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This research is to study the factors which affect the welded cracking of the cold work
tool steel SKD11. The objective of this research is to determine the form and procedure issue in
GTAW welding process which actually got problem about welded cracking after welding repair.
The experimental design of 2* full factorial with 4 factors affecting the welded cracking, the
welding current, the welding speed, the angle of Tungsten electrode and the warming temperature
before welding were studied. The response was the percent cracking with limited range. The
Arcsin ,/y transformation was applied to the responses. The new data was the normal
distribution or nearby. The mean and the variance of the transforin data were independent. After
that the Box-Behnken experiment design were used to analyze for ¢ach of the optimum factors.
The result showed that the optimum condition for welding the cold work tool steel
SKD11 which can be used to control the welded cracking was the high of welding current 175
Ampere, the high welding speed 200 centimetre per minute, and the high warming temperature
before welding 450 degree Celsius. The angle of Tungsten electrode did not effect to the welded
cracking statistically. The confirming experiment showed that there was no welded cracking

appear.





