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SnEwamn¥eudounnIveanszuIums GMAW e munimnisiseulanzalayiia

senamanndimsueumpumdnnd ¥adiu

Influence of Multipass Welding of GMAW process on Properties of Dissimilar Weld
between Carbon Steel and Stainless Steel
w3 funsssy’
FuAdy riuazen”

Aniso ufudona™

unfiate
nsfnans3ioaded fitnquszasdineAnuaninamsdeudounuivesnsziums GMAW
Aeauiansideulanzaewinsznihamanndmiveudvuminnd Baiiy deautidniena Amaw
Wunssiagega Jedoi1Flunsnudsolszneudan mwd lunsdeuii 3 sedu fe 350, 365 uaz 380
mm./min. waz3Emaeudeuunni 335 Ae A, Buaz ¢ wams3somui ledoR 14 unsfnumia 2 vile

finansznunsauiainana Aunamiduus sAsgega st nihivdigiissaunrmdodu 01
o o a a 4 s - aa
MmidAy: sntwamaFeudeuuuy manndmiveudumannd oty / mniinana

Abstract
The ob

3

ives of this r h were to study influence of multipass welding of GMAW process on
properties of dissimilar weld between low carbon steel and stainless steel of mechanical properties in tensile
strength. The parameters employed in this study were consisted of speed at 350, 365 and 380 mm./min. and
multipass at AB and C welding. The results revealed that the two factors were affected to mechanical

properties for tensile strength and yield point at the level of .01.

. 14 - a a - -~ 4 -
ningaiagmaiganmassuuvmiadia mviininnssugaamms unminodomaTuTatwssveund iy
“ 58aM0AI1913d A3, NAINAIMEATEATIMNIS AuzAzmaaiganmnssuuazimaTuTad uniinordoma TuTadws:
seundisngi
. < - v > - - -~ -
TOINTATINGG AT, MAINIAFANTRTGATIMMS pazAImaaiganmnssunazinaTulad ywiinodenaTuladns:

veunduyd
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1. umh

Hlagumanni ey ldfusdunfuenuazunsnan iesninigauemniafien 1w daow
Anmudensianieuldd  rmuds miluaznudegumgiiqe  deuldlugramnssudng  wu
gaamnssuems 15alWih Tssanundl qnmunﬁmfﬁuﬂlasmﬁ unzgatmnssumssuds udu
mannd Waiuivmotszm  Teouanseduhlnndousoumand  Fiiinasiertalnsandiegann
quanniaFnauazms ¥ Fwmmmmnselunsdenvedaznguiuandetuday

dnuninndimiueudt (Low cabon steel) Aiiulanzitonazivmumiuaugamnssuit
Aeadesiulanzifouymiszn  WwdnlansinenudeinTansiemeeniin  Saeghulszinmmdnndn
(Steel) 19uIALINU uAdasAIuAnA1 U tududunmumanivess e uiledouazianinasn

oodd K . v 4 e
athamiisii W Tansaaesiiquanuazuazgumnifuansisiuy

TunsidouTanzanwiiaddaety (Dissimilar) Tnsmwzminnd Yoy nndeudermd
fumanadmiveu finsl¥ouhanalizm wu sudnandesinina MTUZVTIAIUAUTOIAY
wmms 4 HavINAIMUANAeAUetRAWEY T cufAmana dauncmund] Tnssadregania
mmnsolunsdomanndeu uazammmsalunsideude Tansvaaes ufeyaisuduvesilam
'7in:mum'lﬁmnmumtmﬁannéuqanszmunmv?nﬁnmsméau msuandmduiieansinan
unnsefuvessgHey ninalasdoumluddaunsanaiu8umanng ety suddeansinnaln
wwaqn15u'ni'vmmqms'uauﬁmemmﬁnnﬁmﬁuawﬁa{uaéwﬂﬂs:ﬁninm auldnssnnaen
qungligeinasinmsdey nsialassadianimulniludiuvearanndiniveu dunauindas
nsbusveslanzau ﬂnamun'nummm'lumsﬁﬂvmaaTnn:niuvianmmi%un‘lﬁdtifaiaa'[:m:
g Handnn& iy waz minndimiveu Alimmuanssiuedaduids e nauiAnnsnm
vealamzamnimeshimiloufy  anfusaswenenieazRousemnluglvesninmunsalums
Suusunodn q sudedsiimanishigegnsldimiituen  wazdulszaniammednnam
AlneAfuvenBafius i q

nAnuselunfaiithuinsAmndnfuranszmusesnmdeuninnsideudananents
nlﬁuuuﬂmluszﬁuqnmmmTﬂsmé’mmzunﬁﬁnunnﬁlﬁafu'luu?nmu?nm Fusion Zone, Heat
Affected Zone (HAZ) wazBase Metal launmfmusiminlsiidenasensn@ownlaslumsdonlums
UfiRaudente  mmdalumsdon mmusuen waslnensae™ Taomsdeumdnnd

arveustumannd Wity faonszuauntselon Gas Metal Arc Welding (GMAW)
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2. Yagilszaen
a a A a « wa
eAnnansznusnEninansidendeuuavesnssuaunisidouiin GMAW eauiiAnts

iWou Tanzanaiiaszniamanndasueudiumannd ¥aiiy Aunimuduussiagega

3. 3Emsdutiun1side
3.1 Faq indesileuazqUniallumsive

indnsiie uazgunseli 19 lunside fisail
1. 98 uilBy CIGWELD TRANSMIG 400
2. infesdnuiauudunssiudaouenes SHETANAKA KT-SN
3. 1n309MA LiLian
4. 1AT0IMANBUNSIAY Shimadzu Autograf {u AG-25 TB
5. ndeaganssemi (Microscope) iR 1az1Bun 395 x 515 Aina
6. 1A3DaTARMI (Polishing)

Sani19luns3de
1. mannd13aily AISI 304 vuIR 100 x 130 x 10 mm.
2. Ann& 1S uBUAL AISI 1010 ¥4IA 100 x 130 x 10 mm.
3. a2ni¥BY ER 308L ¥1IAAIA 1.2 mm.

4. 22A139Y ER 708 Y147A272A 1.2 mm.

32 mandsuaiden
nwdnduianiudedenszunsdeuniangy (Gas Metal Arc Welding :GMAW) tRofiny1
auliANIng  NIVATBUNSIAY UaZNTINANEUAIMLEA AR MUARIINASE I American Socicty of
Mechanical Engineers (ASME) 2001 Edition Taofisuneulunsedonsuanimaasa feii
1. Aaiinnd 1ol AISI 304 ¥R 100 x 130 x 10 mm, 1nndemayuiBss 20 §1uan 18 3y
2. Aamdnn&inriueud AISI 1010 911100x130x10 mm v amauiBss 20" §1uan18 Fu
3. WewlszneuSusmuudesu (But Joint) taxvintmsdendauinaia-the Fauaelugaldi 1
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mEnndvmvousd
Als1 1010

mBnnd 18 el

AISI 304
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o

N
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i1 wamsnsuInwhanuas uaasmsNai-edoudumannd

3.3 M3ednuUUNINAas (Design of Experimental)

aw J’ﬂ av a » 4 q9 a  a a
TUNBUILUMITIVUFINATDY (Experimental Research) 1“8114ﬂ'ﬁ‘"ﬁﬁf)iﬂ?:lﬂﬂﬂu'ﬂulmu uizuy

o a a ' od 4 o @
muldmsmuquanmnisel dunls wiesninadn q fifedes iledunaniedana Usimanaam

¥ 4
AuBue uazeusadanszign q uaznadenldwasn swdiuileenuuunisnaasiuuuy 2 fedy i

; ; i " ] =
wilsisinnuaulandnuiiinadeautianenausouseasen  waz maldsunilaslnssaduSuses

& - ' 4 o o 4 4 J
1%9N (Weld metal) uazuinmniznu‘}'au (HAZ) 'lﬁ'un mmt?’)wau AnvarFumayendeunun Fn

> o ° 3 P ' v :
wesiledvszneudin 2 seRy  waziimanaaesd 2 aTeddiuduMINAe IR 19N 1

AWIINIAINTIUYAX NN
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AN 1 UAANHUAINITODALLIUNTINAADY

i alunniden madeudeunna
mm mm A B c
§ § 2 3 5
350
2 1 9 15
1 4 1 6
365
2 17 14 10
1 12 7 13
380
2 18 8 16
NS
4 4 y 3
A: uuIN 1 a2AL¥eU ER 70S Wire speed 3.8 mm./min., nszua’lv 210 Amp.

uui 2 aanifen ER 308L Wire speed 2.5 mm./min., nszia’w 160 Amp.

UuA# 3 22R18eY ER 308L Wire speed 3.8 mm./min., n3zie' W 210 Amp.

B: ll'u’ﬁ; 1 mmi‘mu ER 70S Wire speed 3.8 mm./min., n3zua’lv 210 Amp.
umﬁ 2 mm%an ER 70S Wire speed 2.5 mm./min., N3 suer'll 160 Amp.

a4 4
(LI 3 AIAYOY ER 308L Wire speed 3.8 mm./min., nszia’lW 210 Amp.

o 4
C: LU 1 a2AL%eu ER 308L Wire speed 3.8 mm./min., nszua'l 210 Amp.

4 4
119 2 AIAFOU ER 308L Wire speed 2.5 mm./min., NSEUT W 160 Amp.
1177 3 22ALFEY ER 308L Wire speed 3.8 mm./min., nszuerlW 210 Amp.

RN

1

I

; 4
i 2 uanaditmsFendeunn
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3.7 MIduduMINAana

1L Wudualsnisiden (et Up) 1wy nszuariiFen mmudalumsden mwidalumstlou
mnFou yuraden szuzerin uazdns N naveudonaqu Ar : 20 Limin Co, : 3 L/min

2. dmwarewiuaiousesun Wediadeantsn su muniniu i was samlsn

3. mesuanudentuduonis 1 6 (1570) Muususe M AN §uBasuaidasin

4. Gududeunni 1 mndudn vinumdaiua sullfugritusiudadumdndmmids W
ATIS 18 $u Beuadnldeo Wy it luemm

5. fnmideuuuai 2 MnusBasua swhidugeiuidasuamdndmnids Wasus 18
Fu Feuadadesauamudusaluenm

6. ymsFeunndt 3 vinurudatuay sllfugeiiusdasuamndnmids Wasuih 18
Fu FouaialdesWauamududa e

7. denffeusunlsmsiden Admlgiamssusausnsiden (set Up) T

8. n11ﬂﬁﬁﬁn1sl%u1ﬁalﬁufaumﬂumsmam Taonsdu (Ramsefi 3.2)
35 MINATBUTIA
fuduneulunswiondumunsmageuus e Sdwudunou feil

1. isummetesideuatwd s nare LR AMnNATEU ASME  Taold
Nnuwu'y

2. Fnversuanmmi I naull fomdesia Wire Cut Aiimsndedugani

i o a ' Y
HinTeanauuarerd s dunas Minnasnumi o umuivesua

3.
o - a d o & ¥
4. shnimadeuusArn IMuRunTsageuerh udufuiuiindeyaninmanadeu
» ¥ » i d
5. MININATOUUIIAM AN BTUABUITUTISUATLNG 36 FU
4. wamsivy

msfnymanszueNBnBnansdeudeunualanzauyiia seuin minndmiueud Alst
1010 fumaAnnBrcnauiace AISI 304 8200353538031 30Y Gas Metal Arc Welding Aocrusianianadmunan
RS 9RIQeA(Ultimate Tensile Strength) Tnoimuniledolunisnaae 2 ilafe aamudalunmidey
wazmdendeunn  vinmsmanesludenl§iant 185 usunansmaaes  emtmuianianald
FailAe MAMUAUITIAIGIEA  TAUNITMIAIYBIRANSTNUIINBNEWaNAN(Main Effect) Y09 u1sudnz
# uazlfisnduiuinieddninainiinteraction Effect) sznitdanls nisdiasizvideya vinwants
naneaniail Taoms ladaamszvdeyauuuusunnaassfae Tusunsunenianed Taoluntsinim
AMNADA uaziinszinamsmanes TneAmadan1gluntinszideyafie F-Ratio uazszAuAI

Foilu 99 % nefisziniodfy 1 % @ = 01)

M IIRINTINgRIIMNS 1215
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nnim1sﬁﬁ’1m]ﬂumﬂiioudoumﬁmmaé’mmmaﬁ’uuﬂﬁq«qﬂ
(Ultimate Tensile Strength)

vinnsmageumsusnusnlnd  FaeaaBluglit 3)  deriwaniineaewins e
HansENUABUTAN NG AuA RIS IRgarA(Ultimate Tensile Strength) ¥8anisideuTanzaiexila
(Dissimilar weld) szniamannd1¥eiiy fumanndimsueusdonssuiinsdoniin Gas Metal Arc
Welding(GMAW) w1 flsdendesuilsit 1§ lumsnanesiia 2 wiia Ao Anuidalunisiden waymsidex
dounn finansenusomuliniunadundnufiunssiegeqe (Uitimate Tensile Strength)atnintudhigi

v i s i
seAuAUEeu .01 A lumswn 2

21 3 nsmimanaaeumsuenusaln@nin A UG IR gaqR (Ultimate Tensile Strength)

AN 2 udAWasNAAedemdasz M1 F navAntodAguessimannuiunlsveanisnaaes
v ’

urAIHANITIATIRHMR IS 2 wiie AilnansznudemniAmanadiu AamiAu 15IAGIqA (Ultimate

Tensile Strength) Tag 1408/ One-Way ANOVA
Tests of Between-Subtects Ellects

Dependent Varable L/kmate
Type Il Sum of
Source Squares [ Mean Square F Sg
|Comected Model 17381 7OY q 214771y 37.788 03
5195884 317] 1 6195834.317] 1 O0EH 200

| Spees 232112 2 1266056  22.274 0

LRSS 12078519 2 50392584 88.654 200
Speed * Mutipass 4571073 4 1942768 20107 200)

1534.564 b 56,836

Towai 6214600582 34
Corrected Total 18716264 E: I

2. R Squared = 918 (Adusted R Squared = B94)

MRS M NIGASFUNUT  (nteraction)  M3ednEnaswnnniimanes  wdwninmsiesizd
aruduiuivesiaulsifenanlsznauuusewesn s sRegaga(UltimateTensileStrength) 10N
auszAvvesrnuE lumsidou uazdimadeudounns dwalil&dwansvanesiigeiiqn Ae hns
Foudouiuris B (Method B : uuait 1 1amideu ER 708, uuafi 2 1¥aaniden ER 708, uuai 3 1¥an

1216 MVIIININTINQAATHMS
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4 ; i T
@ou ER 308L)Tao1Amuda Tulunsideuit 380 mm/min wuhmmdunssdgegaiinundugadiad
441,94 N/mm' fananaBlugii 4

Estinrated Margirsl bears of Uiirmate

Method A : 127 1 1§aaaien ER 708, uuafi 2 19aamideu ER 308L, uuaii 3 1¥aniden ER 308L
Method B : 2 1 1aanidien ER 708, wuaft 2 19aaadeu ER 708, wuai 3 aaniden ER 308L
Method C : i 1 1aaaden ER 308L, uuai 2 1aaniden ER 308L, uuaii 3 14aanidon ER 308L

2 4 uamansiBninaia vesduslumsdeuiiinadenaufuusafagaqe (Ultimate
Tensile Strength)
s. apluansnaans

nuAnuHansznus InEninannideudeunun lanaemia s1msiinsizvienswandn (Main
Effec) wuh  fededmmmuiilunsdemasmadendeuinn  ranszmudenisidnuudas
AuauiAanIng AunnuAulsIRgage gty iisziunudeiu 01 myiesziunl§isn
FURUT (Interaction) ¥3edninasueinnIneaes wdamamsinseiauduiuivesiautsiten
ANl3NuUUYT90 A AUUTIAIGITA (Ultimate Tensile Strength) tenAWsEAUveIRIMIT lUMS
dou uagFimsdeudounns duwa i rmansnanesiigeiiqe Ae sindeudenunsis B (Method B
-1 1 Waamdeu ER 708, uuafi 2 1¥aaniden ER 708, uuai 3 Waraden ER 308L) Taoldnamisa

§ . oo
Tulunsi3ouii 380 mm./min wuhmanuduussnaqagaila unaugaiiqai 441.94 Nmm'

6. inAnssulszma
YBvaUR MAINATANAATAT AT W TInuidoma TuTadnszeeundisuys Inodumaiin
a o a da ¥ ¢ 4 a 4 o 4 P
MusInwW uaz Inndumaiauassisdu Hinseyasizviagesiie uazinieadnsn 1§ lunsian

¥
-

a
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