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MIA 4.1 HAAINATINMAITDI0IMDETT A1 F uazaisdidguesauiannuiuuilsves
v 1
AMINABDY UAAINAMITAATIZHAIA LT 2 ¥ila WilnanTznudeauiianiena

AMUANNIAY 115979g9gA (Ultimate Tensile Strength) 108 1460A One-Way ANOVA

Tests of Between-Subjects Effects

Dependent Variable:Ultimate

Type III Sum of]
Source Squares df Mean Square F Sig.
Corrected Model 17181.701° 8 2147.713 37.788 .000
Intercept 6195884.317 1| 6195884.317 1.090ES .000
Speed 2532.112 2 1266.056 22.276 .000
Mutipass 10078.516 2 5039.258 88.664 .000
Speed * Mutipass 4571.073 4 1142.768 20.107 .000
Error 1534.565 27 56.836
Total 6214600.582 36
Corrected Total 18716.265 35

a. R Squared = .918 (Adjusted R Squared = .894)
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%

Hednny

aanNaAnI1nN (Yield Piont)

MINN 4.2 UAAINATINAMAIA0DIDETE A1 F tagaisd1ayvodd uiannuRuulsves

a 1w g’; a { 1
NSNARDILAAINANTAATIZHAR Y TNG 2 Fila ﬁﬁwﬁﬂig‘ﬂﬂ@]ﬁ]

auian1ena MuUANAUITIAIgIgANgAnsIn(Yield Point) Tagld

0@ One-Way ANOVA

Tests of Between-Subjects Effects

Dependent Variable:Yield

Type III Sum of]
Source Squares df Mean Square F Sig.
Corrected Model 5384.940" 8 673.117 21.416 .000
Intercept 3257248.466 1| 3257248.466( 1.036ES .000
Speed 251.859 2 125.929 4.007 .030
Mutipass 1333.529 2 666.764 21.214 .000
Speed * Mutipass 3799.552 4 949.888 30.221 .000
Error 848.638 27 31.431
Total 3263482.044 36




50

a 4 ann [ v J a a 1 [ a 4
MIAATIEHHILURITe1dUWUT (Interaction) H30DNTNATINAINNITNAADY HAIIINNITAATIZH
[ o 4 o 4 1 1 H
ANNFuR U VoIl s MIA1SZ D UFINYBIANUIAUITIAIGIgANgAATIN  (Yield
. o < A an A 9 ' Y P
Point) tena1uszauveanNnuE lumsiyey uazdimawoudeunud dewalii ldawanis
A A A o A ] an A 9 A A
nAneINgINga Ao ¥1MsFoudOUNLIID B (Method B : 1uafl 1 1¥a7a1¥ou ER 708, 1112 2
. . . ) o
Ia1aaeu ER 70S, uuai 3 1¥arawen ER 308L) TasldanuE1ulumsdeui 365 mm./min

[ 9 = d‘ = d' d' d' 2 1Y d'
WUNANMVAULIINFIFANYAATINNUAURAYGINGAN 318.82 N/mm (muﬁm'lﬂugﬂw 4.5)

Estimated Marginal Means of Yield

Mutipass

==== Method A
= Method B
=== Method C

320.001

310.009

300.004

280.007

Estimated Marginal Means

280.009

T T T
350.00 365.00 380.00

Speed

Method A : 1129 1 19a2a1iou ER 70S, 1uad 2 19a2auion ER 308L, uuaii 3 19aaion ER
308L

Method B : 1112t 1 19anai¥en ER 708, uuaii 2 19aaien ER 708, uuaft 3 19anaien ER
308L

Method C : 111271 1 19aai¥en ER 308L, uuadi 2 19adaien ER 308L, uuadi 3 19aaion

ER 308L

q‘ Aa Aa 1 (% d' d‘d 1 Y = d'
51N 4.5 uaaanstonsnasy mmmuﬂﬂumiwaumJwammmmumamqqaﬂmﬂmm

G Q Q

(Yield Point)



51

A d o A Al Al
4.4 mydnnzhitedslumsiveniidinanemsilaeunladlassadisgama

(Microstructure) HasNvinIn(Macrostructure)

4 ' A ' < o o w = a
TumsanyimansznunMIron TareariassnNurannams uoudmnuvanna 13 aily
9 ax A a . A~ ' = Y
A0NTTNITMIFOUNN (Gas Metal Arc Welding :GMAW) Nimagemsdasunilaclasaiig

A [ A Qy Yo 9 A o Y )
amn wiemsUSuanmmnsu e langdunulasuanuiouanmadonazinli lnseaiig
0017 (Microstructure)llae W1iN1A(Macrostructure) 15199 Fusion Zone, Heat Affected Zone

- 4 & 4 v 4
(HAZ) uag Base Metalinamsilasuniasdanisnlasunlaslasainegamarzuaainai
UANA NS UANNAIUMUMIAANTOU tazauiianienad luma¥en aIuNauNIIAlv
A d' ) = ) & A
s1qlusesyounzannson)dountlaclddremsanu Inseadwganinvenile Tanzsonyou
3 9 aa A Y1 I A o w A I 9 Aa A
manndemuadesamuilan delainiluGesdany iesnnmanndismuageemmuiani
' A A a 9 v Y
HIUNIZUIUMSIToNIUUHasNazaell Tomaina Inseddwgania ldnareguny 11998
o w A o v & A a 9 ~ ' o A ~ A
dag i ldite Tarzseareuil InseaieganiaNuana 9y AedIuHaumMualveile Tans

A g A oA A A D) A v
I0ULYON ﬂ$uuﬂ@uﬂ§]‘U@]ﬂ’]ﬁlﬁ)’@ilTJ5$fﬂuiaﬁgG])'uﬂclﬂﬂﬂ’Jﬂﬂuﬂqﬁlsﬂﬂuﬂ?igﬁﬁuWﬁuﬂqﬂ

? A

= a 9 1 A ax A A A Y 9
Lﬂmlaﬂam%uﬂuu € NOU  IWBIADNNTTNIDNITITOUNIHUIE AU LWﬂqﬂIﬂﬁﬂﬁﬁ']\ﬁ!ﬁﬂWﬂ
dy A Aa <3 Y Aa A A =
ﬂl@ﬁluﬂjﬁﬁgﬁﬂﬂlsﬁﬂﬂﬂﬂ HAnNNANT@A U TINUUAANKNIUNTSUIUNITIFONLLY GMAW U
Y ] o A Ay o a Aa < )
ﬂ”liﬂlﬁlfllﬂﬁﬂﬂﬂ'G]‘JJ’U’E]W'GﬂﬂﬁgﬁTEJﬂJmZVITﬂTiLGH@‘JJ LW'E)‘]J'E)QﬂLlﬂWﬁLﬂﬂﬂﬂﬂ“mﬂ‘;})’ullﬂﬁquiﬁiﬁ]u

3 o v 3 v & a J o
nnanzinadeundignsonan llluteinTang 18 duivamsoasdwanmsinszvidate

v
a A

Tumsiyeunlinanenisidasunlaslnseadrsgania(Microstructure) AL NHAIA

Y
(Macrostructure) A4§ o i

Fusion Zone
Base Metal Heat Affected Zone

517 4.6 nansanymz 1nsedd19unn1A V5190 Fusion Zone, Heat Affected Zone (HAZ)

11y Base Metal



52
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