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rom, Py R
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mmLﬁﬂuﬂmmuumaawﬂsvmm 635 mm/min wasFunuviofithudemenintuiivunnidy
muﬂuaﬂmq 101.6 mm. (4”) anaun1s (3) Luaumiwu 1 ﬁammﬂﬁlmmmam 320 mm.
muummmLiﬁummuummammmmmawuulﬂ 2 50U wazanaumshi (4) uaz (5) 7
szeeinvesangaaings 4 mm. srerfnveawwadion 20 mm. LLaxmmm"Lumimwmm 2
rpm U anaunsii (5) agldseuvesangdaindasintu 10 rom Tsueieiideninde Nolnos
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Pitch of Weld (P1): mm

1 5 10 15 20 25 30 35 40
W2 (rpm) w1 (rpm)
0.9 3.6 0.72 0.36 0.24 0.18 0.14 0.12 0.1 0.09
5.4 21.6 4.32 2.16 1.44 1.08 0.86 0.72 0.62 0.54
7.8 31.2 6.24 3.12 2.08 1.56 1.25 1.04 0.89 0.78
8.7 34.8 6.96 3.48 232 1.74 1.39 1.16 0.99 0.87




9.4 37.6 7.52 3.76 2.51 1.88 15 1.25 1.07 0.94
9.5 38 7.6 3.8 253 1.9 1.52 1.27 1.09 0.95
10 40 8 4 2.67 2 1.6 1.33 1.14 1

10.2 40.8 8.16 4.08 2.72 2.04 1.63 1.36 1.17 1.02

w
(6]

w
o

N
(9]

N
o

[any
(2}

Part Revolute Speed (rpm)
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1 5 10 15 20 25 30 35

Pitch of Weld (mm)
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ITEM
ITEM NAME ITEM SPEC. | CODE NAME QUANTITY

NO.

1 4 CONTROL CBO3 1

2 MOTOR DC 24V 36W ROLLOR MOTOR 1

3 MOTOR DC 24V 36W TRAVEL MOTOR 1
RELAY "OMRON" WITH

4 MY4N CRI,CR2 2
SOCKET
TIMER "OMRON" WITH

5 H3CR-ASE | TR1,TR2 2
SOCKET
MACNATIC M1,M2,M3F,M3R, M4F M4

6 8C-03 6
CONTACTOR "FUJI" R
PUSH BUTTON SWITCH CONTRON  ON,SWITCH

7 TN2SS 4
"TEND" START

8 SELECTOR "TEND" T2SSR SL1,SL2 2
RELAY "OMRON" WITH

9 MY4N CR2-A 1
SOCKET

BWS0EAG 3P

10 MAINSWITCH 1
BREAKER 20A

11 DC POWER SUPPLY 24V DC POWER SUPPLY 1

12| LIMIT SWITCH "TEND" | TZ6001 LIMI,2 2

13 |LAMPRY.,G TN2NN - 3

2.2.4 S2UUNITINUAIA0819ATuaz R AN

Tuszuunsdaivdadinegnsdmiuadded danuvssaslunisaivaumsfiwesdmiudany

2997198719011

AWS

F1.2-92

ieliismsivedunnsgiunazanusarmanismaassly
Wisuilsunaannguideduld lneldiulsenaudnegusznausieg
1) Filter : sendulouiviodulewaglaa Faliduiuaudnans 305 dadwns dAunuIwiy

4.03+0.8 Alan3w/gnuiAniuns uazAosllaumun 13+3 Jadiuns ASTM C800-89

2) Air Pump : fipsiimnaannsalun1sgaliaingl 709-989 &n5/ANil uazaLN ST IUIIUAN

Asaule 3-5 40
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3) A9 : Aeelianullunisiad 0.01 fadwuns

4) ey : fewENNIaBy Filter wislanuduneuhluivdsiegsldngamafios-107 €

NEUYTENOUNABINTAUNINTFIUNLAUEWIDEN AIeladnmaunsalkavasiasyuuny
M54 3

dmu Arr Pump vieluanesiligaaiuazesdlanziirginnges (Filten asdipsiimdage
dieaneliiniuazestassanuinaeiadigiingedls  laensidrwvesinsesinnsivavesasly
viegeazylriusafuainiludneuanldanas Ssdndudoshnismaaesmduussansvesinnsesiivh
TWuseunnaseu (Pressure Drop ) Wasuulas 3dliinissiaesnisivavesennia fanisnaaedlu
U 11 dheviegavunn 300 fadwng 817 1000 fadwms wuediinnsesfilflumafofadaenis
via Wdnesuun 1 usah Aus950U 1240 rpm wuauings 305 Radiuns Tuiawanuuulunss
asnsngremArIuinsesldTiussiuanaTon 3.67i11 SedenndoanIINATEIUAWS F1.2-92
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M15199 3 N139nmaUnIallunuide was Specification Yo1gUnsal

ddu | Tegunsal | mnudesnismu AWS F 1.2 | Aidemnlalunuide
Wl
1 Filter Dia. 305 mm Thick 25 mm
Thick 13+3 mm Den;
Density = 4.03+0.8 kg/m3
2 Air Pump Sampling  Rate  709-989 | Sampling Rate over 709-989 /min
/min
AP = 367 inches of HO
AP = 3-5 inches of H,0
3 EORGR Sensitivity = 0.01 g G&G 111000
Sensitivity = 0.01 ¢
4 WU aansavheamgiildil 93-107 | awnsavigamndled 93-107 C°
CO




UM 11 nsnaaemkswiuanaseuiuludnesuwin 3 useh
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d' 1 o ¥ I L3 ¥ 1 1 a a a a
NsWeNsan13RAATUAYesaIN Chamber wWhgludnesldvieseusgiliieuvuin 300 Haduwns
817 2,300 Tadiuns Tumsweusieszuy Lielvssuuiuininiuiuazinnudaveulunising
NNSIEvioman

2.2.5 N15IATITHILUUNSINATUAZDBILANY

Winlinavesnuddsianuu e o ludslsunuilaannisin

LAY DO UIUNAVDIDVIONAVDIF

wUsTunszuIunsld NISWENLEZAMURLLUS NITIATIEINITUIAVRIANAMURLLUTINNANTIA

Dudsdnlulunsdniiunis 38n1s GRE&R wuu X — Rgnuszendldluniseduieseiuainudu
LUSVR95EUUNTIA WelElUskATY MINITABYIIN1SAIUNNTIATIE AL RAIUNANITIASIEN
wansnamalUll

100

Percent

50

& 0030
2
£ 0.015

£
& 0.000

Sample Mean
w
N
&

5UN 12 wafmwinanlusunsd MINITAB 31ndaganisiasenssuumsin

Gage R&R (Xbar/R) for MES Data

Gage name: G&G 111000
Date of study: 1/6/2555

Components of Variation

Reported by :
Tolerance:

Misc:

Todsaporn
0.01

MES Data by Parts

R Chart by Operators
Jukkrit Todsaporn

— ] |
Gage R&R Repeat Reprod Part-to-Part

N 21 e
YV N1~ N/

UCL=0.03432

R=0.01333

LCL=0

1 2 3 4 5 6 1 2 3 4 5 6
Parts

Xbar Chart by Operators
i Todsaporn

I

UCL=367.68

X=367.67

LCL=367.65

1 2 3 4 5 6 1 2 3 4 5 6
Parts

400

375

350

400 EJ ®
375
L E—
— —
* *
Jukkrit Todsaporn
Operators
Parts * Operators Interaction

400

Average
w
N
&

350
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Gage R&R Study Worksheet

Parts: 6  Operators: 2
Replicates: 3 Total runs: 36
Gage R&R Study - XBar/R Method
Gage R&R for MES Data

Gage name: G&G JJ1000

Date of study: 1/6/2555

Reported by:  Todsaporn

Tolerance: 0.01

Misc: %Contribution

Source VarComp (of VarComp)

Total Gage R&R 0.000 0.00
Repeatability ~ 0.000 0.00
Reproducibility  0.000 0.00

Part-To-Part 289.704 100.00

Total Variation  289.704 100.00

Study Var %Study Var

Source StdDev (SD) (6 * SD) (%SV)

Total Gage R&R 0.0101 0.061 0.06

Repeatability 0.0078  0.047 0.05
Reproducibility 0.0064  0.039 0.04
Part-To-Part 17.0207 102.124 100.00
Total Variation 17.0207 102.124 100.00

Number of Distinct Categories = 2377

NAYBINITILATIZHIZTUUNITINNIU MINITAB V 16

LanuNugiiaiuay R dmsuiinnsananauaudisuauaitiats wuiheidgegangluiiinaiunu
wanadAfinlaanssuumsindiauaiauef

2. Mdwasiy (interaction) ¥ INNUNINWIALALTUIUIALALNIITUITIINTINANADATILAAIDIATA
Fununialaendnanusazaulifniy 39a1u1501% X-Bar-R Tun1siwsiziile wianaiiladin winns
Wagumduauly wgliifaran1ansinfTuiugiinmsia
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3. Number of Distinct Categories: ndc Winfiu 2,377 waneinszuumsiafidnevhnisuenyssnm
foyaitaldeanidu 2,377 Yssuniifianuunnsineiy Gennuannsaluniswenuegldunt wansd
foyatilsnnnszuiunsialtussanumanuifudsvesnszuaunsle LaneINTEUIUNTInd
AasanURauANlIluN SWENLEENERANINNTEUIUNTT

4. @1 “StdDev” LAMIANULUIEUINNEIRIDE1WMAaRdlngAIUsELNUNUSEUNlARINAN
fide Tuiinuinenulesuunnsgiuvesdeyaiivaaeansdan 17.0207 ndu asluanudesuu
INTFIUINTUNUNAGDU 17.0207 NFU LazdlAulesuuannggIuYesssuun1sin 0.0101 3y

5. A1 “Study Var” 4anefiennnuwlsiuandssnsvaenssuiunsinilaannisoyuuas
Aog 1My sTUUATIYEIY 99.75% TuiiinuinAnuulsiuvesayanavanilal 102.124 a3y g
Jupuduwdsnnnszuiunisnds 102.124 nu wazdinnunusiuainssuunisin 0.061 n3u

PJUADTEUUNTINNANUANLUSIAYSIUYINAU +0.0305 NSU

6.

f1 “%Study Var’ azuanafannufuuusilefimsussifiunaiisufunnuifuilsvesnszuiuns
(Tv) vido P/TV Tufitwui daufuusvesnseuunisivssdiuldandeyatn wiriu 100 nu
s dumnuduulsanamvsuanszuaunskEn 100 n3u waziduanuduwlsannnIzuaums
3 0.64 n¥u (0.64%) Tnsutsoonduaufuuusonauesinnedan 0.05 n¥n  uazAudy
uUsanamgsusA2e 0004 niu

A “Variance” aguanafianauusUsn imneds “anufunusdonieluszang” Aldnain

7.
mai’mﬁwé’aaawaammLﬁmwumiéﬁaaammm@aiz a@
_ SS
Variance =——
DF

a5 & a o 2 =
IuwummLLU'siJi'mmnsz’J'agamwmum 289.704 A5y IU191NAMULUTUTIUVDY
a o 2 @ v 2 a0 v
NITUIUNITHNEARN 289.704 NTU™ LLA¥AMULUIUISIUVRINTZUIUNIFA 0 NSU (HAUDEUIN
WRWIgUNUNTEUIUNISHAR)

MNANLINEYDIANNLUTUTILATAES Tusmifedvessueisnslidmansenues
waedde  iflesnaraulsusdildinanmsinuugunsalinduatuazess  fildainnns
Usshwstuamzand  asfanudunusluiniindinn  desniduniseinlunisavauies
thwinannsUsznavgunanl uigngunsnifnduatuazeaduemafed davtilitven 6 an
Usgnauseaiuazessseuiaden 3 ¥a wagatuazessnmagaendn 3 Y uazagliods
Huspuu fedurranansoduuniFestesssduauiuudslunanuideld

8. A1 “% Contribution” WaAITaAMURLMUTIINAWMARY NdIHa sioaNuRuwlsIagI Wevh
a Y% ] = Py |y I A o 2 <
nsieuiuAnfesar wse % Flundnuhinanuwdsusiuimuede 100 N azluady
WUSUTIWNINALNIINATLUIUNTHER 100% UALAINNTEUIUNITIA 0% LAgAURUMUTAINET?
193N TIH 0% wazdn 0 % 119N3LUSATTER
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2.2.6 N1SATEUNITNAADILATOIINS LU

szuunstuteulu Dual Exhausts Fume Chamber InisAuiaifiaaduansnsatuns
wdeuiifuuuuanndedld Tne dannisdualugauaiionmsd 1 9u 9nmsUsznaugn
nuuadddsruuiefidmanu  Woansounssifunseiumunuiy  shlveusieiifndugiang
fifnfianas widsnsanansoldlumudesmenildedramnzay mnnsmaaevazlinaveinis
yaeossndegUil 13 uanswiunsdildnmsiarnieesats  fnauldsenty
naUsgleminnnaveaey  wasidsudumsmanny  awvilinisusudszuuiienadiese
Qe Bndedohdldi Uil 9 uansiissuuiidnaielusnannsaviaulfais

Ratio Design for Cladding Helix

P - Mator Drive min max Revolution (i)
il o r\ l f:_:‘_:' Part Revohution MNom el i 1pm 200  pm  Max Revolution Ratio 100
ﬂ . Lead Screw Drive Mm@l 2 pm 150  rpm  Min Revolution Ratic 0.01
Epﬁw!rfz-l
@2 5l
P2
Fveds Lead Screw Pich (P2) 4 mm
Pitch of Weld [P1): mm [ = = .
1] S[W[i5[a0[25]30]35[4]| F = F s
2 frpm) =1 (ipm] = + 3
0.9 | 3.6 0.72] O.36] 0.29] 0.18] 0.14] 0.12] 0.1] 009 i - E 3
5.2 | 216 4.32] 2.1 143 L.08] 0.65] 0.72] 0.62] 054 | & :: L
7.6 | 31.2) 6.24] 3.12( 2.08| 1.56| 1.25 1.04] 0.65( 0.75 g p jvo
8.7 | 348 6.96] 3.28] 2.32] 1.74] 1.33] 1.16] 0.95( 0.57] w it
9.4 | 376|752 3.06] 251 1.08 15| 175 1.07] 093] & 5 g
9.5 | 36] 7.6| 3.8 253 1.9 1.52| 1.27| 109 &.95|| © o 2 oo
i0 | 40| 8| 4| ze7| 2| 15(133]1a4] 1 {5 0 15 m I 3 3 1103 4 3 8 7 &8
102 | 20.8] &.16] 08| 2.72[ 204 Le3| 138 117 Loz Pltch of Weld {man) Speed Input Mumbes
Foed: Lead Scoew Pitch [P2) 4 mm =
el [rpm) az =
052425323334 35]36] T e iw
a2 {rpm) Fieck of Weld (P = = E :
08 4] 15[ 224 113] togf os[ 13 1 i:: EE
54] 24| 9| 795 675 6.55] 6.35] 6.7 6 = = F
78] 34.7] 13| 10.6] 9.75) 5.45] 9.18] 8.51] 6.67] oo i
8.7) 35.7] 14.5] 12| 10.9) 10,5 10.2] 2.59] 5.67| i ﬁ B
94| 418] 157 13( 118 114111 107 10,4 1 iz
9.5] 42.2] 15.6] 13.1 11.9) 11,5 11.2] 10.3] 105 o . Yo
10| 343 16.7] 13.8] 12.5) 12.1] 15,8] 11.4] 1.1 0% 24 29 32 33 34 35 35 1 0z 3 s 3 & 7T =
10.2) 45.3| 17] 14.1] 12.8) 124 12| 11.7] 11.3 Fart Rewalute Speed (rpm) | Speed Input Mumber

JUT 13 wiunumnanlianmyianmiivesass Mvyulaseu
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(%4
o

)
(%]

\
|

(mm)
3

K /
3 25
5 /
220 /
S
10 -
5 7
0 T T T T T T T 1

0.9 24 2.9 3.2 3.3 34 3.5 3.6

Part Revolute Speed (rpm)

JUN 14 Frnssuundnaiaduanaiunsayinaulaes

2.2.7 NM590ALUUNISARaSIUN5L Y

mATeilldnszuumsdon GMAW @unszuaunsAnenisiinntuazess Tnepdeadon
TIME  Synegic \JupSosiidvualild  wsedemuminzaufunsilouutanay  ng
s fweslunsiiounnasuansiamnseil 3 LLazg‘Uﬁ 15 LLamﬁagU%NLLuaLs?iauﬁLﬁmmﬂ
nsUSuasunseualunisidend 80, 160 uay 240 wout

o

JUR 15 sUsuuadendildnnmsdeusienssud 160 vuvewmanndASuauANLINUY 3.5

a 1 dl'

Tadwunsmeainieu ER309 Dia 1.2 fafuns uiaunagy 10%CO,+90%Ar
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Welding Procedure Specification (WPS)

Process: GMAW

Filler Type: ER309 (AWS A5.9) Filler Size: 1.2 mm

Shielding: Varies>>>>>> 100% CO,, 10% CO,,+90%Ar, 20% CO,+80%Ar

Shielding Flow Rate: 17 LPM Gas Cup Size: 15 mm

Base Metal Spec: SS400 Pipe Dia 125
Thickness: 3.5 mm Welding Position: Flate

Weld Design: Weld Cladding

Surface Preparation: Solvent Clean
Welding Parameters:

Wire Feed Speed: 2.6, 5.2, 8.2 m/min
Current: 80, 160, 240 Amp

Arc Volt: 17.5, 19.5, 21.5 Volt

Travel Speed: 30 crn/min CTWD: 15 mm

mm Sch

40

ad <
2.2.8 N1999NLUUITNITINUNANITNANDY

sULUUNITERNKUUNMIVIARRILasNSUNaRLARdluAsT 5 Tned uiuvesds
fogaluitlvindu 2 Wewinssuulinsihdnlas Jwihlinisveaeslidesduiedddiui
denegnanuin FBnsluwenindaglinismeaedluuguniuuuiay (Random) LitaliAINTs

NAADIAINITOREYDINIINHANTLTNUVBINITAIANHN)

TNFIeTeianveided Aen1sTudllatesEAurasmiuareamdmsile
N3zeegluUTUNISWeNVaIINNTeIsNETAEUAY  IHewniidelivszaunisaldunmiu
msiinszeegannslenaseduy  waslfufiRnudinsnaeuwuadenluwiuiiviule &

[d v aa [ v [ Y 1
L‘U‘Uﬂ’l’]llL“U'ﬂ%‘lflNﬂﬂ@ﬂwaﬂﬂﬁiﬂ’ﬂuﬂa@ﬂﬂﬂﬂﬂi%%?ﬂuag



AN51971 5 Matrix of Experiment

25

AstAudatndATuaraadsEnINenIsLdan

msLﬁnﬁaazhow?uazaaoﬁ'uaomﬁamnms

neAAT
iuiin | dniln ) )
) Aau N WAGIY iudnaay | ndARAY | Waee
Amp | A3 | #5333 | A523U iuntdn | Amp | #5234U M5IANU it
80 1 80
2
average average
160 |1 160
2
average average
240 |1 240
2
average average

2.2.9 NaN1TNNaag

HaveIRiuazeatlanzaINNIsWermIgaIn ER309 meufaunaauaisusulaeenles (100%
COp) Tusgninnaiden warnisnasvwiosgannisliounasniaitun1sdon uavhn1sgaiy

ATUALDBINEININNYADISN UaARIRIFUN 16, wag 17 mudiu  InguszasArasisnisiden
furtuazveasiivaandesyll Lie¥UIRESTRsvdoUNMTeY  viseR A es 1e)

N v a v dl' = g a Ao =] aa 3 a [ 1
ANTNLUIYBUNUNTAINTILTYDNNY R ‘?JQE]E)L‘LJ‘U?NV]ENI&I?LIﬂ’]i(ﬂWllWWi]G]ﬂiill@NﬂﬁT}

JUT 16 wandliiiuitnssuadonidvinalunsiinaiuazesdans lnensiiindu
Yosnszuadoniinalinsiinaiuazosaiiugy wingAnssulddudadunaengiunisnaaes
danaladn mafinafuavesdlunseua 80 wewd avilumidnegn 360 dadnsu 91nNsLouT

3 W9 waziudu 495 Naansu wWisldnszuadon 160 wautd waztian1TNTIUDE19TINED
Tunsaumenssuaition 240 woud TnednTuazeauintune 1045 nduvsatiadu 2.9 win
Waeununszua 80 waud wazuinnin 2.11 widaisuiunseua 160 waud
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Total Welding Fume During Arc with Cabondioxide Shielded
ER309 Dia 1.2 mm

__ 2000
S
o
2 1500
£ 1045.00
£ 1000 3 ,
2 495.00 Aede
oo 360.00 ' £
. 500 *® @ NIMAABIATIN 1
S * .
é B nMnasiaied 2
O T T 1
80 160 240

Welding Current (Ampere)

U 16 nsiinauavesdanylagiuseninnsweNnienseunenidienluli  GMAW
Junan 3 wiil uwiiaunegu 100% CO, lavzdowfis ER309 dunugudnas 1.2 Taduns

Ul 17 wanswavesnfuazessivasdoluuinansden dewuiUiinaiivasvaeand
SyBnaannIzLAToUIAYIY Tnemafiuturesnssuaioninalinisandsosn iy
avepsagluUinaiiinnniinisldnssuaden  dunaldd  msaniseguesaiuazesdly
nazua 80 waud axdithwiinegil 260 Hadntu wnmadendl 3 Wi uasiudu 280 Sadndu
doldnszuadon 160 uend wamAanisandslutiinaiiinnainnisidenmenszuadon
240 wend Tneiinuazessnndsegis 450 nfwvdeiidu 1.7 wiwdediuiunszua 80
wond uazannnin 1.6 windeisuiunszua 160 woud
Wefldudvesmsnndsmsifinszanevesniuazesslansluuiinumadesmenin

WuUdiludR (uuenéneydiinuefuivaeanmaiden) lunszua 80, 160 uaz 240
woud AA AU 74%, 57% way 43% MUANU
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Total Residual Welding Fume with Cabondioxide Shielded
ER309 Dia 1.2 mm

2000
E —kmmﬁlﬂ
©
2 1500 ®  mmeaespked 1
é [ ] mwmmm%ﬁ2
g 1000
bt
o 265.00 280 450.00
c
é [

0 T T 1
80 160 240

Welding Current (Ampere)

JUN 17 mainaiuaresdlanslaeriuivasndennnisideuneniidnlud® GMAW Wuna 3
W uiaunegu 100% CO, laneUouldn ER309 wduruaugnans 1.2 Taduns

FrSunsounenRinewianauyln  10%CO,+90%Ar  TRanIsinATuaY D
langAegun1s nuiwnlduveanssuaweuidninalunisiinaiuasesdlanglvinaidumieiy
funmseaumsiansuaulaeanlen  Iegn1siiutuveInsehadouiinalinisiinaiuazeny
LINIIHINL LLGiU%mmﬂi’uazaaqaguiiuﬁzéﬁ'uﬁLLmﬂsmﬁu TnedUSuuAININNSaUIULAE
msusulaeenles Mainaiuazesdunssua 80 wenl xliumineg? 155 Iadnu 91nn1s
= A ~ A & A a o A ] = 5 a a X !
WaUN 3 Ul wasiiulu 225 faansy walinsenatoy 160 woul warinnIstiuTuneng
saslunsdeumenszLaen 240 waud lnedntuazeouintuna760 nfunsatiudu 4.9
1 ‘ﬂl a U 6) 1 1 ::1' =1 % 6]
Wwindlawisununsewa 80 waud wazu1nnii 3.8 WindlawWisununsewa 160 waud

Y P 2 a = Y] ~ | a ~
wazHavesniuarosvaunasluUIMNSWeN Lanwisgull 19 wudUSIIi
PAINADINNLDNEINAINNTLLALTDULIULRLINU TngnSHNTUYRINSL LAY aUTNALANNS
anAsvesniuaresegluUSunuuinnINsidnseuaeusn  nsanAvegvetniuarensly
nszia 80 woud il wilinegn 80 Hadnsu NMsweNN 3 UM war 75 dadnsu Wald
ATEWEBN 160 WwauY  WaXtAnNISANANGLLUSUNAUNNINININNSDUMSNTEWATBY 240
& A w P = ) a A & oA A Y 5
LauU Imsmmuazaamﬂmqagm 640 NTUNTDLNLLUU 8 W HaguUAUnNIEhd 80 walU Lhay
11AN71 8.5 Windlawiguiunsewa 160 kau

LUa3Lsziumsuaamimﬂf-mmsﬂqﬂivmsmaqmuavaaﬂaw’tuummmsmam‘waﬂm
WUUDH LULIR ("LJi‘mmmnmqmimmmwwmmﬂmiwa:u) Tunszua 80, 160 uag 240
woud HA AU 52%, 33% way 84% MUANU
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Total Welding Fume During Arc
with 10%CO, +90%Ar Shielded ER309 Dia 1.2 mm

2000

1500

1000 760 —— Anad

500 29E.00 / @ NIMAREIATIN 1
155.00 y
Po B nvARRIATIN 2

0 T T 1
80 160 240

Welding Fume (milligram)

Welding Current (Ampere)

sUN 18 nsiinauavesdanylagiuseninnswennien1seuneniidnluli  GMAW
Junan 3 wiil ufiaunegu 10% CO, +90%Ar lavzUowfiu ER309 idurugudnals 1.2

RGINe]
Total Residual Welding Fume
with 10%CO2 90%Ar Shielded ER309 Dia 1.2 mm
2000 o
'g e E DA
© .y
& 1500 @  NINARBIATIT 1
E [ | ﬂﬁiwm@ﬂdﬁ%ﬂﬁZ
qE, 1000 640
S
™ 500 A
£ 80 7V
3z
é’ 0 ! T T 1
80 160 240

Welding Current (Ampere)

JUN 19 mainaiuarestlanslaesiuivasndennnsideuneniidnlud® GMAW Wuna 3
W uiaunagu 10% CO, +90%Ar TavieUauid ER309 w@uruaugnans 1.2 Tadwns

Lavdmsunmsideunenimeouianausidn  20%C0O+80%Ar  Mnan1siinATy
azoadavedeguil 20 wuhwnliuvesnszuaideniiEvinalunisiinauavesdlanslvina
BuRefufunsSeudsuiaasusulneenles uar 109%C0,+90%Ar Ingnsiiintuves
nszuadoninalinisifnafuaresaiiumy wivinaauazeseglusyiufiunndnaiu Tned
USunasninnisidenseuiansueulaeenles nisiinatuazesdlunszua 80 weut sl
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Wwwiinegi 190 fadnsu 9nMadeNd 3 Wil wazmiuly 300 Tadnsy Weldnssuwaden
160 waud uwaziinnsiiutusgesnislunisousmensenadiny 240 waud Taedatu
avaauinTude 670 nduvsawiudu 4.9 windlaweuiunsewa 80 woud wazuinndn 3.8 W
A o ) &)

Wewguiunseud 160 waud

WesiWudvaamsanaenisiinszaevasaiuazesdlansluuinanisiliounani

WUUDAAR  (USUaUmNAN/USUNUA T U aNAINNISTeY) unsewad 80, 160 waw 240
woud AU 55%, 60% way 84% MUANU

o ~ a a a Y] a ' a ~
HAYBIATUALERIIVAUVADIUUTINNSWON  UaRwRagunl 21 wudUSuni
PANTADINLDNTNAINNNTL LAY UL URLINY TRgNSNTUYBINTL LALLM LANNS
anAsvasniuaveseyluUsinanuinnINsidnseuaeun  nsanAvegvatniuavensly
nszua 80 wond azihiwmtineg® 105 fadnsu ANMTTeudt 3 Wil uay 180 Uadnsu wilely
A & a P a A A Y =
AsEwaaY 160 woud  watinn1sRNANNIUUSNMANINANNNNSTBUMENIELAR Y 240
vl Tnefiniuazeewmndnsegia 565 nfuvsaiudu 5.38 windlawieuiunszua 80 weud
WALIINNIN 3.12 WidlawWlsuniunsewa 160 waud

Total Welding Fume During Arc
with 20%CO, 80%Ar Shielded ER309 Dia 1.2 mm

- 2000 ﬁ'ﬂm?ﬂlfj

g o mimmmm%@%
.o 1500 .
= B nmaaedafan 2
£

QEJ 1000 670

3 4

‘?:D 500 190 320

5 -

w O T T 1

3 80 160 240

Welding Current (Ampere)

sUn 20 nsiiinaduavesdanylagsiuseninnsiWenniensieunenidignlulin  GMAW
Junan 3 wiil ufiauneau 20% CO, +80%Ar lavizUowfiu ER309 idurugudnals 1.2
Tadwns



30

Total Residual Welding Fume
with 20%CO, 80%Ar Shielded ER309 Dia 1.2 mm

2000

'g —ﬂ-ﬂ"uﬂﬁlﬂ
.g’ 1500 & nmeaesAied 1
E | ﬂﬁiﬂmﬂﬂdﬂ%ﬂﬁZ
o 1000
€ 565.00
S
°
ool - |
80 160 240

Welding Current (Ampere)

JUN 21 maieaiuaresdlanslaesiuivasndennnsideuneniisnlud® GMAW Wuna 3
W uiiaunaga 20% CO, +80%Ar lavgUauiu ER309 iduruaAudnan 1.2 Tadiuns

dvBwavesnszuaden  wazrlaveswfaunagulunmaideniinansenudensiiauinaaiu
azoadlavieiia MsiiusetimasnaINSdon etuinTuiifintuiaun wasnsiiuiioganiy
avoafinnAg w’%aﬂqmzmﬂuu’%nmﬁau [fiofUsruiAnawesnsdinsvaeuTiull  wananns
LU%ULﬁ&JUMgUﬁ 22 U@y 23 Auaay

Differential of Total Welding Fume During Arc with Various

Shielded Compositions ER309 Dia 1.2 mm

1000
C02 100%

=0==10%CO2 90%Ar

=li=20%C02 80%Ar

Welding Fume (milligram)
3

80 160 240

Welding Current (Ampere)
sUN 22 BvsnansiinaiuazeedanglagTiuseninndeunlIenSieuNeniIdnluin  GMAW
< a AL o ~ 6V ! a a 1% 1 4
Juna 3 Wil Muiunssuaenunasiiarieuin laveUowdn ER309 iduruaAudnans 1.2
ladluns



31

Difference of Total Residual Welding Fume with with Various Shielded

Compositions ER309 Dia 1.2 mm
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NANIVAADUTBEzdAYNINETAnIETERU HoasdiAsy 0.05 WUU Two-ways ANOVA UandNa
yosnsifnafuazesdlassiandviswaveansuadon uazviinveafaunagy uarszAuNTANANS
vosatuayenilany An1197 6 uay 7 MUAIRU HanIAIMEHI EXCEL 2007 NUIMWAYeINTTIE
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A9 6 NITAATIEVALLUTUTILNDTUIAIMULANFATNUDITEAUNITNAATUALDDITIN NUNAVD

ANUBANAINIINTEAUNTELALTON hagvlinvauiaunmauuwuiton sieseautivesdfgy 0.05
Anova: Two-Factor Without Replication

SUMMARY Count Sum Average \Variance

Row 1 3 450 150 10075

Row 2 3 535 178.3333 10508.33

Row 3 3 1655 551.6667 9158.333

Column 1 3 995 331.6667 10558.33

Column 2 3 795 265 105475

Column 3 3 850 283.3333 60908.33

ANOVA

Source of Variation SS dar MS F P-value  Fcrit
Rows 301516.7 2 150758.3 11.5156 0.021897 6.9442719
Columns 7116.667 2 3558.333 0.271801 0.775031 6.9442719
Error 52366.67 4 13091.67

Total 361000 8

A1 7 AIATIZRANULYSUTIULNDTUIAMULANAINVDITLAUNITAAATUAZDDINNANT NIk

YBIANURANANIINTTAUNTEUATDY wazvnvaiaUnAguUILITRN MEssAuttezdfty 0.05

Anova: Two-Factor Without Replication

SUMMARY Count Sum Average  Variance

Row 1 3 255 85 100

Row 2 3 485 161.6667 2358.333

Row 3 3 820 273.3333 77658.33

Column 1 3 905 301.6667 68133.33

Column 2 3 345 115 1425

Column 3 3 310 103.3333 308.3333

ANOVA

Source of Variation SS a Ms F P-value  Fcrit
Rows 53816.667 2 26908.33 1.252764 0.378055 6.944272
Columns 74316.667 2 37158.33 1.729971 0.287507 6.944272
Error 85916.667 4 21479.17

Total 214050 8
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