn. ifluraddmiunageuusamsluiummusnitedie lavsiday
(All Weld Metal) TAEATENT UL NAGALLLLAATUIA N1TNAGE LA T o
ANNNTRRF A LA ATIAINUTENAE NTUTTUIRNANITNARALAZ T UAN ML IBIFIATLALY
ns Tneluenudde afslldnagauineannAnA N Ll RegIqaenuLEen (Ultimate
Tensile Strength) AN UANUTINaAATIN (Yield Strength) waz tlaFidusdlunistingn
. : o o =S % % o

(Percent Elongation) kAT U 1ud1uiunageuusanslildninninsgiu nvun

ﬁ'f]mmﬁLmﬂumwmmauiﬁﬂuiﬂmmmmyu ASTM E8M-22 Lana N nilsenatl 51

v

Alsrnal 52 AT AZALLINANERa Instron: UTM 2000 kn.

Au - aotumdnLazannausl sznalng



121

200 mm

<—50—>| i: 57 mm :i Ia—so—»
—

—— 12.5 1 0.2 l— w— w— 20 mm

.|

»

12.5 mm

50+0.1

A nsEney 53 TuunaAgauLsaad (Tensile testing) NIMIFIU ASTM EBM-22

3.2.7.2 NMSNARDLUIIAIIALNITINADILTIAILAY
a '3 = k2 ac & a I3 ay dld aa
N199LATN LI ANAQeA T bl Tusa Al U NT U UN R U A LA TR
wiiuueui ldnaaeuussRImINNInggIL ES/ESM — 22 TnaaenldmidnagUdmAsnuas
2UNAANINE 0.2 NN eanaaadesiaaalulvan Explicit dynamic iNaNAGRLILIIAIAS

Awilsznad 53

0.00 35.00 70.00 (mm)
]

17.50 52.50

nisznay 54 siaatnanisldidsingsd ANSYS Tunnsawmsneyf Total deformation (Tension)

3.2.7.3 LATRAINAFAUNITAANLAY (Bending Tester)

NNNARALLINAALTUNNT ME LN LN A LTUNAGa NN WA ALILALA AN

13 AN ULUARI ML F AT U LLAL LN A LIULAUAIN LTI LA WA UL F AT N1TAA
o o Y 2 o A - = iy A o A
ANANTENNAQEILILAUAT LINIRAUAA YIALMNIRAUTA TALUNTUINUNRNNT I AN e H
NNP5ULIBULAIUNINENALNINIINARALNITHAND TALYNTUINUAET N191AaIN AT B

dl t&l a a dld o I 1 tal t:ll v ti’

ANUILUNUHILTIIUNANNFULN nrmadauinlng Aee-piuuseanldlunisdauduy

NAAaLUsaL mandrel AnnuAlY Inanisiinetindanaduniiaeesduneasyld uazsin
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nnesalAantanaansuniie nliinan1ssalaasa mandrel SanINUILNaL 54 ANHUL
mm%umuﬁq@ﬂ"mﬁmﬁmLm?ﬂu%umummmmgm ASTM E90-21 Aaudm<a i
Andsrnau 54 An1madauni12aalANe 3 AU AR Side bend, Face bend WAL Root

bend TasintifluAUay 2 T

nwdsznau 55 1ATaInAdauN1TAnlAa Taeda Pressing Bend Method

(

dl a o a = =3
NN uan.Audidalaneinegn woaaWidu (Uszmalnsa)

https://lonmrc.co.th/2023/05/22/

w =10 mm

150 mm :— 1/8 max rad

X 7
f \/ T !Kr=12mm

I—nNote 1

NANUTZNOY 56 TUINUFIDLNNNARBLNTAR
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3.2.7.4 \ATRINARALILTINTZLNN (Impact Tester)

ANINARAUNITNTZUNNLULTITU LAY 1F AT RN AG AL LIINTLUNN A
Awilsznau 49 nlalpanN1RTUNAGaLN e ASLAIIFe R lTNAa NN Z AN
TUNAFDUABINNTEUINNNIUIA LATANEHUSIIUUARINNIATFIN ASTM A370-21 Tu
NAAAUABYINTUIIUINGT 7 ATINANN WAINNA 2 AUNUR AIULUINAE 3 T Hanilaqn
dl dl ¥ a dl a d” Qi v o
NAFALUDITDENTANT LHANN LFULUILTAN (Weld metal) UFNUANIznuFat HAZ £

Awdsznay se6

ANL5TNaL 57 LATEINARDLWINNIZLNN (Impact Tester)

e

dl a o a = [~3
Munr:uan.qudidelaneineg ueaiidu (Usznalne)

https://lonmrc.co.th/2023/05/22/
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nMwilsznay 58 FAENNAABLILNNIZUNNANNNIATFIU ASTM E23-06

3.2.7.5 Lﬂ’%“mwmaﬂum’muﬁa (Micro Vickers hardness tester)
4 . 2. . .
LATaaNAAaUA NI Idlun1ImaaaliEiie SHIMADZU 1 HMV-G A4
nndsznay 58 1lun1mageuAINNIAgIU ASTM E3-11 1dusenma 200 kgf (HV 0.2
(1.961N) LANALT 15 U7 B9azBunaluiudunagas 3 KRlULF0IA1UA1 WAL
PAINTTANLLL CTAW UFUATNNATT SMAW LALATUUUNUNUBINITITAN LU SMAW

v
Aalunnisznay 58 InENAMUULNIBILTINUAANAABLILARZINN 14 AR SINTIIUNA 42 30

Strain Hard

Py

ntlszney 59 wresnaaaLANNLINInINestie SHIMADZU §1 HMV-G
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il Base Material

8910 12 14

ndsEnay 60 UTAAILMUANAANASALTY 3 LAY iUz 14 9n

3.2.8 LATAIND LlUN1TATIAFaUTATIAS 1IN TanzINE
nsagradauiasaianilanzanaiaznsaaaulnseadienunin ey
ANFHOULNNNIENTWIBIUUILTAN 11 AIINNGIN ARINAD NNFTHAN UATAALNNIBSTBILUI

daN LFnaanEnaneauien a9 uinmdnsnanisanudeuuteliiudou o nuaau

a | a

Wntlasnes g laiudauned Induuiianaslguunigandn LarguunNaranadnn

a Q

|
a

: ) = o & A ™ a Y
@fmizﬂxmwmmmmmuuu‘] WzieanmeNARaui Ll AAUUBNPEUNNNANTNIDURL

' ] ]
[ % o o

o A o o = A4 2 a P a °
ARBUNATN LLASNITNTCANEAITNTRU @ﬂﬂm:LﬂuQ\??ﬂ\iﬂ@usﬁﬂlﬂﬂ@’]ﬂlﬂﬂﬂq JUWNNANA

2

¥ v
Y o

H P o P o = =~ a <
11 NsaguLlag Tﬂ‘;‘ﬂm’]\wmi@ﬁzLuﬂ\‘W’mﬂQWN?@quﬂﬁ?Lm'ﬂu Ntﬂﬂq’alﬂﬂ"ﬂui UM

v
1% o

= o s o Y o g ya = o & |
YuziaNLasNanadTaNLdusfawan tTasanni liinanig LﬂﬂﬁluLLﬂﬂ\iN’]ﬂu@ﬂ‘ﬂuﬂﬂﬂ U

v
Yo

Qni dl 1 4 a o o 1% o d”G
@qm‘mu‘nvl, TU LL@t?ZHiLQ@’]VI@%ﬂW‘Him AUUINUU sangnslunndsznau 60 wiannwiln

a

azagnan e liiiulasaineaanialutnnuuoiiamen Usnudnsnaniauion

wazlanza
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Solid weld metal

Solid-liquid B oundary

Grain growth zone

Recrystallised zone

— Partially transformed zone
Tempered zone

Unaffacted base material

Antsznal 61 TA294519189 ML BN TNAN AN DL

3.2.8.1 NARIYANTTAURTILAILALEAFUUURINEAA (Olympus,OLS 4100

LEXT)
nsmaaaauinraimslangangragldndesqanssmiawaaaisasuuy
3 §iR @i LEXT OLS4100 saudaclunndszney 61 Miusieazidenrasiusudy
ANHUY ﬁﬁﬁmw@zﬁﬂmﬂq m‘mm@fmﬁma‘mq@muimqﬁwfug@mﬂ%\mum 5 Q0 FIg
wandluninilszned s2 TeineazBaadl Usnnuuadendaiinsdenuuueninaian
Tnsnunand SMAW (Weld metal 1) USnnsiuinsznutaudeeiiniadenuuueinaian
Tnspunand (HAZ 1 SMAW) L3 nuuulEeNdaeRa T e LU AN aI LN FA GTAW
(Weld metal 2) WBimiufinsznufeudaeianndesuuufinsivamuensn (HAZ 2 GTAW)
e Usnnuelansiiu (Base metal: BM) Wevsnelfifudneuylnnaieaesiangu

a S o =
LL@SWQMH??NﬂW?M@@N@ZZ@’]EVILﬂ@ﬂuiﬂﬁ@\‘iN’Wuﬂﬁ‘z‘i_l’luﬂqﬂ“ﬁ’ﬂll
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LEXT OLS4100
3D measuring laser microscope

NNLsEnel 62 NABIRANIIAURUAUALITULILATNER
o
N1 - www.olympus-global.com

Weld metal 1 HAZ 1 (SMAW)

Base metal

Weld metal 2 HAZ 2 (GTAW)

nwilszney 63 Arunisrasyanldlunisnmaaanlasaainanielanzanen

3.2.9 1ATRNNA LUNITASIARDUANHNLAUANAIY
wrasialunisasiaaauANAuRnALazdounitluginsniiansnauas

v KX 9 v ' dll dl <3 o o
LUNNTBYA l’Lﬁ]LLf‘I Lﬂ?’ﬂQLﬂ?@QL’ﬂﬂsﬁL?ﬂQ@Q



128

3.2.9.1 LAFRA@nDL5E X-Ray Diffractrometer (XRD
o o o o ol g o o o
ANNHLAWANANNATNINITIAtag 92 5N19ReaLUKIe9sadLand iag ldATea
AIzHAINLALTW XSTRESS 3000 Aduandluninilsznau 63 Ilalananimaaadianas
a o = o o a o a I o dl a r-:’l/ 2’/ 1 o
Hnsin i Feuiaunin1sa1ae@asioieg W Ame AN 199LATaNRLAIIGNAIANAS
WAAS LA 13 NNINUANARRENNTALILLUIBSIR B NTAINTDTAAN N UANANalA)
Tdsravineseninszununan d sauansluninilsznay 64 Tnaldinadnacuieian Wadan

\ = \ ' = a X = ' o = X
ﬂgiu@ﬂﬁquﬂ FUTUNWTIEUIWTCUNLNANASLANN UL LL@&LN@@Qﬂ’]ﬂM&ﬂ’W:W TCUSUINU

1 1
a = 1

4 !

aziNauEamauiuanIae W A5uAAY srazvinaaasTasamningaz A B IAINYN
dy dl o = rn:ll 3 < s

el 20 wazANENAduTsAlendnnsuing ldngreunind (A ndszneu 61) AN
¥ v o o 1 dl d’l o A o 2’/ o '
Lﬂuﬁ‘mﬂ’h‘l‘ﬂzgﬂq@Iﬂﬁlﬂ’]?qqﬁﬁlf)‘ﬂﬂ’]\ﬂulﬂ?ﬂ\‘iL@EI'JLUH?I@QN’&L@W’TJ AMNUVUAIBUWNAZYNRILY

Yo o, o o o a o‘d‘ ¥ o ' = o v a dy

LL@\‘II’MZ\]NN@T]U@’]LL@\‘INZQL@ﬂﬁV]Tﬁ]ﬁl@UﬂUIﬂN[5]’1‘1]’]8]NﬂﬂLL@ZVI’]ELﬁLﬂﬁgﬂLL‘LI‘]_]ﬂ’]ﬁ‘L@EIQL‘]_]u

(nwusenay 57)

“ud. 910/ @ 1 /51

Ailsznall 64 N1ImAaaIuNLTNNANNIAURNANNIRe FLATa9 Xstress3000

Au - aotumdnLazuannauslszinalng



I >0 Diffraction peaks

c=0 ® 6 O
I. ® O
do
® © O ® 6 ¢
® 6 ¢ ® 0 ©

l

on detectors

<

Incident X-

Diffraction

ray beamn SHHE

Polycrystalline Sample

AN 65 UANNITLALILLIVABITALDNTANNSUNITT AR HLALAN A

N ;- aortiumanuazmannanuad szimalne

v 1
AN914 13 WIIRLADTANNSUNITFIUBILATEY Xstress3000 NAUNIITAAINLALANAIY

X-ray Diffraction Parameters Specification/Values
Tube type Cr

Max. Current 9A

Max. Power 270 W
Supplied current during the experiment 6.7 A
Supplied voltage during the experiment 30V
Exposure time for the calibration 8s
Exposure time for measurement 10s
Collimator diameter 3mm
Collimator distance 10.390 mm
Detector distance 50 mm
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A1919 13 (FiB)

X-ray Diffraction Parameters Specification/Values
Tilt angle 45° to 45°

Number of tilts 5/5

Rotation angle 0° to 90°

Number of rotations 2

3.2.9.2 M3aauTILAULRaI AIANNAUANANS

luaniaseil LLum"mmﬁqﬁqmmgﬂm%’ﬁﬁuimﬂ%ﬁ@wmiwﬁmm ANSYS
yenand TLlsunsy ANSYS fainungaanuiduandieainnisidenlalsareqsassany
GTAW LAY SMAW T89UEMAN EH36 TUAATA9T1ANLAS 650 x 340 13, U1 12 1,
LS9 04T 9101209015 3LAT TR I T 3unsa Solid works 18 N3 euunLy s
AiszANIAuAnA1nsdenaz 19 Tisunsy Ansys LaaSI AN UMAIAINL o
Goldak UusiuAauEa iU ANty V\I@”ﬂsn’mm%’@u%gﬂm?{ﬂuﬁfmmﬂﬁuﬁqmmmﬂ‘ﬂ@:ﬂ@u
wiktlilfsasrlssnaudnlauniinssuaunisdenaziaiadulaeldmaliani A nuaznisdu
989UL2IF 0% (Birth and Death) miﬁmm‘lum';“L%ummimifuﬁwﬁmiﬁdqmmmmmm

o

d” dl Y o Ql dl ! 1 ¥ ¥ as [ o= dl o
NUNUEAALT RN AINAR DA NLAUANAN Qﬁ@ﬁﬂﬂizﬂﬂU1W1umNﬂQWQJ"Q’]LﬂuLW@@Uﬂ’]W

|
1 al

N3N lEENINTIEIA NI AAINTEY AANLTRANNEANEUNYIUUN NG UATAHIAL

Q q a a

% o dl o dqj Yo o v o rdl v v
ANAINUABDNNITWENUINF TN 1HLL‘]_I‘]_|’°W@‘ﬂ\‘iuvl,@ﬁ“i_lﬂ”lﬁ‘ﬂﬁ“]_liﬁLVN’]Zﬂ‘]J@ﬂ’]uﬂ’ﬁm%i‘N’]u1@
AININTULTBINTTON ULLABTY N1TATIAAa Ut vazBaanaLlulszlAuaATyaaanng

Y ° A 4y
Zﬁﬁ"]\‘iLLUUQ’W@@QH‘J‘:’,‘U'JMT’]’]?V}Lﬂﬂﬂ'ﬂiﬁ

3.2.10 Asasdialunisasiagaunsinf@aslainanusau
3.2.10.1 LATRIIANNAFINNG (CMM)

o a dl a dgl 1 dl o ¥ dl v A o aa
mmmm?magﬂmmmmuummumﬂmmﬂmﬂhmefmwnmmmm

(Mitutoyo: Beyond-A910) Ngdpazattiunisniaulazuasniaifian lnaazinqaniaanly o

©

[l 1 v
AANUAALAUBBIUHBITANATNTANI TR LT RN T WTUADUAY 10 NH. uazITuAn



131

1 4
=]

dll dl o a a a
NMITLAR/DUNATNLLUALNU Z ﬂ’Wﬁ"’Jﬂﬂ’]ﬁ‘mﬁlgﬂmLﬂWllu@qﬂﬂ’]ﬁ“lﬂﬂ@ﬂﬂ@:ﬁLLﬁﬂQi’;’ﬂUﬂ’]Wﬂ?:ﬁﬂ’ﬂU

65

24 [ ]
nwilszney 66 n1sdanisadeanesuuliianine 4iAsas Coordinate Measuring

Machine (CMM)

o

N Audas e uATealedAInSugAaIunNITN ANEAAINITNAIART

3

NUINERLYIN

3.2.10.2 N19AN1ABUTIAUAUTLNAWIATNNITUALLIL

lun1zanaesdesaaresnisiadan s il sunsu Ansys Tusesilian az

a

Idgtsvrasiaguaznisuiivasdlszna ludneusiaaniunisiiassinisnszanag g

a

1
A

wHUTaNEaBURUNRTIUIA 650 NA. X 9300 WX, x 12 NN, WeNdTLses TN TaN
AoENIzLIUNNTLELEA GTAW way SMAW wdnTassairaiiudan EH36 AMAINAINNLIAY
UINAATINTBIIANTTIUBET 355 MPa uazANUIIUIILINRgIqnBg?l 490-620 MPa

GIRTRFRVGN

3.2.11 msaaaadenaalneldlusunsn Ansys

v |
Tdsunsn Ansys AaldsunsudiAsnzyinnedAanssNdugean A Na1N190

a

PANUALAY LA LA N19TALATIZWFIUNAANAATUBLT (Solid Mechanic), N133LATIZH
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naA1ans1a91ua (Fluid Mechanic), N1331A91£4M9gUUNaAI4RS (Thermodynamics)
LALNTAATETAR LU AN A (Electromagnetics) TaglduannislnlusBawus (Finite
Element Method) TW4N13AUIUUINARNELRI U IRULAAZ AN 11TuNTd Ansys 418190
3Lmﬂw‘rﬂmm%’mmnmmmﬂﬁu aneuzng Mauazilussnwlsenay 66 uniwaes
FuUTARAMLLARIA WazN N szneU 67 TUATNIBIUUYT N T LI WA A HLAL

%
ANAIN

0.00 35.00 70.00 (mm)
)

17.50 5250

A isznau 67 Aqatnang kil sunsy ANSYS lunnsawmsneif Total deformation

1.5378¢-002
12193¢-002
971156003
844786003
8.4476¢.003
844786003
Ras77e.00%

8§41 Message  NoSelection & Metric (mm, kg, N, 5

S ~ = 0 P

nisznau 68 siaatnanisldidsinsa ANSYS Tun13aiasnzl Equivalent (von-Mises)

Stress
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3.3 WHUNITANLUNITANEIIALAZILLUTEHIUIATINGIAE

ANNSULLUNTANDUINUAN AR (Nndsznay 68) lun133denAaad N9

Azl Netsziiin nnsdnvingianEyouninuiaiiuanysaiuarn1sanuweasuIde Ty

a o

2L AUUNUNTIRAIT

WIS MTA TS lFiﬂI“ mﬂﬁmé WIS WYY TR 62189150045 R EngRTU TR TRInTIY wiane

I s - s . v . PP -
daitaalinn rfimnd | ans ssuiu nssu aunns vian i Hdamndnssiniang ATmElenf ua st el S uE umSnnnaaga TMOP Tuasmmnssnnstalia

TOFIC : ASSESSMENT QF HYBRID WELDIMG FROCESS 0K MECHAKICAL BEHOVIOUR REAIDUAL STRES5 AMD DISTORTIOM FOR THCP STEEL PLATES IM THE SHIPBUILDIMG IMDLUSTRY

ATAuN Ao 67 ] now. 65 T8 uln 68 vin 68 Ti. - 68
A0 AL 1A% | 17 wm, 2568 1-31 1-31 1-28 1-31 1-30 1-31 1-30
13 Loe | g |z | v vem[own | va | oors | veoefavo) 1o | sas [veon) ] vs [eis | ore)maof o fien wosl s e | e s sman
1 |Anwwdsmmndsauito sismeye ufa 100%
2 [indnien uazid miduanedsaninsndmdeainwn s ufh 100 %
3 |waknusssTuaeyanT oo SMAW [ G TAW ufa 1010 %
4 |waABU-LAUAE) AT ne e, Hand ness M icrost necture afa 100 %
2 |wwsmu-musiyg e Impact, Bending afa 0% R
5 |wasnu-iFusins s e eens G L@ ol fa 1%
7 |fiwiuanu e lussTuu T paper @ L
AU s U W ufa 100%
vt e e Waauun SR ufa 100%
R ufa 100%
§  |dimHanu ISR paper W 2
et T

ST AT

L

0%
1%

fu wuun @ N deudind el iu L3-06 68

douth s S qpviwunl iw 30-06- 65

NNLTENAU 69 LNUNITANTRUINUANEIIRE]

3.4 NM9LATANTUNUNARAL

ATITANIUANNAT TMCP 1N9A EH36 AoenszUquns@anLuulausn GTAW-

SMAW 1AL N9 AT NT U WNARDLLALNIINITNNTTAN FININUILNAL 69 BUAN

128U U LT LATUIATINIUUA NINITLINTAID 60 BIAT UAIRINTUNINTRAFINDTIN

v
pAULTaAIUIY 8 FALdL

4
a

FunuLazsadATasiuiunndayaanngil (Data Logger)

LAZNINITTANATNTLAWAT GTAW 971171 1 Pass LATILIUN1T SMAW 211491 3 Pass

99311111 4 Pass N3¢l

|
A

ndnszuauNTdeNukLLlaLFa GTAW-SMAW

nsdaguUnRINe LN TNIYA g R taavinnnsdnAt N RANFa L

@Wﬂﬂﬁﬁ‘ﬁﬂw NINAFALNINNG N1INAFAL IATNATINNNNIA iﬁ?ﬂ@%ﬁﬁﬂ@ﬂﬂﬂﬂﬂﬂi@ﬁz%%ﬂﬁ
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NINAFBLAIANIAUANANN NanagaLdaaAInislndagy udaiunsaunaunadweiy
3BN1991DUTIFA VA UL AR UNNRAINFRUANNNITON ANNNINARALNNNA LU

WIUIIAN ANNIINAFDLAIAMNAUANAN UATAINIINARaLIRAINTsTAAZL

o

Alsznay 70 TuINUNAALATEN
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Namﬁwmamuaﬁmmxﬁm

o

TuuniidunanimeasuazaidmanalaaIn1suaaguanadl

4.1 NANIINARBINNLETUIUNIINIZANL AN TAUAIN LU L%@NL“]T’]ZS:%HQ’]HL%@N

Tanzgnu
4.2 HANNINAZDLILIIAY (Tensile test)
4.3 HANTINALBUNTAA LA (Bending test)
4.4 ANINAFALLINTZUNNULL TN T (Charpy impact Test)
4.5 LANIINAKBLAINLIY (Hardness test)
4.6 nan13nsagauinratanielanzanen
4.7 m@mimmmmmmmm’fumﬂé’qwm%mmm“\im@ﬁ@u

4.8 NANNINARBINIAINITLAREFLVBNTUIUNENAINITT BN

4.1 namsneaasnlFuiunIsnszateANNSauAINLUITaNITNgT U BT anTans
31U
a9

4.1.1 UTHIDUTUIU

N1IMAABINITNIMNNINIzAE AN FBUAIN N T eI dTu T e Tany

U AINNITTENTRA MU 7] 284TUIY AININLTENBL 71 ANIINTTAUA R U

seudeniadenuuulansa GTAW-SMAW linanisdnguunianizimon lanzuauans

a

wragdnmasindudaliguugisiunus T1 Wiy 1225 °C sunids T2 gungi 965 °C

a

a a

AWML T3 Henumnd 696 °C A T4 Aanuuni 156 °C

u u
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|
1
Weld centerline

a

(N) NM999FAUMUITARUNYH( 3D View in FEM)

a

650 mm

i A

6 mm

} oo

340 mm

50 mm

le

| 162mm |, 326 mm P 162 mm |

Ll rl

(7) N12ANANNUITAGUUNHUUTUIIUATI( Top View)

ANUTTNAU 71 AWUUNNITAARIN AT INARLILIA

N1INTTANLRUUNAAINNIFANARUTIA AR IUAINLszNay 72 N13Enem

a

uun AN &uAINagluA LML T1 HguunRaegan 1174.1 °C NAT9INNITTLILAINN

a

N ]

| |
o A

aunldadianetiesainnisniaufeunaznisuladenaligungigeananatoting

ab

290159 WHALUAIANNFBUNIUAIULMIIADAIINEIAIT qn T2 axligungi 917.97 °C
ALY T3 Hamuugi 661.81 °C UALAIUNUS T4 HuUnAga 149.49 °C AdNFoud
avanazgnotaleulddiusnundgungisiresudulaanisin uazgodslilds

anwuandanlnaseulaan1suEAuaznInIANTan Seannsnagllnanisnisdnson

wirasdnmasiuAlidaduisnimszanaguugiainnisanasddionaiilefidudaonu
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1
al

waneinain 5 % daduaieglureuiwnaesnuianaianaeniuld dinanlaldvianig

afedayaFuUELLAAINAAINN 14 LaznUsenay 76

it et

finei 14

WR2567 1140
1741 Max
10

ra

1 v
1% [

nndsznay 72 N19nsEaEgMRT IRAINNIIa A Aua LT WL lisnses
4
L TRAN)
4.1.2 USIInusasdian
AINNANITNAABINITINABIGUUN R IULTIUTRLITAN WUIUNBYIIN991889
FALUINAINITRNULL GTAW TULFNMIINTBIIREITON HNN1INTTANLAILDI0NNEIFA
(1520 a9ATALEEA)ADUTINLALAELNUTEN0L 4-5 HARINAI(NEUARZIUAMNNUITD
TUIUN 12 FAANAT) AINAMLIENaU 73 11IN1931889NNITENTALNADIRENITLIUNNT
SMAW lauadwiinisnszanafaaedg g igegandenddniies agi 5-6 NaALMAT AN
dl o o dl 1 dl dl a = ¥
NNUsENaY 74 WENINIIANABITRLNATNN LI TRLTONNYUNN N GAGANLALAINNNAN
QI dg/ < v dl a a J dl dldl
WaTWANdeed 6-7 NARNAT MNAINLIZNDU 75 WATHATBINITINABINITTONIDUNE
AAVNEULLLTBNANLAN (Filler pass) WUINHAMNNTNg4ALN 7-8 HadumT Nawdsznay

7
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NNLsenal 73 N9NszANt Mg UU) LTI MUIRITANIALILINARE GTAW

1520
1464
13712
1326

1228
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1186
1142
1046
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986
952
912
866
820 Temperature in C

nisenal 74 Nenszanafaguu) LTI MR NIALNABIAIY SMAW

1520
1464
13712
1326

1228
1234
1186
1142
1046
1004
986
952
912
866
820 Temperature in C

nwilsznau 75 N9nszanefgMn LT Isas TaNIaLNA MR SMAW
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1520
1464
1372
1326
1228
1234
1186
1142
1046
1004
986
952
912
866
820 Temperature in C

¥

nwtsznay 76 1IN UM NLTNNITEETaNIAUNAAE SMAW

F1979 14 N9 Feumeuguu)RAINNANIIMAGaLiLN1Ia1a8IAae FEM

BN mamiwmmu(mmm@ﬁm) FEM(mmmm%ﬂa)
T1 1225 11741
T2 965 917.97
T3 696 661.81
T4 156 149.49

Temperature Distribution

T1 T2 T3 T4

[CRYIRPRIN

1400
1200
1000
800
601
401
20
(0]

anmnal

o O O

M HRNTNAABL(BIANLTATeIR) m FEM (asmnandua)

nnilsznay 77 nansfFuLELgAN)RAINNIINARBILAZNIANABIA9E FEM
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4.2 NMINARALLIIAY (Tensile test)

4.2.1 N1SNARDULSIAI I UTUINUADENNHIBNTzUAUNISIEaNwuL lauS A
GTAW uwaz SMAW

ma‘mmm‘uLmﬁﬂuﬁ’mﬂﬁﬁﬁmﬂ@mmﬁumﬁﬂLmzmﬁﬂﬂﬁ’] NANIINARDL
w99 luTUINuAat 9N I unszuaun I @aNLuulauda GTAW way SMAW Tasiiinng
NARDLVINNA 4 TU NTINAMNENNUTITUIN AN ULA L ANNLATEAUBITUIN WD E T

1 uay 2 Asuans lunnisznay 78 NN ANNANAUTIENINANNIAULAZ AN LATE ALD

[ ]

1
o 1 = o

TUUFEN9T 3 WAT 4 AILAAIILAINLTZNEL 79 TINATRINTIINANNENAUTIZUING
AR AT A TR T WT AR 4 %uﬁummﬂugﬂmwﬂim@u 77 LAY
AN319 14 NUdAnduR L e A IndTuiiasannnsumninannresd i usulunaan
NIMAAaLLIIAG e AN A A NFIUNILLINAIATIN (Yield strength = 481.24 MPa)
ﬂ"]L@E’iﬂmwﬁ’fmmmmﬁqqmm (Ultimate tensile strength = 613.17 MPa) uazA1Laae

wWefidusilunnstinga (Percent Elongation = 15%)

800 800

600 f —

500 4 \

400
300
200 7! ]

100 % 100%
0 J -

0 10 20 30 40 50 60 70 80 90 100 [ 10 20 30 40 50 60 70 80 90 100
Extension (mm) Extension (mm)

(a) (b)

—r..
e

Tensile stress (MPa)
Tensile stress (MPa)
»H
S
o

Tt

AN 78 NI ANNNANNUTIZUINNANLAULAZANLATA TN WA AL AN

ANFETANLLL GTAW WAZ SMAW (a) T1NuF2i197 1 (b) TUaUAIaeiN9h 2
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Tensile stress (MPa)
H
8
o
T
Tensile stress (MPa)
"
g 8
\N"-\‘__

10 20 30 40 50 60 70 80 %0 100 0 10 20 30 40 50 60 70 80 90 100
Extension (mm) Extension (mm)

(@) (b)

1
=

ANLIENa 79 NI ANNANNUTIZUINANNLALLAZ AN LATEA T UA B9 BN

ANFETANLLL GTAW WaZ SMAW (a) T1NuFaasinad 3 (b) Tuaufaatinei 4

800
700
600
500
400,
300
200 H
100

i Sample 4

Sample 1
.

L— Sample|2

— Sampie 3

Tensile stress (MPa)

4
+

0 10 20 30 40 50 60 70 80 90 100
Extension (mm)

AUTENaU 80 NIMNANNNAUNUTIZUINNANNLAULAZANNLATLALRAS 4 T4 1T

FnatNNNIUNTI@aN UL GTAW Lay SMAW

v
A9 15 HANTTNARBLILINAN IUTUINUARE 9NRNIUNNTTNWLIL GTAW Uaz SMAW

%ua'lu Yield strength (MPa) UTS (MPa) Elongation % Location of fracture
1 444 .24 606.70 13.20 Base material
2 452.42 630.43 18.50 Base material
3 415.84 555.48 13.01 Base material
4 612.45 660.08 15.30 Base material

ot | oian 0909090902
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%mmﬁau‘nﬂaau FUNUHaINAaL

GUAN ~SNAW

v v
ANUITNaL 81 FR8LANTBNTUINUNAFDLILIIAY LTLITUFA BN RHN UM TITaNLLIL

GTAW Lag SMAW

a e =KX v ad T Aa [ QQI allal aa o
mmLm'\zmmmmmﬂvﬂumL@mmmmmmmmmmmLLmummaj NINY

v [ %
a =

TUTUUANARBUAIENIATFIU ES/EBM — 22 Teluntmaassiliaendiefiuusduuy 3
dl A dl i . . b7 % =
wiasn nan1naaadlaadenluiiuun Explicit dynamics IAAIANNIALLAZANNIATEA
"y w 4 v
aanuAel dayalunindszneu 70 nanliaInnaAaeIaelALAIAINIALLIIAIATIN
Yield strength WAL 481.24 MPa wazHai leannanaeaidasiaiaalaAn Middle principal

| o A o - o PRy A '
stress §94AWINAL 486.36 MPa iatu I BeunauAUNaN IAAINNARBIN A ANLANG S
o e, 7 = = JRIy =< A A 1y =
1 1.01% e luuziRgaiun nlsenay 79 HaNlAaINNAREITINANARLANNLALLTIA
494m Ultimate tensile strength 71U 613.17 MPa WaZHAT IHA1AINA8091 3969187 16 A0

. 1 o dl v a [ -dl v a ]
Maximum stress g4gAWINL 621.86 MPa B lauiLKAT FaINAaedAIANLANFIS
:J/ A = 1 o 1
TUHANIINARRITY 2 WULABNANNLANANSTYW 1.42% waznindseznay so LHuAn

ANNLATEIA Total deformation 494AYNAL 0.070594 mm
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70.00 (mm)
]

17.50 52.50

Graph v 3 OX  TebularData
Animation |4 b [H]#] [@] @ 20Frames  +|2Sec (Auto)

1.1755e-038
1.0001e-3

2.5e4 Se4 7.5e-4 1.0001e-3

3.e-004
[s]

@~ o | n|s ||

~v3Ox

Time [s] [V Minimum [MP: A
= o.
5.0034¢-005 1.
1.0005¢-004 -3,
1.5006¢-004 5.
2.0007e-004 -7..
2.5009¢-004 -9,

3.5002e-004 -12.

ANUsEnau 82 ANANNLAULEY Middle principal stress zgmmwhﬁu 486.36 MPa

0.00 35.00 70.00 (mm)
17.50 52.50

Graph + 30X Tabular Dota
Animation |« b [H] 0] (MM 20Femes  ~[25ecthut) ~ B @
1.0001e-3

62186
£
= 300

0.
0. 2.5¢e4 5.e4 7.5¢4 1.0001¢-3

1.1755e-038
5.0009¢-005
1.001e-004

1.5009e-004
2.0007e-004

o | wswn]=

Isl ———

ndsznay 83 ANAYINLALYEY Maximum stress §44AWNTIL 621.86 MPa

*Ro>

> = = e Time [s] [v' Minimum (MP:

0.
0.
0.
0.
0.
.
0.
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0.00 35.00 70.00 (mm)
)

17.50 52.50

Graph v 8 OX TabularData > oo
25ectaue) ~| B QU A S EE| M Timels | Minimum [mm

1.1755¢-038 0.

5.0009¢-005 0.

1.001e-004 0.

1.5009e-004 0.

2.0007¢-004 0.

2.5006¢-004 0.

3.0005¢-004 0.

3.50032-004 0.

4.0002¢-004 0.

r
i
g
v
(m]
[E
=
8
7
3

[mm]
~
2
£
9
\ ‘
O o)~ on| | u |

1.0001e-3

0. 2.5e4 584 7.5e4 1.0001e-3

1 = 5 1 o
N lsenal 84 ANAANNLATYA Total deformation AIGALNINU 0.070594 mm

42.2 nManagauLsIATluEuIuAIatNTiEUNszUAuN s Ea LU lauEe

GTAW uaz SMAW Taaiinnsiaasluubinamulidas
AN INARA LA LTI Rt TN sy LIasn T N UL la e GTAW
LAy SMAW TaeifinnsdefluFnuiaidon Fain1megeuieius 4 3u nsweudusiug
SEUIAN LA ULALALATIA 09T N LAA0E9T 1 LAz 2 Aanansliuninisznay 81
1999 AL AU US T M9 LA L ALLASEIA TRATIN AR LT 3 LaT 4 Aauansly
ANLlTENaL 82 F9HAT09NTIN AN NFNUETEMI AR LLALANLATE A T84T UL
Fonfaatnane 4 TufauanslunindsLnan 83 WAYAMIN 15 WUd1AE L ELATTAN
Indfuiiesannnisuaninannaesduusudunaannamase s Iailidniedsan
FUNIULTIAIATIN (Yield strength = 407.30 MPa) ﬂ'ﬁm?{mmmﬁmmmmﬁqqmm
(Ultimate tensile strength = 524.35 MPa) LazAadelefidumlunisiaga (Percent
Elongation = 14.80%) atinglafmudanmanud s R Ul o des

(Weld metal zone) AdLAAS N INUsznay 84
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600 _—
Specimen 1
< 500
s
< 400t Specimen 2
5 3001 :
@ Specimen 3
L)
= 200
v
=
F 1001
Specimen 4
0 =— s = f y Sommn) | T T T T T T 1 T t t

0 10 20 30 40 50 60 70 80 90 100

Extension (mm)

AN 87 NINANNAURUTIZUINNANNLAULAZANNLATLALRAS 4 T4 1T

% ]

FnatiNaiNILNFTANULL GTAW way SMAW Tasiinisi@asluiuilda

AN914 16 HANNINARDLILIIAURILUTaN a1Ta GTAW way SMAW dn13iass lulunimas

%mw Yield strength (MPa) uTs (MPa) Elongation % Location of fracture
1 414.65 554.03 15.30 Weld metal
2 405.32 554.64 19.50 Weld metal
3 387.06 458.60 11.20 Weld metal
4 422.17 530.13 13.20 Weld metal
Aady 407.30 524.35 14.80 Weld metal
v
FUNUKAINATOU

v |
Aleznall 88 9a8LANIANTUNNUNARALILI AR maN laLTalaadnsR s

y
lunsn T
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¥ o aill v =KX v ad c a . Qy A %
wiauiuildinimagasusanesoeis W ludiedwsainduanu laAiauAu

o - . 4o 4 .
wazAINIRTERRaNNNAT dayalunintlsznay 8s uanlfainnesesielANadnAINLAL
WIAIATIN Yield strength WAL 407.30 MPa WazRai bfannn1sananadafiaia laAn
Middle principal stress §9qawWiniL 421.12 MPa iWathnnfsauiiauiunaf ldannases
= e o a4 o o9 Py =<
HANUANFNaY 3.39% Tuinuanaeasiudeyalunindszney se nanldannaaesed
ANRARLAYINIAULINAIEIQA Ultimate tensile strength (ML 524.35 MPa waznadi l#an
NN9318891T9A9Lae 1AA1 Maximum stress 494AWINGL 530.49 MPa et LgauLiey

o dl 4 = ' o ' a

AunaflfaINneaaelANLANFaIY 1.17% waznindsznay 87 WuArauATan Total

deformation g4gALYiNAL 0.025174 mm

17.50 52.50

Animation |« » M|+ |TI|I 20Frames v 25ec(Auto) <~ B = » BN “. [Tmes |[ Minimum b4 &

7 |3.0006e004 35415
350016004 41226

nwilsenay 89 AIAYINLALIEY Middle principal stress g98ALVINAL 421.12 MPa

0.00 35.00 70,00 (mm)
)

17.50 52.50

Graph v 3 O X Tabular Data *40Ox

Animation |« » (M| »| [D|M 20Frames  + 2Sec(Auto) ~ 8 m y BN M. |Time (s |[Z Minimum P &
1_|1.1755¢:038 0.
7 te3 3 150021005 0.
& 53049 — = = — = —%7'7———1 3_11.0003¢-004 0.
£ —z B s — 4] 1.5004e-004 0.
[ 25e4 Sed 75e4 1e3 5 |20004004 O
& |2:5005e-004 0.
[s] 7_|3.0006e-004 0.

AL9Enan 90 ANAINHNLALARY Maximum shear stress QQQmLﬁ’]ﬁu 530.49 MPa
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Sraph v B OX  Tabular Data *iox

Animation |« » [B]»1 [l 20Fames  ~|2Sec(Auto) ~ E8 m EE e Time(s)  |[v" Minimum [mm &
|11755¢038 o
2_|5.0019¢-005 0,

|2.0003¢.004 0.
|2.5003¢-004 0.
7 |3.0003¢.004 0.
is) * Trentn a

nwisenau 91 ANANLATEIA Total deformation gagALYINTL 0.025174 mm

o emln v =2 o o o o

HAANSN LHANNNINAABLLINAIAILARILUATIN 14 uaz 15 darinuuaLaaf

N lddniusesmenmNnInsgunIsseBedmiAuantRNTzUUNNITaNAD AN

WINUIIUIIRNgean (UTS) aziasgandiAinansguiinimun l§dmiuianzgu (Base metal)
v o A o = o = @ = 2 =

iy e nnifseumauiulanygau (Base metal) Ao AINUINUIILINANTDITUWTON

A8 ANBALANNANUNIULINAIAIIN (Yield strength = 481.24 MPa) ANLAAEAINAIUNL

L5979494n (Ultimate tensile strength = 613.17 MPa) uazAeatLlafiduslunistingo

(Percent Elongation = 15%) hazAa1ukdausausansaedlangiu (Base metal) e AN

ANUNIULIAIAIIN (Yield strength = 418 MPa) ANAIUNIULINANANEA (Ultimate tensile

strength = 582 MPa) wazAaaitlesifiusdlunistinsia (Percent Elongation = 29%)

A9 17 WAASHALLFLINLUAINLAL

%yue'luwm'au Tensile Strength(MPa) Yield Strength(MPA)
e 613.17 481.24
1889 FEM 621.86 486.36
Fenuaziaasil 524.35 407.30

ANafvALTE FEM 530.49 42112
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UT and YT
700
— 600
& 500
= 400
ﬁ 300
S 200
Y 100
0
ng@ & %&f\)"b <<<</®
>&® a N I
- L& o S
< e S
- &8
Specimen
mUT mYT

nidseney 92 WlsunaLAY UT uay YT 289Tunuasuuy

4.3 MINARAUNNTANLAY (Bending test)
N19AFIAdaUN1TALMIBAINNIIAFauN19AA LAY (Bend Testing) Tuu3iatunns
Y a

A 5y > Y .
L“ﬁ‘ﬂN’&’]N’]ﬁ‘ﬂlﬂJﬂ’]?ﬁl?’)@@’ﬂUﬂ’)ﬂ@’]ﬁl[ﬂ’]iﬂ@?\‘i 1AEN1TATIAADUAILAEIF (Visual

v 1 1
Inspection) udunaundnazNIALATLWTAAINUAIN1TNAGDUNITARTAY LNandNHsas

a
14 4 1

v A al nﬂl A A a a a o ¥ A 1
AN 981579 ¥PRANTNIREMNE DU ] LUWURLTesTUUINAAINNITAnTAwTe

Visual inspection faduasnnmageuuuyuliinans (Non-Destructive Testing -
NDT) Mntuazniiangn a18190MI9R@8LANNALMEULNYEY 1 saaunni1e Avnld
. d 4 I Ha .
ailiesraaninden lussAuiuie avandufesendegnsaasdeauniauduigyuas

dszaunisnigae bilananisnsnaganudue

N

o

IRYUAY

A

T ATUNITATIAED LT AN 1Y TULNAIINTDY ESAB

e3>

e 2

University wazunasdayaau 7 lananadn nsmsaaeunisdnlssluamwmen Inganiznis
FIIRAILNAINIINARBLARTAY aziin1smIaseLdea e Aiiavndaunniasilsnguuiia
, = = a =
1 98ILAN (cracks) WsENNTALFUTBLFINTAN
At ngldnnsmsaasausmaanaa lusuungnnaasusatdailudgni s Toad

Yo [ ¢ﬂ| o 17 tﬂl aal o ¢ﬂ” ¥ ¥ 1
LL@31@?Uﬂ’1?ﬂﬂ3~l?ﬂ1u’lx‘m’1ﬂ°ﬁ'ﬂﬁd TpauinMuIsAnN el aeAY MINNLTALNNTaY
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THLAL A1AFBIATNAENIINAFALLLL LN NA8UTaN 1A NN RN NN LATIZHN
- ,z
AZLREANINTU
@ = v oy a -
ajunAe N1IMIIRdaUNIT@EnIgaINNITNAdaunITAnlAdluUTINITITa N
an:1150 135N 1RTIada Ui dnem (Visual Inspection) bo wazidudanldasnqunsnans
LAz HeUIB5UIRY 1MW 91189 ESAB University wazunasdayainaaiin1sngnagaiey
o e A
TANNHANNUNTRDS.
4.3.1 N1FNARAUNITAALAS LUBUINUAI BN NIUNTLLIUNFITAN LU LY
lausm GTAW uaz SMAW
NANNTNAZBLNNTAA LA IAAINTUINUN1INARALNTAA IAIN 3 AN A8 Side
bend, Face bend waz Root bend Taauiisiilugnuas 2 fu ilaviin1ssnauiayuise 180°
A9 16 waznwiszney 89 1ugused1aiueuneuwacuasnimadey Side
dl o b2 1 % ng o/ 1
bend WavinnisagagaLmaatni iwusenfIneesmuIuAaating Mwdsenay 9o gyl
28 NITUINLARULATUAINIINAGAL Face bend LHaNINNIRTIRGRLANL AN AN tinLsae)
F19299T WU Nndszney 91 iugdiietnaiuuneulazuaIn1ImagaL Root
bend HaNIN1TATIRGAUAL AR IHNL TR 519209 TUINURDENNTINNA AINEANT

neastwaznIdAed agulddinssusunisdenluiuiuisunaliinnn g

AN9149 18 NANNINARDLNITHATAG I UINUFAat 9 NEuN s TanuLL laU3s GTAW LAy

SMAW
>
FJueny  Type of Bend Mandrel Bend Angle Visually examined result for
Diameter (degree) surface discontinuity
(mm)

1 Side bend 40 180° No Surface Discontinuity
2 40 180° No Surface Discontinuity
3 Face bend 40 180° No Surface Discontinuity
q 40 180° No Surface Discontinuity
5 Root bend 40 180° No Surface Discontinuity

(o)}

40 180° No Surface Discontinuity
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ANUIENAL 94 NANIINARALNIIAALA (Face bend) YBINTTRNULL GTAW LAz

SMAW

AMNUsTNaL 95 NANNINAZALNIAALAY (Root bend) UB9NNTTANULIL GTAW LAy SMAW
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4.4 NISNARDULSINTSUNNLULITNS) (Charpy impact Test)
4.4.1 PISNARALWIINTEUNN LUT U UADENNEIRNTEUIUNTLTRNLULY
lausa

HANNINAGALLINNIZUANNLINANEULNNITUANTN IR TUINULTIILLLT AN

(Weld metal) ABBLALUAINIINARAULLUTIFUAanandluninisznay 92 aneaiznisg

o

WANHNLBITUINULTRUNUNNTENUERY (HAZ) NOUBATUAINITNAFALLLILTN ST Aduanalis

nwdsznay 93 wATLFNIUNANIUAATLIBITUIIUNRNIUN TN ARR LWL LT FTIanN Alw

' [ % o

~ Uy & a & P = ~ .
RM19INN 17 ’QZL‘VI‘L&@ INAWNTUAATULRALUTLITUNUNNISNLTAU HAZ HANHINNGANN

I‘_°Q

g o

256.57 J TuanieiInasaugaduiafaLFinmuulies (Weld metal) HANtaafgaLyiag

=

184.34 J agllAdnasugpdueds usnniuinsenuiau HAZ daanumtaanangn

139U DAL LTRN

_Weld metal

Before fracture After fracture

v 1
ANUIENBL 96 ANHOULTUINUAIDENILITIULUALTAN (Weld metal) NEUAINIIN AL

uanszunn ludua R laannismanuuLlauis GTAW way SMAW

Before fracture After fracture

v 2 1
AT 97 ANHUTTUINUAIDENNLTN N UNNTENLFEY (HAZ) NMEndInIImagaLl

uanszunn luduaun leannismanuuylatis GTAW way SMAW
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A1914 19 HANNINARALLIINTE NN IuTwaun lgannnadanuuylause

GTAW uay SMAW

T

BUNY Location of Charpy Absorbed energy (J)

V-Noteh Individual Average

1 146.44

2 Weld metal 211.56 184.34

3 195.03

4 305.56

5 HAZ 159.29 256.57

6 304.87

4.5 NSNAFALAIINLD (Hardness test)
451 N1ISNAKAL AN WAL UTUITUAIB LT HIUNTEUIUNITIT DN LY

lau3m GTAW uaz SMAW

AIWAUILTIIMAANARDLTDITDETANIMANNAT TMCP 1N9m EH36 Aot

dl = [ 4 6 (=3
nszusuMaTaNwuylatIn GTAW-SMAW sauandluninilsznay 94 Tdslndpanuudanas
soemanutidoandy 3 Tou HA1unae9LTnqanaaaL uaazlan 14 99 99NIAUNA 42
1HuA WUINANAZBLFANLLU (Top line) WINANARDLMAINNATN (Middle line) LuananAdaLl

ANUa (Bottom line)

HAZ
g ,12{,?‘(‘ Base Metal

nnilsznay 98 LFNDFULMNAANARELITY 14 AAT8INIzUIUNTATaNuuL laLTA GTAW-

SMAW
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—8—ToplLine —&—Middle Line Bottom Line

250

200

150

100

Hardness (HV0.2)

Weld metal HAZ Base metal

50

9 10 11 12 13 14

Distance from weld line (mm)

nwdsznau 99 wantmadeuANNLdsLLLANInefIaenTTLINNTTeNwLL laLEe

GTAW-SMAW

TslWdua9n19mARaL AN ARaNTEUIUAN ST LLL laLEA GTAW-SMAW
pananslinindsznay 95 Tuuuananagau A uLEUALAS (Top line) W linreaAiAs

wivluusazLTRMAANARE LTS 14 90 WudIHAIANRINHINTgAlUAAN 8 LFENENE

1
<

NN9AINTEY HAZ 1 (SMAW) Winril 230 HV wazAIANuisrngnAaqnd 14 Usnnlany

'
1o =

31U Base metal NANWANIL 173 HV AINAIUUUNAANARALT 8 - 12 (HAZ) azdiA1A N

|
1 a =

figandnFnauuaideniinden (WM) usisuitieqenagaud 1 - 8 (WM) asfidranuuded
mnndwﬁ%mﬂwmwmmuﬁ 12 - 14 tRnnlanzguanies (Base metal)
wuaneMARELATINANELAT 31 (Middle line) wuidAnaruudaniigalu
fegm‘ﬁ 5 UFUANTNANIIAIINTBY HAZ (SMAW) Windiu 210 HV LmemmLﬁﬁﬁﬁqmﬁﬂ
ffgmﬁ 2 USinuuuaien Weld metal Winid 141 HV mﬂﬁi”nmuwmmmmuﬁ 5 - 8 (HAZ) Azl
ﬂ"]mmLLﬂ"JqﬁqmdﬂﬁTﬂme@mmmmuﬁ 8—14 u?mmi@mgmm“ﬂﬁ@ﬂ (Base metal) Lpiay
ﬁm’qmmLLﬁqﬁmmfhﬁqmeﬁgmmmmuﬁ | - 5 13MuEeNEnTae (WM)

[y ! a . LA = a
LLuQﬂﬁWﬂ@@Uﬂqu@q\‘]Lﬁu@Lﬂ.lﬂ'] (Bottom I|ne) WUQWN@W@')'WNLW\TN’]T]V]@]@IH

D

A

907 2 UTIIDALUILTAN Weld metal 1N 231 HV UAZAIANNUIIANgAAAT 11

q

Uinnulanrg u Base metal HAWYNAL 168 HV ANAILAUIAANAREBLT 1 — 4 LFIDUUUI
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IS ' a a

Gilap (WM) %ummmLL%qﬁqqmqmmmﬂm%wwwmw%’@mﬁﬂﬁ@ﬂ HAZ (GTAW) W5l
FUULNAANARBLT 4 — 8 AzllA1ANWISININNIIFUMLIaANAAaLIN 8 — 14 LFMTaNE
< v
FuLaNUat (Base metal)
1 a dl dl Yo v dl ] v a
AINNITNARDLNLINLTIULUITAN LN 2 LATLAN SR LA NN TaNNN LA
o ¥ y G = O U ¢

ngidasuitdasinseaiananeidulin e a9t iasdenafia A AN LIS NINNTY La Y

NITLIUNNITAN LT UENTNAN AN Fauneg AnfuLTnuTanzauarlAtA N g

HeandrBuniieimenusazuInnILFnnuilelansgu

4.6 NNFAFIAFBULATIRTINNLANLINEN
TnenlnAlunisasasaulaseaitannelanyanainednyilassaiisqanna’ly
171904 Base Metal (BM), Heat Affected Zone (HAZ), wa ¥ Fusion Zone (FZ) ¥nazldd1
= ng a 1 dl 1 o dl = o 1
naaaueNTuRg luwdariruNaruusutuaziio BN auAnHizaan A lusa
a YR aa s = o = O - o = o
1snnlaat1etaan Aatdunseniuluaulddauanadwnaafunisansiinsag Falany
TaAFng 7 2e9TuMTeN [ uANEINTasuulaslasvaFeqaniauasanmdng
11 DP780 steel AlAFuN19TaN TIG TaRA1TReNNTNAARalne ldFaat1wAedNaANE

1%

ANTOLTURY BM, HAZ uay FZ atneasitaning 6198968911289 Gopi Krishna et al. (2023)
Al 2 e a = o an ;
nlidisnziatiazrisanlaseadeuazaniantim luusas Tnu

UANAINT ITUANHIUBY Queiroz et al. (2017) A 1A MBUNARALLALILLL bead-on-
plate tWamsaaaulnseaieaanialunsas Tauasauannanliatin AISI 304L a3a1NNI9
1TANALNTTUIUNT GMAW TagiseauteAuuanafelulnsaaianazauudalunaay
1414 HAZ, FZ haz BM
nsldtunaaeuinealuudazlau BM, HAZ uaz FZ i{ludsninsgunldiuedig

! = a dl a o = 1% !
LL‘W?M@’]ﬂiuﬂ’]?ﬂﬂ‘]ﬂﬂ/ﬂ\ﬂ@ﬂﬁmﬂﬂ’1LW@QLﬂﬁ"]ﬁ‘lﬂLL@ZZL‘]_EEI‘LILVIHUIﬂ?Q@?WQﬂ@ﬂWﬂiMLLW@%

D

THUIDITUNULTON LAZHHNAIIUITENAINTNEN19BI LA LU 911289 Gopi Krishna et al.

(2023) LAz Queiroz et al. (2017)
4.6.1 NISASIARDUAIUNANNANUBIUANLEIY EH36

NNTATIAAAUAIUNANNINATURINANULNULINTA EH36 ANLRALN baL1TU

wafidusmasdaunann1apinasiansaiandlung 18



A1379 20 HANNTATIAGDLNLANIBLUANLEY EH36 (%owt)
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Element C Si Mn P S \ Al
Wit% 0.144  0.326 1.40 0.0152  0.0067 0.024  0.047
Element Cr Cu Mo Nb Ni Ti
Wit% <0.005 0.01 0.006  0.027 0.006 0.011

4.6.2 N19ATIAFAUNINNENIN

NANITATINABAUNINNIEUANIN ﬁﬂiﬂm5%7ﬂﬂﬁﬂﬂWWﬂﬂﬂgﬂéﬁﬂ bb1d7 L%'m\l NS

AUsznal 96 NAALEATANLLFNADY TUINY ANHLZRINTNURILUILTAN N1TTNAN

NNTNRANAZANE F2UINTUIAULATANAUTANZINU AIUNTINLT AR NENAN AN

Fou uATqALINNIBITBIUUILTON WLINIELIUNITON LHLFA GTAW-SMAW inFauaLTen

TANNTHUANAND ANHULNITTHANLALNINADNAZATZUINLNaTa N U TanzaNy

axnane uardannanysalszudivtied@enuazlianzaiu Arund1aaedaaLToMEnsna

neANFaLIeInszLauNameN ARy wazliianunniasteIuaLTan



157

Weld metal

Base Material

123

Bottom

nwdsznay 100 dnwaenIINIenINLazlASIEs1INnAA

4.6.3 mmsqqaau‘lmm%’wmaaamﬂ’l,u%ym'mﬁ’qmiwﬁci'\unszmums
\dennuulauda GTAW uaz SMAW
N191993821U1AT98519N 199N 1ARIENABIANTTAUA AL ALTATULIL AN R
andszney o7 azduninsiuniiinanisnsaaauia s qp nanszney 98 LunIw
u?mmtﬁ@‘ﬂ@mﬂqummmﬁﬂﬂé"} EH36 (Base metal) Tnseadnsaaniadidoutlsznanaes
waslss (@217) 82.23% waziisalas (@A) 17.77% aandsynay 99 1luainwLFinauwug

Wunnsznuiau HAZ1 (SMAW) Taseadeqaniatlsenaudaalaseainanalasi (Peariite)
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waslasl (Ferrite) waz 1uwlus (Bainite) Inalasaairaasladaamaninatiuduansiisn

douisalasuaziLul iAW NAATUA FUNAD

Weld metal 1 HAZ 1 (SMAW)

Base metal

Weld metal 2 HAZ 2 (GTAW)

nilsznay 101 NNENEAINNABIAANIIALULLILAIIDNIRLTANIMANNAN TMCP 1n3n

EH36 AnenszununIgmantuylausa GTAW-SMAW

SV

&

2
A ndseznau 102 ‘L‘m‘m%’waammluu?mmﬁﬂiamgmmmmmﬂé’ﬂ EH36 (Base metal)
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nilsznay 103 TaseaFeqanialutFnaiuaiunnIznuian HAZ1 (SMAW)

nawilsznay 100 wanslaseaiieqanialuuiomuuman Weld metal 1

(SMAW) TasaaFeqaniatisnieidensznausantasiainsazdnaifinaslss (Acicular

ferrite: AF) Wludaulug) Tnailassafrainalnuaawaslss (Polygonal ferrite; PF (1) o]

neluingu uazlaseadeldsymanaas wlaslssl (Proeutectoid ferrite (PF) wianiuilea

N1TAIIRADLAIUNANNILANAEMATA EDS (Energy dispersive spectroscopy) NAaTa
| \ . , A PR ~

nsnaaaunudllFuIusnTnsdoulugidudoutlsznouaesadnaannions uianiia

(Mn) $1n7ign daus16p17 aziisnaazidanfiuandlumnisg 21

A1379 21 HANNTATIARDUNINLANUIBILITIINIMULLTAN Weld metal 1 (SMAW) (%wt)

Element C Si Mn P S \Y Al

Wit% 0.16 1.18 1.94 0.016 0.005 0.012 0.048
Element Cr Cu Mo Nb Ni Ti

Wit% <0.005 <0.005 <0.003 0.012 0.009 0.055
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ndsznay 104 laseaineqanialuLdnnnuamenAedsnismenensnadatasniunand
Weld metal 1 (SMAW)
nwtszney 101 TaseaieqanialutFniuunldan Weld metal 2 Aidionuy

GTAW waziiansiumae SMAW Usznausasinseasraiialasi (Pearlite) waslas (Ferrite)

¥
A o A

waz wlus (Bainite) WianAuldainnsnsadaudiuuaNnIani saamaila EDS (Energy
dispersive spectroscopy) Ine/ldndasqanssmiBidnnsauiuLdadnsn (SEM) Haa99n1s

oA 1] ] 1] A tdld al
nagay wudnHUIHaus I laadaulvnlidudiuilssnauaesainimaninians uuanaiia (Mn)

A ) & ~ = o
Nqﬂ‘ﬂ’é‘zﬂ muﬁ’lﬁlﬂu“] qgﬂﬁ‘qﬂﬂzlﬁﬂﬂﬂ\?LL@@\?I‘HMW?W\? 22

A1379 22 HANNTATIARDUNINLANUIBILFINIULLTAN Weld metal 2 (GTAW+SMAW)

(Yowt)
Element C Si Mn P V Al Cr
Wit% 0.15 0.25 0.50 0.01 0.28 0.05 0.30
Element Cu Mo Nb Ni Ti Co

Wit% 0.02 0.05 0.01 0.02 0.35 0.35
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6V o o

nwtlszneu 105 TasvadnsqanialutFinnunadendqedsinmisamuansa Weld metal 2

(GTAW)LAZITANITLAYE SMAW

Awdsznay 102 WuaInUT i wUINUANIENL e HAZ 2 (GTAW)

Tssadraaaniatsznevdasinseainanesles (Aa19) 78.24% uaz 1ivalasi (Aen) 21.76%

o =

HANHULINIUNANAZIBA
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nilsznen 106 TaseaFieqanialutFnniiuaNunnIznuiew HAZ 2 (GTAW)

4.7 MINARRIMIAIANMNLAUAN AT BIT U UNAINSLT BN
1 v ¥ ¥ a . N v
NNINARBIUIATANNIAUANAIN ARENATA X-Ray Diffraction WAZWIAINNIAY
AnANgsaaanaaadefanaina i ldsunsy Ansys Aan nilsznan 103 uadnnTauey

AN LEINBEINNNY

Graph v § O X Tabular Data LR J=§
Animation |« I @ »| 10Sec -PagsEN A, [Time 14 |7 M Pl

01 29957e-002

02 3.2367e-002

03 3.0901¢-002

04 2.8436e-002

ANU3Enan 107 N9ANaedAINNIALANA9Tadan EH36 Tagldlilsunss Ansys

2 12
w e

1&5 249910002

1.9488¢.002
15378002
12193e-002
$.7115¢.003
844786003
844766003
8.4478¢-003
PP
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NATURINTIIIAAIANNNLAUANANGT LFAINNI1AN ABNITIA A IFININLTENaL 104

[ %

= 3 =2 & o _ v o g o
AIAANNLARNINAWABRITALLTANN 0 NN. ﬂ%iﬂ@LLuQLmﬂNSﬁ\?LﬂuWHWIsﬁu?UN@ﬂﬁ‘ZZVl‘LIWNN

a

au (HAZ) Hgnungigeunnusguuugilldgananasuaanazaneidiguuaiienuazifiuag

a

1 [~ 1 dl' 1 d' o % [~1 % A Y FY =)
2811999A15292 13 NNTT AN ANNTALAURUNENNAT EH36 AQ AN LAUANAINIDILIIA
169.51 MPa Tanai ldanni1s9alaeezad XRD A9 ANNIALANANNUAILINAY 193.4 + 26.1

o ?/ 1 % U =R A Al U v [ dl 1 o dl

W, AOTUATANNNLAUANANNANDA9I R A NAAAREY INALALNAUTIANLANFINTY 14% 7
| - = ' I | Ao I ° A o

F2AZUNNAINAAALENANN9ITAN 10 NN, agInd HAZ AndnlAaInnnsanaes@siaa e

IANNAN EH36 ARAINLAUANAINTRILINEA -112.76 MPa d4uai laainni1edinlnsLasag

XRD ARANNLAUANANNUDILIITAN -116.8 + 9.8 NN, AITUAIANNLAUANAIIRINAIH

1
=

¥ v [ 4‘ 1 o | s dl
ANNNAAAARDN INALAENAWIIANLANANAY 4% NICLEUNANMNAULNANTDLY TN 30 4.

1 dla/ v o a o 3 v A g % =® ndl
ﬂWWQ®1ﬂ@]WﬂﬂW?@W@@QLﬂ]QMQL@ﬂlﬁlﬂﬂmﬂﬂﬂ@’] EH36 ARAMNLALANATINURILINAIN 37.5

| '
= =

MPa @4uanlgainnisdnlneiagad XRD ABAINNLAUANAI9ID9LIAY 39.1 + 17.5 MPa

Qv

o |

% % =KX A oA % v a o K 1 o
AILUATANLARANATNAINAINHANADAAR DN INALALNAUTNANWANFNNAU 4%

200
1934

169.6 N

100

50

375

35

-50

Residual stress (MPa)

-100

-150

Distance from center (mm)

o= XRD =2 Ansys

ALsEnan 108 AHLAUANAN TURANIAINAINURILUI T AN

v

annnalunwisenay 104 nnedamrAUANANSTAELATEY XRD AzgN

¥
IS =

= [ v v o o A o'dl v a [
L‘]_G‘\EI‘LILVIF;I‘]_Iﬂ‘]_Iﬂ’J’]NLﬂulﬂﬂﬂ’]\i@’?ﬂLLUU@’]@@QiVMWF]L@@LﬁJuﬁlsﬁ\ﬁ\lﬂﬁiﬂﬂLﬂﬂﬂﬂu UBANATNU
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Iy 1y a & = A A Y
ANHLAUANANG IR AN IATNENVAALIIAG (+) 71 0 Y. AINATNANIDILUILTAN AN AL
¥ a 1 1 =® a Y o di v 7
anASuRAn e nedaulrniiunssmelunsnlndnunu@an ANLAUANAINAIN

=2 dy o ] QI ¥ 1% v o
Laamatiaings N@ﬁl‘ﬂﬂ’]?Lﬁ‘Nﬁluﬂ’]i‘LLﬁlﬂT’]Q"llﬂ\‘]ﬂQ’]ﬁJ@’]IH‘JZQQ

4.8 nMsnAaaIAINIsiadaslrasiununEufINIsITan

! a d’l o o dll 1 2 aal a
NITNARAINTIATAITNLUALLIEA u’]N’]V]’]ﬂ’]ﬁ‘LT’ﬂNLLLI‘LII?]@‘T]‘LLWJFJ’Jﬁ1EI‘].I§‘® GTAW-

a A

SMAW 1@5audqurunaaadlaaipnTasinazidaealussuuninenn 3 35 13a LATad

Coordinate Measuring Machine (CMM) §115unisdnauinuazasig - Adade gyl

WAIAINNI9TRN LHBYINNN3IA TUAIUMINAN 5 uudopTasinazuanina ANN1slnde

FUVENHNTBITUITUBBNNIAIANTNG 23

650 mm

v

340 mm

Line 1
Line 2
Line 3
Line 4
Line 5§
Line 6
Line 7
Line 8
Line 9

nwilsznan 109 AuniqadnAIN1sTa@egUiENIasT U ENAINITTaN
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£1919 23 N@ﬂﬁﬁ‘ﬂﬂ@@\‘lﬁ/ﬂﬂQWNﬁ@LﬁﬂQiﬂﬂW?L%@NL‘Mﬁﬂﬂgﬁ EH36

Elementname Norminal Actual Deviation
Line 1 ZX-angle 000.177 177.710 0.710
Line 2 ZX-angle 000.177 177.824 0.824
Line 3 ZX-angle 000.177 177.881 0.881
Line 4 ZX-angle 000.177 177.903 0.903
Line 5 ZX-angle 000.177 177.907 0.907
Line 6 ZX-angle 000.177 177.988 0.988
Line 7 ZX-angle 000.177 178.107 1.107
Line 8 ZX-angle 000.177 178.173 1.173
Line 9 ZX-angle 000.177 178.129 1.129

01: AudaauineLATesladMFLAANNNTTN AMETIAINIINANART NUNINENAY

YN

'
a a

v 1
WAIANTUMNIUI AUATRRFNS 7 NTaRegU a1 nns@endaenisanaes

a

ITIFNAUAININLTZNAL 106 WNBLNNILLTE UL UAUNANIINARALAIELATEY CMM

000 100.00 200.00 (mm)

Graph v 30X TabularData ~30x
Animation |4 » [0 [BIE 2fames <~ 25ciawe) ~ B AE > BN A |Time 15 [V Minimum fme | [ Mazimum »
6.9185¢-002
0.10%01
0.14368
01739
0.20055
022389
0248
0.26249
o2 v

<

1
3

4 |
s los
6

8

s

pPpPpPppPRPEPS

A nsznan 110 N15371899AUTALTIUDIN IS RNTUAMSULNULEN EH36
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AanAINlsEnan 107 AINN99AAINIATEY CMM Nldszaznisiintiatngane

178.129° @elaA1nsDndegdluuuafhe 2.775 uu. uazAMlAaINNIIanaeddaLaad

szaznslindeaigana 179.806° delarinisindagiluuuafiame 0.2873 uul. T9A1NNID

471U1831AN199AANLAFEY CMM AUAEN19N139718090 39 A AN 1 a FIF U AN AN AN

3

TayuAe 0.94 % Baflurneglureuavesnuana ANl

178.129°

i 7 / 179.806°

»
»
>

s Exp. (mm)
s FEM (mm)

2.775 mm
0.2873 mm

ndszney 111 guSguiiguimunin1siadesuseninman1snnassainiaiass CMM

LAZNITI1ADUTIN LAY
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5.1 dgilua
a o dg/ =2 dl <3 v v dl
U3 dunsANEINSTRNMANNAT TMCP 1n9A EH36 AMENIZLAUANTITON

wuulanEn GTAW-SMAW Taeiiinnsnaaaaunieninia Tassaf1eqanianielanganeuay

a 1% v

WANA EDS N19IMAKALNINNA (N199AAIUNYRANNTaUALE s uAR LA N19UIAN

U

¥ ¥ o ! a = v o = = o ¢ o aa o a
AIMTNLAURAN AN mifmmmiummﬂgﬂ LAYUNNILL T LN UNAANE NUATN1TAN1A BT
o d’ a 6 o U Y o 1 a9|J
FALaT) I9AINNITIRIIERINaaINnsaalnalafasia il

5.1.1 AaxudutnraIn1dnguun i ineldmasinAlid anarn1991ae9iEa

1
g a oA [

FataaiA1auuARLAnsAenwliiNY 5% Taduarfaansuls uansenuaadnisfiudaacing

qQ k1l

1er & o

P9FTUAAAINNITNIAINTEULATNTUE AN TN lasyAug g RatnesamFa Aw
y - o ’ . b €. & Y o y
FounaranlutdnmuwwidenazgnaalanlddFuuniundiiaunisiiponnien uay
nszangllganinuandeninasaudiunisuwsiiaduazniamianion
= = I = a = %
5.1.2 uannInaae LA luTuewiet e iinsRa s lunFnauuagenls

ANLRAEIANNANUNILLINANEIAR (Ultimate tensile strength = 613.17 MPa) WazWLAIWL3Y

v
o o a

& = X
NITUANANTINRN AN ATUTULT U UN

o

780371 (Base metal) Tuanszimaniuludugny

1
o ]

dld a a dl P2 a % =< . .
FatianinIsResluLT LW EeN LAAIRAL AN INAIUNIULINANEIAR (Ultimate tensile

strength = 524.35 MPa) WAZATANLINNTUANINAIMNALAATRILLTI L LUTaN (Weld

1
1 =

= I o = iy o VA A
metal zone) 6ﬁﬂﬂ’]3xl’]?ﬂ@?ﬂ1@')']ﬂ']Lﬂ@ﬂﬂqqﬂmqumquu?ﬁﬂ\%ﬂ\‘]qmT@Q‘Huqqumqﬁﬂﬂq\?VﬂNN

£
a & &

= a dl o o/ 1 dld a a dl = &
n19Rgsr BTN AUTWIUARLenEnIsRs sy luLB LT NN L o fidus
AYTHUANFNILTINNAD 16.94 %
5.1.3 NATBINIIATIAAALAIIANYANYY 3 A1 AA Side bend, Face bend Uaz
Root bend Tdwusasfnaasdiuaiusaatenanun aguladinscusuniadenludueu
Y o Ay
HINUAUNAN NG

=

5.1.4 NATBINIINITUNNNUIMNANIUAATUIRAE LT AN WANITNLTEU HAZ |

1o

NNINNGAWINAY 256.57 J THIUEINAIUAALRALILTIIILWALTEN (Weld metal) HeAnila

R

1 % 1
' o 1 o o a

AL 184.34 J agdldd At ugaduRdsFouinunnsznuian HAZ Havuwmiien

=h.

4
-dld ' a a dl
NANINUTLITUUTLINLLUAILTAN



168

5.1.5 mmimmmfaummLﬁqwud’]ﬂ"}mmLm‘iqungﬁmfafﬁﬁmmiamﬁm
(WM) 7 231 HV LL@:ﬁ"wmmLL%W‘%mmmﬁﬁmmT@mﬁm (BM) 71 168 HV aginelsfimu
AuLdsTaL L deuiidnndAee T U AlA S uNansEn LA N AL fau wAAga
ninusulanzgu

5.1.6 N17AT2940 L TATNAF N NNNNIANLINANHUEN T TN AN AN TVADN
ATANEIEINLTe E e N AL I@mgmmﬂq LAND LLmﬁmmmgmhwdwLﬁfm?n'@ml,@ziam
37U ANMNNAN9TRIALE AN ENAN9ANL FauTaIn TN s E e N Ind LA e Tainw
anunnsesluniaiden i grau sesuaniin Asdetluuazansandnluseside

5.1.7 TaseadeqanialuLSnmiuuaiiion Weld metal 1 (SMAW) Usznaudas
Tassaivardgansinasles (Acicular ferrite: AF) iludaulug) Inadilaseairainalnues
wlaslasl (Polygonal ferrite; PF (1)) atlnnaluinsu uaslnseadreldsgwmanan s o slss
(Proeutectoid ferrite (PF) karuarasinaila EDS wudngquwluajidusinisynavaeslans
A IneHUTHNLNNITAGIAR 1.94% FR9AINTIARTATAL 1.18% TULFIIMLLA deuil

51.8 Tasaafrvqaninlulan “13 a1 Weld metal 2 (GTAW+ SMAW)
srnausisinsaiaialast (Pearlite) waslas (Ferrite) waz wulug (Bainite) watia EDS
wazuareamatin EDS wudndaulunjiflusinlsznauaeslansiin InedFunnuseniia
Q480 0.50% 3898 AR TyMLTEY 0.35% wazlasifien 0.30% lBnniuun et

u q

5.1.9 N1IAATILEANNLAUANANAREILATR Xstress3000 HARNTURIAINNLAL

] 2 '
1 a a K =

1 v 1
ANANNNARAINTUAIRNN T @eN laUTATE9 GTAW UaE SMAW AN494AANAALILAATLT

AL INNANNUR99RELTANAD 193.4 MPa LAZAATLALAIAINNLAUANAINIRAL AILAAD AT

FN4ARE 39.1 MPa 7138z ¥9aNALENANTotITan 30 N,

a a v ¥ o dgl 1o ]
5.1.10 ﬂ’]ﬁ“i_lﬁmﬂgﬂLL@%V’W’]NLﬂu[ﬂﬂﬂ’]\‘iﬁlflﬂlu‘ﬂﬁlﬂ‘]_lﬂqqllLLmﬂmqﬂluﬂ'J’]N

u

14
=

< d; ¥ val Y & ' a a a
wiaussrasreeiianuazianzgiudon Iadn1suansliiiiudianindegideynazgaau
| 1 v v !
AMFuANLTU 10970 TEN NI ULAT AN LTI TR AN NU WIWIN AW AYTNLAY
Y 4 = R - 4 4 o X
AnA9 Ui AN IR Nargeaud iuAN LTI I Ia9T R TANNITU LaZNNIANTUTIDY

ANLALAN AN ER ANAATYN N T NA TN
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5.2 aniusana

a v

5.2.1 MUIsEINLdAANLANA1eTaINIiRg Ui RAemne sTuAL i auazng

[ a o [ o dl a dl A | I dl [
“’Q’]@@QL°TJ\W]QL@?I@TM?UF]’WL°T]@N1N N 5% sﬁ\mmwﬁ_ﬂum@umemﬂ@muimumm\ﬁ@m
D o ¥ =
N

a = o = o4 o y Ao X
Wearn1gd@an lagluassunssnaulsaningdaslin1 gL Al

a v

Nayak & Roy (2020) 31897131013 9ngniuninaeimasiudAlidasuinanaiin

[ 2

] o o dl v dl 1 o v [ J a ¥ .
AN dnfunseuaunis@an A nLdug InalAgsiuAtase wlilaqe A response time

& - = o A \ o ANy gy LA A
P0dumasiaznsqdaaniauainasmanazdsnasadI laagiing uilaaanauim
dl o 1 o le 1 £ 1 1 v 1
AATIMNNZANLAZI AU me S AL ElaaENagnaes ArANENarTaendn 5%
Gradinarov et al. (2023) NAgeLRaN1sAAAIMaFINALLTaLFMd@aN WU

NM9AaNAUNLNINIZANRAMNEIATYNINFABAINYNABdTedeya iR uasliA AN

o S
pannaauinaLaayliguleeuiLanew
Casalino et al. (2023) 3189 ud N swFeuieudeyaguugiainnes
TwAldadunaanaes (FEM/CFD) lunszuaunag laser welding WU41A2MARIALAREUEE]
Tudag 3-7% BuduAwraiazauinan naideiaualild K-type thermocouple luuuy
. . A A oA A A o o
multi-point e LNAINLTaT e TUNNTEUTUNAN 1T ABY

Brewer et al. (2013) AMNN1TNAARIL thermocouple TUIARNNT AT THANTT

v v
o ] J a o

ARAINLANG NS WUL1 thermocouple IWIALANUALAAAIULIL welding THA MU uENgagm

a

WemauiuAipauen Inaannzlunimeasugung)igelunszuaunig welding

u a

Deepak et al. (2023) a31Tun1snunaudinisldenu thermocouple Wadn
| 1 v
grunisrd@anidaaninBesnNLdu N IUAUTANE N AN LA ZAN T UIARBNVADH LG
Tnasandauduninsguanadmiunig validation NARNAT AL A TN T AN

ANTENILIUNNITAgIUNY NI UININANAREY (thermocouple) WAZLLLIANADY

a o

esaiarieg il 5% aenAReaiuNInIgIUAINALAZIIWIAENNEI 199 taea1uiuzn

|
1 ¥ I~

1l K-type thermocouple TUNALANLAZABNLLLIANLILSAAFIaL190NARY W lHAIANN

u

wruehgeuazth iU diudeyatiudunaanassliacinadilsc@ninn
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5.2.2 Nmq‘tﬁﬁwmﬂ%uiuﬁuﬂiuﬁuﬁmﬁu@mmuﬁﬁLmﬁwmmﬁﬂﬂﬁq TMCP

98 EH36 ndansidan fail

Kwon laz Jeong (2023) mﬂmudﬂmLmﬁ\‘]znggmmi@ﬂﬁ@u EH36-TMCP 7
1#arnua nuatanszuaunIide 11 EGW, TSAW, SSAW ¢/ lulnugigandn 490MPa
ATNNIATFU IACS uaz lunanansal fracture Lﬁm‘ﬁ base metal ﬁx‘il%u tensile strength 984
weld metal 4az HAZ AqLieNnasan1nggIunIg deuniegnamngss

Kim et al. (2015) ANHINATDIANINIDLABUAZNITLIUNTG FCAW-UAT EGW
WL41AN tensile strength apLNeNLlsza0s 4% a1n base metal Wa mechanical properties
mmLLmﬁj'@mj”aﬂhuLﬂmm‘ﬂfau‘fﬂLm”nnmrﬁ uanaNinseaniUL bevel iR (single-V
11 double-V) HnasaA1ANLIwas toughness Thaustldunniledieusy base metal

Park et al. (POSCO Technical Research Laboratories) Lﬁmﬂ?ﬂmﬁﬁm TMCP

steel ' normalized steel W1191 welded TMCP steel 1%/ yield strength g4nd1uay

1
o ¥ a4

tensile strength g4nd1v7alndLAs normalized steel Viasisldaf3a4 yield ratio Mgl 521
nlulasamsniaaazidenly TMCP denaliantiRidanawsnundn
Zhang et al. (2016) ANH1ANTNAVBINTITRNAD tensile strength 289 TMCP

o o

steel $385 WAL RQT-S690 wudumelilfanasadeldad Ayl TMCP Wanauiy
base metal AN9AINIMANTNIUNIZUAUNT QT NYNAAAILINAINAITaNDLINNIN Tadaine
A a o < dl dgl ] - [ ¥
AR TMCP W@ eyiuA Nl ansangeauis ductility anadiantiae
Imanian Ghazanlou et al. (2024) A4A31=/T9ANI tensile strength 289 TMCP
(EH36) uﬁqmﬂ%mﬁq@glumuLmmmmﬁmu@ﬂsﬂé’@mﬁmdﬁmmm‘@qmmumw 1A8INg
. , o . , o o
4ANNT heat input Awmsnzanazsine properties wia1ildla
Kim et al. (2012) @3131N19A2UAN input heat LATANIITNFEUIUNITHNA
&1ATYA® mechanical properties 1997081T01 TMCP steels TagilannzA tensile strength
WAy HAZ softening
NANIANEIMAI8TUANEUEWIN tensile strength TBUUANNAT EH36-TMCP 144
d‘ B o dl -dl A a dl dl
msdan Tdnavfudasunsyuounismenviean wiansaamion MINALIANNIZUAUNIS
, ! = A N DAy ~ < v '
BHINMNNZAN AMUIIASAgATasLTaNdn i deand viTaneassieaantaaaInAl base
metal uazdaasa luinnisaniuaina NauuaAnAE I EaziBaaAINAN L joint

v a dl 1 1 dl v o dgj
geometry uaziladeRasesi@anus WiLAsuulauun iuuanil
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5.2.3 N7 MNUTAEFINYFRTRUNN IR IUTUINUNNIUAIINAZDUNITA ALAITDE
TANMANNAN TMCP EH36 A28in32191N1T GTAW-SMAW mmﬂﬁmﬁummﬂmiwdw
dszimAwazaddedAnau Al

ASME Section IX (2023) AMUUATY NNINAAAL bend test AIUFUNITFLIAILLUD

a

dewdansaadanniilan asliilsng crack w3e defect 1fla convex 1w 1/8 19
(Uszunns 3:8.) T wnlalTinnsunniiavise defect mmmﬁﬁ@dw@ﬂﬁﬂmﬁ@mmw
uaztaansieludadngeasg

DeOilers et al. (2016) NN1INAGAL bend test 11 A36 steel plate Arel GTAW
WLFN BRI NN RN Re I NZ N LA T AN N TR fin iz aua

dsngresunni1nauiniiunneg Iy e iTuaunIaniswsts back gouging 1sed

o  ar

inclusion JWUTEANANANY crack FRANINA2 IUN1IMARAL (TanatidtiuauLANNAATY

a q [

124N13AILANNIZLIUNNS; wlilludanauaratin gausudnnismileniv)

Monghaihen (2018) @“ﬁmmmmm’mmgmmimmmu bend test 1M ASME
' A PRIyINp ~ a N N - ,
IX 319133087 LT open defect (3aedA) 2U1ANY 3NN, DBINIUNUT LATLNLEN

A A
ADANINTBELTRHNA
% dl < v Q; 1 2 1
NANITNAZALNITAAUAITALTANIUANNA TMCP EH36 N ldwudaunnias
@mmm%’mﬁmm’%ﬁﬂLL@zmmgmmmﬁmﬁmmiuL%u TAELANIZNTEUIUNTT GTAW-
SMAW Lﬁ@ﬁqqumﬁLm'aﬂmum?ﬂu%umu@ﬂ'wgﬂﬁ@wﬂﬁ@mmwmﬂL%u@;qz\;mmmm

lan"aLnia crack 13a defect N kNl sz a9A

o

5.2.4 91U EUNITYI1UTI0 HAZ (Heat Affected Zone) 289iMANNA1 TMCP

1
[ 2 =

EH36 MAINIFTANTATWANIUAATULINNIZUNNIRANGINIUUITAN (Weld metal) wAZH

a

! ¥
o o A o A

ANNWTENEY aanARRIiLNUAREANATYBUT ATl

Kwon WAz Jeong (2023) ANEIKNATEINTZUAUNNTTaNALANASTWlL EH36-

v
TMCP WagWu41 HAZ 1e9iannatlaildsnsnmuanii® impact toughness 167 1u

|
{ el

UAINUANETZAU heat input Tael HAZ Spanumtiaaandiuuaidian wazaaulng Al impact
energy Iﬁ?%ﬁm%@glu grain-coarsened zone 38 zone ﬁa‘jmmumummqq

Qietal. (2024) WL ey heat input azifian1sasunlaelaseging
IANA Tu HAZ 1# wn acicular ferrite, grain boundary ferrite, granular bainite L) &

polygonal ferrite wazd1 volume fraction 284 acicular ferrite A ARIAIAZN AN impact
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toughness 14 HAZ anasiiuii ag1elsfiniu EH36 N1611 TMCP @1unsnsneAl impact
toughness &P Asuutas heat input

CANMET Minerals and Metals (1997), Xu et al. 18911491814 5U high-
strength TMCP steel luaniae low temperature A1 toughness 1w intercritical HAZ
(ICHAZ) ET\‘IZ}N mehummeﬁmmgqummumw mmzﬁ grain-coarsened HAZ (GCHAZ)
a1afeangALAEIAILAN inclusion WA microstructure AazesluTntlaansa taeviall HAZ
289 TMCP steel @ 11150in#1AMaNTR impact toughness anduwaidenaeundn du
N?£U1N1T normalized

TWI (n.d.) Elﬁil’m;l]@d’ﬂmm%qvlﬂ TMCP steel az# fracture toughness 114 HAZ
ANIUAN normalized LATAINITONUABNNTAR toughness arnnsidenlduanng T
gAAIMNITN B1AILAN input heat laigLAit A1 impact energy 189 HAZ azag luinaual
mmgml%muuﬁﬂﬁﬂﬂwﬁu%

Zhu etal. (2021) AnuA fracture surface LA WL31 EH36 TMCP steel &
ductile fracture characteristics WaZATAIN Y mﬁmzﬂﬂumiﬂ J¥ NN (impact tests)
R T e A T o

Samardzi€ et al. (2017) iladaanianutlasadielulnseadng WaladnAtyae
ATNAIUgaduly HAZ %IqLﬂuu?mma?ﬁﬁﬁyﬁﬁmmuqmmmwwﬁﬁmmlﬁ’muﬁ'
gnungRREensasy

m@mﬁLm’]xﬂuﬁf;i@ﬁ’lﬁé“ummﬂumguﬂﬂwﬁmL@ummmﬁfﬁ”ﬂ%\iﬁq
fqmmummLLm'?rmmiéﬁzuﬁﬁﬁqudﬁ HAZ 289 TMCP EH36 #&9n1sides fapeinen
AnuantlR impact toughness WRuazgeNIIULIEEN (weld metal) Wumaransdl §1pauns
microstructure WA ¥ heat input A8NILUNIZRAN wazinaae9 grain coarsening 1719 WAl
W INNANaeARABIILNATFIUGAAIUNIINANG

5.2.5 ¢AS A AN eI EanwMENNEN TMCP 1nsm EH36 wudasguiilu
LR luvANeINAAAT NN SR adas Tdun

Park et al. (2005) 31891U31ANAMNLI9LTIIU weld metal (WM) Sngandn

base metal (BM) lumannan TMCP Lﬁ@ﬁlﬁmmﬁ@uﬁﬁﬂmmﬁqzﬁq el HAZ HANAYN LN

1 v 1 1
InaAeumaNtas luLNNIainANWA softened zone AWALANLIANIL 1Y TMCP steel 1ia

= o [~1 . dl a da, dl i !
WIgueuiLwan normalized steel Naziiauf softened zone mmm"lmymﬂ
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1 <

Fukunaga et al. (Nippon Steel, 2015) Wu491ANLT9294 weld metal 11149

o o

‘au TMCP steel azgandn base metal atnafiudrAny udumnuilediuuaidonli
fracture toughness gal1471 offshore structure wazuuztirlfeanuuy filer #1950 WM i
%A1 hardness @anAaaInLANARIN1TANIWTEaumn

Njock Bayock et al. (2019) Anm1AanLia1e9 weld metal, heat affected
zone WAy base metal WU31 weld metal ﬁiﬁ@’mmﬁ‘ﬁﬂm SAW 2849 S355 Way EH36 MWiAn
AN LAY 230-250HV0.1 §9n91 base metal (200-220HV0.1) vantiae wazatlusysy
nondetrimental siapLWiTlen? HAZ

Wibowo et al. (2019) i:qdﬁzﬁ’ﬂﬁm@ﬂﬁ@u SMAW Widn SS400 (§1nLAgArL
nane1Kli EH36) LLmﬁﬂuﬂﬂﬁﬁmqmLL%ngmdﬁ base metal Talau

Atlantis press(2017) wudndmfunnsdenildwdanugs n1snszanasessn

microhardness AAAALLIIINIIBITE FaNATTAIAL TnaAAuudegegnagn WM Aaer
ARAINIY HAZ Lmzﬁ’ﬁqmﬁ BM

wuansAseiatansinetiududnlumnndr TMCP EH36 Anannuudeaas
uuidienuazLTan. HAZ %@;w’?}@ﬁﬁuﬁmﬁmmmL%mmzwzﬁmu input waLwWa AN
Ao WM Saanaudagega HAZ Andnring uaz BM sngn waidiinariy fracture toughness
uaz fatigue rasuuadenlulasairenualug %mumﬁmﬁmyummmmuﬁﬁmﬁqm

NGRORN

! 1
a

5.2.6 N1INLUINTONTLUNANNEY TMCP EH36 filian daensziaunns GTAW-
SMAW fin1s7a0faraaiileiden iy base metal atnvanysnl ldwugngu (porosity),
Faia1lu (inclusion), ¥aasaeuANE1T (crack) AsariUNARSE LaTdaATMUANINTFIUTEAL
ang fah
Ghorbel & Ktari (2022) s1891137lun1sdanmanndnlanseaiiedae
N3LLAUNTT SMAW-GTAW winALANnszUaunIsuaznisdmasfifullnudanivuen wu
interpass temperature LATANNATENATRNLTIITRE TN Ay lilAsea T anannnnA
anysnd lainy defect JulsauATIMNNZAMTLINUIATIAFI VAN

¥

Salerno et al. (2022) 14n13@N®1 macrostructure JBUATAN TIG WL 81

=X =

NITUIUNIIFTUNIBEFBUATAILAN current/polarity Ynees azldsasimanunsnduan §
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° ] & A = > , 2
pMANaNBITNINLHa A EaN LAY base metal Tnalsilinnsuandu (lack of fusion) 138
JNgU

Njock Bayock et al. (2019) A1 SAW joint 799LUANLNTA S355 WAL EH36
WU4IN19RENULLISTaN SaNALNNIAIMUANIIHInafIMNIzaNavdqeasiuniafing
W3, slag inclusion uaz defect 8y IhaeinsanysnlluszAuumnin

Cai et al. (2020) P2 1UILHaTUTUIBITULULLTANYTS interpass overlap N
ANIMNNZAN AxtTasiu defect 1szny lack of fusion wazdaalif zone LatuENUIENIN
weld metal filJ base metal #Nys0d

HANIINAADUNUNIARINITUITENAINNAIATUTUATITUI UINATLAN

4 e neOS g, ° o 2 _
NITUIUNITTDNUANNAN TMCP 2e19gnaasnialudumaumsasduanu, parametric setup

F [ A ~ « ra o o 1% 1%
LazANNAZaIAT8Y joint azlauuamannanysnl 1N defect 1Aty lussiulnseairaum
dl o o o ] 2 o ¥ o
n1a aduiladedrArysieangnisldiuuasanndaensitvesdaseainglugnaiunssumin.
5.2.7 n1sAn®IdNUIuuTeNTAadT SMAW Tutmdnnan TMCP EH36
Usenaumaalansaafravanlawn acicular ferrite (AF), polygonal ferrite (PF) L@ ¢

a ]

. R e Y Aaa = e o A
Widmanstatten ferrite #9821LT1IANATNNNENTNAR AN IUBLILAAANITRITINANA
IAIULTAN HALADAARAINLNAINUATENATEITL 11

Kwon & Jeong (2023) 3184 U3 1N19WTaNMAN EH36 Aag SMAW azLin
{As9a31e acicular ferrite a2 polygonal ferrite TudFununn Taseafraunanddaenuna
al [~ dl o 1 2% v v Y
ANHIUTELAZ AN Tad TN Tael af SataeAunIsaAnGIaLLL s I sne)
Park et al. (2005) WUANR1MFUMANNAT TMCP n19LA M acicular ferrite 11114
Ay wide HAZ uaz weld metal MAINI19L@ 8N SMAW/SAW L83 1NE8NTNAAIN
asAlsznausngluadmimion (1w Mn, Si uay Ti) T989L630 nucleation 189 AF

1%

Turnuluru (1981) szt fanms acicular ferrite geluuuaidesdusaulsdfoy
slumﬁ‘l,‘ﬁlﬁ\l impact toughness 1839 weld metal Ine1 994519 PF Lae Widmanstatten ferrite
finutiaasdaaiasiunnsmiesaaes microcrack

Njock Bayock et al. (2019) T uANEINITE L MAN S355/EH36 Aael
Submerged Arc Welding (SAW) AnulAsea$ne acicular ferrite WA e polygonal ferrite

BBl LazsrLanNain Ti Tu filer agualiiia AF i1naiv
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Radhakrishna et al. (2012) AN AT dadAlsenaulanstAusa
microstructure 284 SMAW welds 11 high strength low alloy steel Wu91 89AUszNaL Mn,
Ti, B luansidaniilufaa3unn9ine acicular ferrite a9nalaansamamIuniieonay A5
LINTLUNNABILUD T AN

Naffakh et al. (2009) $1891U4911AT94519 AF waz PF 11 SMAW 294 low
carbon steels {AINgaTRaTLAMNIMTEgIaTangn1T kg auIulunisldiuasa

Ramirez et al. (2009) Emmzﬁmﬂﬁ@mﬁmﬁmj WATWLGINITAILAN cooling
rate 5241974 solidification d9Nana13810s AF waz PF 1 weld metal Iagnanizli SMAW

Abson (2006) 1FANMUZINIIN1RRNLL flux LA filler NAUAINNITNA AF A

. 4 , (17 4 e e .
deaAAINNLALN brittle fracture WazUsULLagU property 289110 L%N”me\nmqﬂ@mm

N9 A acicular ferrite, polygonal ferrite WAy Widmanstatten ferrite Tunug
AN SMAW U29MANNAY TMCP EH36 N1918411 119113387 aanAaadriUIang19a19a4
PN ANAINTaeatUTRd gL sTnauAINa1 T LdINE 519 mechanical properties

dl 1 £ v [ % v
199D IAN (K11 toughness, strength LazAITNRAU fracture) TWunneiueuliangeadng
o :,/ d,/d? o o : dl dl = ¥
RN NeatauiuedAlsznataed filler, flux LAZAN12ENIEANNLARN LT
" r{ U 4 dus
5.2.8 A1NNI12ANHIDNUIN WUITaNALFAINNTZLUIUNIT GTAW+SMAW T

¥

WMANNAT TMCP EH36 Usznaunaeingaasng pearlite, ferrite, was bainite Inaifiagrilsznay

! =

Mn, Ti, Cr anlaiaeflans TeauayuAIANmlaquasautiFidanagi] 199uuaimes

1
Qo ¥ o

foasdlfsunstuduuasisuanemideiifeadadn iy Tdun

Kim et al. (2015) Ans1 microstructure ‘umiﬂﬂﬁ@m EH36 ﬁmuﬂizmums
FCAW uway EGW wun97inA pearlite, polygonal ferrite, grain boundary ferrite Wa¥ bainite
Tunuiden tneFunnaes pearlite La% bainite FAndwileld heat input zgq%u WAZANTLARN
filler 7181 Mn, Ti, Cr aatqelWifin bainite wav pearlite Tudndufidednis degaaifinaany
wilaauaz tensile strength 2aNLLUA L'éﬂlm\l

Njock Bayock et al. (2019) 189731 lUWaNNaN EH36 fidoudae SAW az
alaseadrananme polygonal ferrite, bainite way pearlite 11 weld metal Tagi/3uou
bainite a14130L LTI R1E heat input vi7a filler L@Wﬁzﬁ'lﬁmﬁm alloying 419/ d9g1)5u

AN toughness 19uLLTAN 19T
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Ramirez et al. (2009) ANHIBNENAVRITAILEUAT (cooling rate) LA
89ALUTZNAL microalloy 68 microstructure 1093081383 low-carbon steels w9131
heat input Lﬁl’ﬁ (mﬁﬂu GTAW) d1ualsiiia microstructure 11 bainite Wae ferrite mm%u
Taeiannz@ndl Mn, Ti, Cr a1naanide

Fukunaga et al. (Nippon Steel, 2015) Wudﬂm@ﬁﬂumﬁﬂﬂé’ﬂ TMCP EH36
&8l flux-cored wire ¥3a TIG/SAW azvinl¥uuaidanil bainite/ferrite 1lulasaa¥1aisiis
fauriu pearlite danaRma fracture toughness WaT mechanical properties Tngigas

Zhu et al. (2021) AaNsiN91 microstructure 11 weld metal 194 EH36 144013
FenaziRaauiulunm alloying element 11 filler kazn1sUiunisasuANAINLIEUAL
wasuutlasdngiuaes bainite, pearlite, ferrite 1AMTANNARINITANUANTRIEINS

HANITH mw@ua@mﬂiuumﬁ@u GTAW+SMAW ﬁwu pearlite, ferrite,
bainite wazN15H alloying element &1 Mn, Ti, Cr 114 WM2 M’ﬁf‘“ummﬁumam@ﬂwﬁﬂ%\imrw
NV GLTINIIIGL BRI T T IINEY ﬁuﬁudqm@ﬂﬁ*uwiqmmﬁﬂm, heat input WAZBATEUAY 111
nalndndeyfiaaunn microstructure 89 EH36 Winnnzautuaaafasnisdaminuay

A9A1 toughness Ngaluuuniias

u
1 2 '

al R al 1 £ U a =X dl [~3 v
5.2.9 NINANHINNLAIAINIAUANANIGIGALITIN NN AT AN UBILAANN AT
TMCP EH36 Mi@aunael GTAW-SMAW La2anadasingsqa i arinsaanldanniuqidan
ADARRRILAZIATUNNTATLAYUAINIUIRE NN TR LR ENATT
Kwon & Jeong (2023) 91819714910199A residual stress UUIRETAN EH36-
TMCP #2835 Hole-Drilling 4a¥ X-ray Diffraction WL41ANANLAUANA19gednazat lugaa
weld metal In4 fusion line uAYaAAIBEINTIALETIENE base metal TIN1INTLANFID
. dgl o . dl £
residual stress AUNLNTEUIUNITLUAL heat input et
Xu etal. (2012) Anwn residual stress b1 steel weldments Ta g ld neutron
diffraction WL31AMNLAUANATNULIL tensile AvgIgATLUILTaNLAzanA1a9 1l HAZ LAy
base metal 349192111135 GTAW, SAW %38 process AU 7| ANHIUTNITANTZALLD stress
¥ o Ad”
ADAARBINLNUTN
Liu et al. (2014) NUNIUITIUNTTNINNITNTZANLAIUBY residual stress b1

TMCP steel nA9LTaNu1l9EU494AUFI0L weld center anasIALLLIL steep gradient AX

& 4 = v
TLUENWANNLUIILTAN smLﬂugﬂLL‘i_lummgmlumumm‘lmqmw
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Pandey et al. (2014) AbAT12H residual stress 1@ FeuRe LY numerical
WU IHNNN98AAU4 residual stress ABZIZAT fusion line UATAREINANNUUILTON AR
pnaslu HAZ uazsingail base metal laidnazldnszuaunis FCAW, MAG %38 hybrid

Njock Bayock et al. (2019) EUFUINATANNAUANAIUAIN1TTEN SAW T
WAN EH36/SS355 anadatinaiaudnann weld center lUea base metal 1391 residual
stress HAATYAa fatique life uazANLTUTNTEIZED

Watanabe et al. (2016) L&AIN199A residual stress kUl 3D Tusasnaa full-
thickness 189 TMCP steel 11 stress tensor component %qﬁ@mlu weld metal 71 fusion
line anav steeply LHaLig HAZ uaz base metal

HANIUATINITAIATUNITNAR DY N1TAIADY WA ANEUTULLY
m3alunaanndn Taseaing residual stress Tuuwa@anndnnan TMCP EH36 aziiA4agn7
weld metal/Autina9saeifian uaTAnFAdHIY HAZ 4 base metal 8819390157 gLlutLuLay
A1 magnitude MnuAINUIsEaanAdediudeyaa nawazuInIgIeAa1MnIy vinlide
o = . ~ oA A vy a a =
AUNLIAINNIIANE residual stress AAMNULTNageLas 19819810 lwanui AN IsnITax
TAsgaFreauna vy

=3 1 a al b b2 dl [~ b2
5.2.10 NANT3AN®I97 AN TALAE L UAT AN AUANANN UL AN IUANNA Y

TMCP 1030 EH36 (IA8an1euadanisidan GTAW-SMAW) azduRusAuA N Lda0sasae)
dl dl dl = [~3 d?J a a al a
denazlansgIu Tannuumeni ALl niu azinarnda@estidanua

Y Y £ oo 2, 1 (e £ = ~ & o o
ATTNLAUANANATNEIIGITU ANNIANMAIRAZLAUTANINTUIUT U UNNUNTY HAANET

1 3
o o a a

AU satiuayuaInadsadI AR INNEAN AT

Yang et al. (EWI, 2014) ﬁm:r’]fmmmﬂmngq (HSLA-80, HY-80, HY-100) nu

q

{ L
a | o a a <1

DH36 WU ENAENsEAND A LI LILUTaNINLTL base metal 9311 A NTIALAE
z v r =

JULAZAMNLAUANANEITY lneAnamunTuuitasanauaAiintuas s shrinkage
WAL out-of-plane distortion

Colegrove et al. (2009) FiAmsianNdNTuSs 1IN REEeN, 110 heat input,
fusion area, residual stress Wa¥ distortion 11 DH36 ship plate Taeua md’]ﬁﬂ@j\‘iqm“ﬂm
LmﬁmﬁﬂgﬂummmLﬁumvfmLﬁuzﬁ”uuuuﬁﬁmﬁﬁﬁmﬁmmm heat input WATARINNENY
RRIGIE 210 ‘EmﬂLfawﬁ:ﬂf]iﬁ@umﬁ’mm%’@uzﬂmdﬁ i1 SAW iilefieuriu Hybrid Laser

1178 Pulsed GMAW
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Cozzolino et al. (2017) ANMINITAR residual stress Wag distortion {11 post
weld rolling WU31 8 NNTRAaRAIANNLAUAN A9 lFat 19Nl s=@nBaw Tag distortion
pansadiaznagauasaniuluwa unan dnnsiindegiuay residual stress gegaaziia
sluﬂ;m‘ﬁ material strength of weld metal @jdﬂ'ﬂ”} base metal LAZAAAIVAINITARLATEIA

Yelamasetti et al. (2017) NUNIUIT residual stress wazA NTALAL g1 Tu
GTAW, TIG LL@zL?ﬁ@mwﬁwmqﬁu I ﬁLLm‘Eﬁu@;mm‘ﬁLLanlfammmmmzj base metal
at939A157 F9anaadl@uiuegN@aeA? Finite Element Method (FEM)

un AN NaATEaNaMaNE TR AL A NS TE M9 material
strength, residual stress LLaE distortion Tuwannan TMCP LL@tﬂ’]?L%@u%u@]\i L GTAW-

SMAW @29 aunann1sNd89uuai@an LilsINIn ANNIAUANANLAZIUNA angular

a 1 J o

distortion Az g3 In AN TAATILALAIA1A0947N numerical simulation (FEM) #n
¥ o dl = o 1 dl a
aanAfasiuNINWeinIsauANdauilsnisnalnuas thermal agnawinnzan dauizum

weniunnulun1sAnenil

!
=

5.2.11 NNTFLIN LN AR WITIFAALATUAINTL LW TN UL LN ANNANIINF T AN

Uy SMAW luidzesanin nsaaiman ANNuAsTesantiang tassadslulasuazuniag

' o

waznisantlymanAuanAwazanindeg feaaznisimunnuansineiue lugo

o % [ %

5-20% %u‘ﬂﬂl VA TOUAZANEUZIDINANIINAADY LALAI9BI9U] ﬂﬁﬂﬂﬁ‘ﬂﬂu@“’
(0] = [ o o0 o

ADAAADIT1
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N1SAUNLRILUN(Novel)

NNTITANLLLHNANTZUINY Gas Tungsten Arc Welding (GTAW) iU Shielded
Metal Arc Welding (SMAW) Huidannisuazimanannnliguantifinianauaziniaaing
AaNIARNdUNANEUALNINTeNULUAIANT E3BLAE 111 SMAW, GTAW, GMAW %38

Plasma Welding Adil

UANMITUASIWARNATVINIINISITANULUNEN GTAW+SMAW #ndn

NTUANUTRATBIABINTZTLINNT: GTAW HAuan17nlunnsdiansaeTany
= =~ Y  aa o Iy dl =

AZIBAALATAUNINGS ANNTAruANAINTaunn N lATaseaieqaniaiaziBanuay
anysnd Twanieh SMAW Hilsc@nsanlunisdniiiema (filler) aei19sndauazudausa
n171d GTAW Tusnnid@au (root pass) way SMAW lungsaiiastaslilasas@aniinanu
anysalgaivludelasaaiauaznarians

ArLANAd N FaulA AT GTAW THArufaunmuizantaratuanlfiang
data i luANFaUN LASUNANIENU (Heat Affected Zone - HAZ) RAUNALAN WAL AN LAY
ANANARAY NN SMAW Tunwnadalidefnfniismeniasiasiaanuniasalng laina
WAnmuFauazanuniuly

TAs9ain9aan 1Al ANNAZIBEALAZIMNNZAN: NITaNLLLHANTIN 1 TATIa5Ng

A = = . o « = < o ° )

2849708 TAN T ANAZIAEANTT TATAFUTANANNIUIAANLAZNIZAN AIAHAND F9EA
TN AN HEILA AN WIILINGINI NN U LN L UIUNNTONLALNTIB1A T AN
wsnyimuTnrasdananlunjuazainuliadane

anANNLAUANALazn1sALde: n131d GTAW FauAU SMAW dasianAans
¥ a; a U ¥ A a dgl le dl a o
Fauazannuininuld wazanTymiranuruanAzanisiadangaasdunuilaineuiy
NSTANAIL SMAW 158 GMAW tewatinginen asindadnufaugauaznszananinuiaulyl
ANAND
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