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HONTZNUYBINTZIUNISINENTIN (Gas Metal Arc Welding : GMAW)

AsmaniRmdnndwan AISI4140 Admumisyunda

Effects of Gas Metal Arc Welding Process on Properties of
Alloys (AISI4140) Steel Hardening
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Abstract
The objective of this research was to study the Effects of Gas Metal Arc Welding Process on
Properties ofAlloys (AISI4140) Steel Hardening The research was a Factorial Design experiment which had the
following interested parameters: welding current, welding speed. This research was done in the following
aspects: welding current and welding speed that the hardness rate results which were at the .05 level. The

relation of Tensile Strength found that the main effect which had an influence to change was welding speed.
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This Main purpose of this research was to study Microstructure which height welding speed and low welding

current which had the effect to Ferrite and Cementite
Keywords: Welding Parameter,Properties,Factorial design, Alloys (AISI4140),Hardening
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AN 1.2 ATNNTAUNT umim'nuuﬂﬂ]nuaammufmmﬁdummanm

Tests of Between-Subjects Effects

Dependent Variable:Tensile
Type Il Sum of

Source Squares df Mean Square F Sig.

Corrected Model 476615.876" 8 59576.984 15.002]

Intercept 3163470.961 1 3163470.961 796.612
Jcurrent 178147.700 2 89073.850 22.430 000,
Ispeed 112285.697 2 56142.849 14.138) .002]

current * speed 186182.478] 4 46545.620) 11.721 .001
JError 35740.430 9 3971.159]

Total 3675827.267 18

Corrected Total 512356.305 17

a. R Squared = .930 (Adjusted R Squared = .868)
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