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1, nyzuawmagealdihargaiasaniunand
(Shield Metal Arc Welding Process : SMAW)
P DR
2. nszuawnssanlanandg
(Submerged Arc Welding Process : SAW)
3. n‘szmumn%aufamfﬁﬁﬂqu

(Gas Metal Arc Welding Process : GMAW)
4. ﬂiz‘u’J%ﬂ’]iL%aNaﬂ%ﬂﬁdﬂl@l%ﬁ’]iﬁﬂqu
(Gas Tungsten Arc Welding)
5. nszuaunaBealanzdrafasand-ansian
(The Oxy-acetylene Welding Process : OAW)
6. nsEUIMM I aANAENN
(Plasma Arc Welding : PAW)

ﬂi&‘:ﬂ’)%ﬂ’)ﬂ%aw[ﬂﬁ&‘

nszm%mn%aulﬂﬁm"mmmtﬁauﬁuﬂﬁnﬁf
(Shield Metal Arc Welding Process : SMAW)

aszuIwMsdaatinanmsarfasninstarsaraidan il (Electrode) Ay
Hwsw (Base Metal) mlAiiaanausanangwuss (Uszanm 3,300 °C - 5,500°C )
Lmu,u'ufavixmumiaqﬂﬁms‘ﬂ‘lﬁwaaua:mﬂn“]ml,a'a amzifgInwlalgaia
Honfinasnazaauaznaatanasliluusin

FLUX COATING
ARC

MOLTEN POOL

SOLIDIFIED
METAL AND
sLA0 SLAG DROPLETS
WELD BEAD 75 aAsEous
\ WORKPIECE
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nszuawnsies iWiharzalasanianans h
(Shield Metal Arc Welding Process : SMAW)

aunsal SMAW

Arc Welding Accessories

1
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NnnszuImMsIBanfifieguaiadsnu nszuaumaeaiduinfealaun
1. nyzuawmagealdihargaiasandunand
(Shield Metal Arc Welding Process : SMAW)
P Lo ¢
2. nszuInnsisanlanand
(Submerged Arc Welding Process : SAW)
3. nszuamwmsealanzinzags

(Gas Metal Arc Welding Process : GMAW)
4. ni:uu%ﬂﬁﬂ%aua'ﬁﬂﬁ'\‘iam%ﬁ’mﬂqu
(Gas Tungsten Arc Welding)
5. nszuaunadealanzdrafasand-ansian
(The Oxy-acetylene Welding Process : OAW)
6. NN I ANAENN
(Plasma Arc Welding : PAW)
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(Submerged Arc Welding Process : SAW)

& P A A dg v [ ' ' §
Wunszuawnmsaalliizianitenlzanasanainnisaniassuinsalatas
wlaaanulansdwen a’mm‘%augnﬁaumadﬂaﬁiatﬁaafﬂﬂqﬂnstﬁﬂa%am
' a J 4 [ a -1 o 1o
nonlsuAnITaaLaz I BaN LA HINANTTIRALIARLLIB8ANAI LANANT (Flux
a ¢ ' ' P a 4
Hopper) 1Maadu1ﬂt~!ﬂﬂﬂﬂﬂﬂ’lia1iﬂ wazluaadisnaiibasameiasasitan

dauildangaund

ﬂ?&‘:ﬂ?%ﬂ')?t%ﬂﬂ[ﬂﬁg
aszuawmswenlanans g ]

(Submerged Arc Welding Process : SAW)

aunsal SAW

F‘écmﬂé

Figure 10-59. Block diagram - SAW.
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1. nszm%mﬂ%auwﬁwﬁ'sﬂmm“fauﬁuﬂﬁn%
(Shield Metal Arc Welding Process : SMAW)
2. nsruawmsidealanand
(Submerged Arc Welding Process : SAW)
3. nixu'mmn%laufaﬂ:ﬁ"mﬂqu
(Gas Metal Arc Welding Process : GMAW)
4. nszua%mirﬁ'aum%’ﬂﬁ'\iam%ﬁ"mﬂqal

(Gas Tungsten Arc Welding)
5. nszuaunaBealanzdrafasand-ansian
(The Oxy-acetylene Welding Process : OAW)
6. nsEUIMM I aANAENN
(Plasma Arc Welding : PAW)

ﬂi&‘:ﬂ')%ﬂ’)ﬂfé’]w[ﬂﬁ&‘

nszm%mn%au‘[amﬁ"'mﬂqu
(Gas Metal Arc Welding Process : GMAW)

mMaBanarsalanzinsaaa niaisuni1 n1siBandin (MIG 41910 Metal Inert
- a & . ;
Gas) Jwnszuaumsidesnlnituuueiia denserfaiinluszuieaindon
nJ?iaﬂﬁgm’]aumasha@imﬁaaﬁ'ufam%m’m AMAIDBUIININNITANTA 9290
@ 4 a o o & iy o &
Tidaaarasasnaanazaty ixasldsanaanusiilansundwiwlatilnuwwn

4 a o a < (% - o A
L%EIN mmzmmnuun'ammsmiﬂaxgnﬂnﬂquﬂ'mméﬁmmﬂmmnwamau

{ & o
LﬁEll.‘].]%ﬂ']iﬂEl\‘]ﬂ%ﬁy’]“ﬁﬂElﬂ%m%ua$ﬁ']‘ﬁ1%t@lit%%ﬁ]']ﬂﬂ$ﬁil']ﬂ']ﬁ

SOLID

Figure 6-6. Gas setal arc welding,




ﬂﬁ'&‘:ﬂ’J%ﬂ’)?LgE]N[ﬂW&‘:
nszua%nnst%anfawzﬁ”ﬂﬁﬁﬂqu r—
(Gas Metal Arc Welding Process : GMAW)

aunsol GMAW

WIRE DRIVE MAY BE LOCATED
IN WELDING GUN HANDLE
OR AT WIRE REEL

CONTACTOR  (RRENT, GAS FLOW
RO COOLING WATER
IF USED
Figure 10-45. MIG welding process.

fiz@qa (Shielding Gas) laun Ar, He, CO, uazMonaIZ® AMza1inannda
aandaw Wiangansnawnaningasuanlaaanlys

=i
ﬂﬁ'&‘:ﬂ’J%ﬂ’)?LﬁE]N[ﬂW&‘

nszuawmsiealanziisaaa /—
(Gas Metal Arc Welding Process : GMAW)
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1. nszm%mﬂ%aulﬂﬁ'ﬁ'sﬂmm%:auﬁuﬂﬁn%
(Shield Metal Arc Welding Process : SMAW)
2. nsruawmsidealanand
(Submerged Arc Welding Process : SAW)
3. nszuuwmsieulansfaagu

(Gas Metal Arc Welding Process : GMAW)
4. ﬂizU’J%ﬂ’]iL%aNaﬂ%ﬂﬁdﬂl@l%ﬁ’ﬁiﬂqu
(Gas Tungsten Arc Welding)
5. nszuaunaBealanzdrafasand-ansian
(The Oxy-acetylene Welding Process : OAW)
6. nsEUIMM I aANAENN
(Plasma Arc Welding : PAW)

ﬂi&‘:ﬂ’)%ﬂ’)ﬂ%aw[ﬂﬁ&‘

nszm%mn?jaum%mﬁ“mmuﬁ"wagu
(Gas Tungsten Arc Welding : GTAW)

o ¢ @ v A A ' § a
NITUIMMIFONDITANIALARTIBARN %IBITUNTT NIzUIBNIITBTNN (TIG
41910 Tungsten Inert Gas) LUwnszuInn1siBannalsz&@ns5aIn nszuInwns

§ a_a a_ & ' P A ® o
WaNTRABNIT13ANATHIZAINIUNIBLENINIATIALAK (Tungsten Electrode)
o Y a ¢ [ v a A v é '
nulanzBnan uazusiimnisarsneznagaalsiindesvsafinaaan Towmn

. 4 A ; . g,
snniuzen lnsarazeniiiaasldluunwasessslaunieanlailanlazned
v 0
NUBWIN LT DN

Direction of r—G‘TAann‘
’ Power

Shield gas

r Contact tube
Filler rod —/' :
Electrode, Tungston

(non-consumable)
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nszm%mn%aum%aﬁ“ammuﬁ"wagu "
(Gas Tungsten Arc Welding : GTAW)

ﬂﬁ'&‘:ﬂ?%ﬂ'lﬁ'tﬁﬂﬂ[ﬂﬁ&‘
nszm%mn%iaum%aﬁ“ammuﬁ"wagu ‘:—
(Gas Tungsten Arc Welding : GTAW)

aunsol GMAW

NOTE
A water-cooled welding torch is used when cooling from the inert gas
shield is inadequate.

Figure 10-33. Gas tungsten arc welding equipment arrangement.

fizaqa (Shielding Gas) laun Ar, He
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1, nyzuawmagealdihargaiasaniunand
(Shield Metal Arc Welding Process : SMAW)
P DR
2. nszuawnssanlanandg
(Submerged Arc Welding Process : SAW)
3. n‘szmumn%aufamﬁﬁﬁﬂqu

(Gas Metal Arc Welding Process : GMAW)
4. ni:uu%mirﬁlaum%ﬂﬁ'\‘iam%ﬁ'ﬁ%ﬂqu
(Gas Tungsten Arc Welding)
5. nszuaunaBealanzdrafasand-ansian
(The Oxy-acetylene Welding Process : OAW)
6. nsEUIMM I aANAENN
(Plasma Arc Welding : PAW)

ﬂi&‘:ﬂ')%ﬂ’litfawfﬂﬁg

J Y 6V a aa
ﬂigﬂ')%ﬂ'lﬁ'l,%ﬂﬂraﬁzﬂ')ﬂﬂ'l“ﬁaaﬂ‘ﬁ-ﬂgl"ﬁ@']a%

"~

(The Oxy-acetylene Welding Process : OAW)

Wunszuammadealansuuunassazans laglfularldennnsaaaszning
foaandion (02) Aufisamw@an (C2H5) delmuarlWiifanadanusse
(Uszanm 3,100 °C — 3,500 C) i lanzuSimuwinazidaalinasnazaraitos
whaaanw laalsiaasdlrusean axtﬁummﬁlauw%ﬂsjLaumﬁﬂ}uagﬁn%ym'm
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(The Oxy-acetylene Welding Process : OAW)

aunsal OAW
Oigla Cylinder
préesaum gauge contents gauge

Pressum
regulating sorew

Flashback \
amestor o

e

Acztens Qygen
cyinder eyinder

1
ﬂﬁ'&‘ﬂ’?%ﬂ'l?t%ﬂﬂ[ﬂﬁ&’
NnnszUIMMsIBanfifiagnaiadtuu nszuawnmsdeaniuinfealaun
1. nyzuawmagealdihargaiasandunand
(Shield Metal Arc Welding Process : SMAW)
P Lo ¢
2. nszuInnsisanlanand
(Submerged Arc Welding Process : SAW)
3. nszuamwmsealanzinzags

(Gas Metal Arc Welding Process : GMAW)
4. nSzU’mmiL%aNa'ﬁﬂﬁ'\‘iam%ﬁ’mﬂqu
(Gas Tungsten Arc Welding)
5. nszuaunadealanzdrafasand-ansian
(The Oxy-acetylene Welding Process : OAW)
6. NN I ANAENN
(Plasma Arc Welding : PAW)
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ﬂi%ﬂ?%ﬂ’lit%ﬂ&ﬂﬂ’lﬂ&’] |
(Plasma Arc Welding : PAW) &

Wuwnszuawnisideasnarnldfiuuunits Adsnsmeasradunisidenania
ﬁ'am,muﬁ”'lerﬂquw‘%amﬂ%au TIG awsananidaiensaezgnivsauln
LA auAHIWWETEa (Constricted  Arc) annunadiinInsaniaatanwlySsBnen
(Transferred Arc) n3aszninsunisdianinsansaianzisauidaiansa

(Constricting Orifice)

" e sl o
(a) GTAW (TIG) arc (b) Plasma arc
1
ﬂﬁ'&‘:ﬂ')%ﬂ’lﬁ'tfﬂ&l[ﬂﬁ&’
ﬂszuaumnﬁ’auwmam |

(Plasma Arc Welding : PAW) “

PLASMA ARC WELDING
INERT GAS

TUNGSTEN ELECTRODE
CONSTRICTED

SHIELDING
GAS

MOLTEN POOL
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M3ABNY 5 31D (5 Types of Joints)

Butt joint

HTWIN 2 TULWLALING

ngmuﬁu

M3nenuy 5 3uuu (9o)

Corner joint
2 2 A o
IWTWITU 2 muLa’lgulﬂyu%ua"nuﬂu

ﬁwsg{miaﬁ'u
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3.

M3nviu 5 31Uy (99)

Lap joint

MWW 2 TURRDN ) N

@

4.

M3aenu 5 31luuy (@)

Tee joint

MITWITW 2 Tt LHAN BT AIRIN
= %]

muaugﬂm “«T
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5. Edge joint

MITUINY 2 TULATVOUTUN

JUMDLUFOY (Types of Welds)
Fillet Weld LﬂuﬂwsL%aumaulﬁa@Lﬁ@Lﬁmﬂmgu 14 uuy
a. L%awuﬁmlu
b. L%awguﬁmuaﬂ
c. L%awgmﬁmuaﬂ 2 il
d. L%awugﬂﬁ's “T

(a) (b) (c) (d)




JUUUNUTON (70)

Groove Weld 1flunsidanswidsas 3 6 uuy
a.  1Hou3es 1 @

b. @owL N 1 1IN

c. L%amiadgﬂﬁu “V"1 @

i Weld joint

(@) (b) (©

JUUIUNUTON (60)

d. L%am'aagﬂé'a “U” 10
e. L%awiadgﬂﬁa “J7 1 an
f. L%au%aagﬂéh “V”1g

(d) (e) (f)
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JUUUNUTON (70)

Spot Weld LﬂuﬂﬁL%awﬁgszN%mm 2 T
o MITUINY 2 T IUANBIATYUINIUNY

.UM L%auq@]
Spot welds

Two
Partial sheet-metal
cut-away parts
view

Cut-away view showing
fused (welded) section

AU TN TN VN UUNY

\Houdomu (Butt Weld)

((((((((((((((((((((L((

Ynidew (PA Flat) YiszaunIavinuwIL
(PC Horizontal Vertical)

vinnhana (PE Overhead)
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AU YN TN S VN ULNY

\Houdomu (Butt Weld)

) HI

NN

%

Yastu {QLGSEN)
(PF Vertical Upwards) (PG Vertical Downwards)

AU TN TN VN UUNY

\Bandaruiaian (Fillet Weld)

¥inau YINITAURIDYINUUIW
(PA Flat) (PB Horizontal Vertical)

29



AU YN TN S VN ULNY

\Bangdaruiaian (Fillet Weld)

YL

YINA9ad
(PG Vertical Downwards) (PF Vertical Upwards) (PD Horizontal Overhead)

3 ’
e 7T

mMmne 4

FOENUWITOULAZYINLTANEAN 9
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v Y J =
3! ﬂ‘HfL!Gl,HQTHLGllfJHLL‘]J‘]J

4 = Aq ¥ A
HalOVIULUUN IFun U e

- dydn
Plug
Fillet or stud
slot

Spot Groove
ar Seam iV
projection

Q

O

,,.@_ _33.,
O =

) P
%

3/8

3/8(1/2)/0
60°

Desired weld

Symbol

Figure 13.3

Example of the welding sym-

bol for a single-V-groove
weld,
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9 Y] A

AMANITANINININNNGIVDINLUIF DN

IAWABULARNT (Melting point)
Ad‘ dl =3 I3
. qm‘mgmmimamuﬂaomnmaaLmammaamm

. mﬁﬂﬂﬁ’]ﬁﬁ;waawmmﬂszmm 1,482 °C

ANNENNTD NI TaN (Weld ability)

. Li:;lummmmsma\ﬂuLaqamaamﬂamﬁﬁ@mﬁm

w1 lensIa

9 Y} A

AUANTANNMIN NN IVBINVNUFDY (AD)

ANNENTRIUNIRAaY (Fusibility)

. mmdwﬁiamazmaué’a

ANMNENTRIUNTIZRAG (Volatility)

' A &
. ﬂ')’]&l\‘ﬂEl“ll@dﬁ’]iﬂ"ﬂtﬂﬂ’]mﬂuvlﬂ
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9 Y} A

AUANTANNMIN NN IVBINVNUFDY (AD)

ANNYN WA (Electrical conductivity)

. AIMURINIINTD aamﬂumsﬁwmzuﬂﬂ%

ANUAUNIU WA (Electrical resistance)

e ANMNAUNNUVDILEFWAIN

9 Y} A

AUANTANNMIN NN IVBINVNUFDY (AD)

ANUEIANNTAY (Thermal conductivity)
e ANMURINIINVAIRITIBNITUIANTOWN LA aH U LaRE
UL DY

o a £ o { v .
FUUTLENTVAINTVLNUAN Lﬁaﬂ'ﬂ’]ﬂﬂ’l’] V38 (Coefficient

of thermal expansion)

. MMV AN lETUANTOW

(d dl' [
. NINRAAILNBLEUR
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9 Y} A

AUANTANNMIN NN IVBINVNUFDY (AD)

MUY 21 H8991NANTEU (Hot shortness)

. ’S'aql,ﬂ'i']:l,l,@mdml,ﬁa%au

ANMUIBUFINLNG (Overheating)
dl U v a a o v
. LsJaIa%$1@§Uﬂaﬁmiaugamuﬁ;@’mqm:ml%

Qmauﬁamaﬂaa@mashai’mﬁ'a

9 Y} A

AUANTANNMIN NN IVBINVNUFDY (AD)

MUY H8991NANTEU (Hot shortness)

. ’S'aql,ﬂ'i']:l,l,@mdml,ﬁa%au

ANMUIBUFINLNG (Overheating)
dl U v a a o v
. LsJaIa%$1@§Uﬂaﬁmiaugamuﬁ;@’mqm:ml%

Qmauﬁamaﬂaa@mashai’mﬁ'a
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WANNIIY QGﬂWSL%Q&IVLW‘W’]

. mu%auvl,wﬁhLLuum%ﬂIamﬂnﬂqu
- Fan 189N 138N Shielded metal-arc-welding : SMAW

. ﬂWSLN’]VL%ﬁLLﬂzﬂ’ﬁLLEIﬂﬁaW H K] aomm‘%au
>> Lﬁ@ﬁwmﬂﬂﬂqwﬁaﬂawslaaml,%auLLa:'ﬂa‘vxaau

& & ' A [
. Lﬂuﬂiz‘uz‘numimiﬂ"ﬂ axﬁﬂﬁzLLavLW‘W']§$%'3’Na?@LTQN ﬂuiaﬁzd’m

WANNIIY QGﬂWSL%Q&IVLW‘W’]

. 'aaasvlvxlﬁ'léi'm%“nn'm?iaum%’mlﬂﬁmunﬁmsﬂnmg‘u

iminaLBanlh 1 #nazunlsit AC win Do
E - 8
nakun iRz AN TN

- .
Fassan Aoy

S WYY
| /2
N i 3

anudouan e ldTanzauuazaiagon sgluanznasuman
guglod 1153 6000 °F — 9000 °F (3315 °C- 4982 °C)
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o ldnszualwiidunasnw 8 2 wuy de
1.) LUUANG U (Resistance welding)
2) LUUa3A (Arc welding)
— nyzuabisugtasingluuITo M AT LA &aINaLKn b
sl g lninandanits Gonin “onfe”
— fanusaudszunm 10,000 —12,000 asrmnsulas
— USreniasunsantdeantadu 3 uSao lawn
- uAlna (Cathode)
- ualua (Anode)

. 8197130 (Arc Plasma)

v
o

v H =) J { =) =) QI
. anuTauniialwniivadnalnatinaindaanuiniinszunn
Raninvadnalng

e FIWANNTAWNTILA IUALAAINBLANATOUIINIZUNNLA LG

walua
.
Positive + - Bulniaou
gas + J' ] -~
ions + —  (n3zud)
+ -]
H IHNN
ualng

ANBUVRINTANTA
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- 27 (Polarity)

E oz o o a s &
>> °l|’JLﬂ%@]'sﬂ’]%%@]ﬂﬂﬂ’]dﬂitLLﬁvL%ﬁ F9azeanuuuiiln DCPR %38 DCSP

a a % -t @ g =
lu’lﬂiﬂj d.c. (ﬂszLLaﬂﬂ:vL%afLu'ﬂﬂﬂ’NL@ﬂ?) BRI BUIN ewritduay

>> w933 A.C. 2z'lsid1n

awle -

o B

a B

¥ . E
N I

L~ iwinada (LGRS o
+ - - + i
s fi = il
- Al AN - 4 awln
[GRET ) v
5 Fasum amt Ao : \ £
am | ~ B
2 17.3 Aunz B uRRaRmER anTuAE LT Rz I

gﬂ A UA2 B LRINANIIUDINTZLRRIRIUDILARZ UL

1 Tufia

umn

e ZERO

, B

— zERD 7/—

POINT OF
ALTERMNATING
POLARITY AREA

A

AU .

YOLTS
ZERO

ANHUSVBIARUNIZUFFAL 1 JOU

ANBULVBINAUNIZUANTI

NITUALTaN (Welding Current) diag 2 wika Ao

NITLFRAL (Alternating Current : AC)

- 1309 TN T U LN TR INFAD
Aa A A o o a A
Famensiafeunaaunwduaan

fawd 50 Hz (1 AwNazdl 50 a1)

NIZLINIY (Direct Current : DC)

& Ada = A A A
- Wunszuanddianasaniadaniluianisay
2108901 T AANIIL@ 8N
A A A& & = A &
-MIaRauNVaIBENaTouBWYTIULRN aUtin
Uszihn lwaluranseus Wagsudnsifuuwt
100 Hz Winsauuuasnd
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5ﬂqtn§ﬂua1n|iﬂu
WTUR I

finLgznin

N 338N

Tnu:guawu

nansn1ssan Wiy

o A ° Y & A = =« o
. Lma“nﬂﬂﬂq&m’ﬂ%msmiﬂuLzmEl‘iﬂ’]WLLa:a@L&l@mﬂaﬂz

Iaﬂzﬂaauiﬁﬂlulkn%auazﬂnﬂquI@Uﬂﬁh%f

P Y Y o & = = o ”
WAL WAILAINANTISUDILLALLY I (38N “FLLAN (Slag)

a & e a
. LLﬂ%Iﬂﬂt“llﬂdﬂ’)@L‘ﬁﬂ&l Lﬂ%@]?ﬁ]ﬂﬂiﬂ%zt‘ﬁa&l

A o Y A o o
araeutminduaninssua

K
Tfhwazazaeiluie Tang
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A A &
LAIDIND - qﬂmm

& a ' [
o LAYBILTRN / LARINRIINY
a et dl
* AlIURIALTAY

° a’]ﬂLﬂLﬁﬁvl QAI:A’I"\

* RIALTD: Electrode holder
Electrode (consumable
R %u RECTR nonconsumable) Electrode cable
Filler metal " .
e " Welding machine
Direction of travel ——— (sometimes) J_
Solidified AC or de
power
Wark source
Molten weld metal Clamp — \_ B

Lmaaua avnsot
1) LASDILIB DN | LARINHIN (Type bf Power Source)

A P2 1 @ a 1 dd
LAsadLraNIZUUILL W 2 ﬂizlﬂﬂ@l’l&d‘ﬁ%ﬂ‘ﬂﬂdaﬂlﬁaﬂ%ﬂa

A & {

1.1) wavinnaladl (output slop) Tyanvazidunvunszuansfi
A [ dl
w3a hiAdunuulainaan

_ uuln-\lm\lﬁ':_n;
Y‘\'_ ——— nzuslafnd

uta R To (Tnd)

nizus (usal)

s 5w = =
LE]W]V!‘Vlffiﬁl]fﬂ?ii‘uﬂizllﬁﬂiﬂuﬁgi’]ﬁm%ﬂﬂ'ﬂ




1.2) unaonasew  laonaluudadn 3 wou
- NALADI-LAWLHDLILADS
- nnoaulad - 15ad INtaasnIzuans
%30 NITUFFAL - NITUAATY

v %]
- wHandasnIzLEda L

A A &
LAIDIND - qﬂmm

>> NDLADS-LAWLDLILADS

- TUlaENALA DI NIZURATINTANTZURFAL WAG ﬂi:LLaLmﬁV\m
WUNTEURATI NIZLARAL

- I@]&l&l’]ﬂﬁ]&Lﬂ%LLﬁJﬁJﬂ‘izLLﬁﬂdﬁ

- UsenauaIaNaLnasNITLRFAULIBLUATLILADINTUEAT /
NITLRFAU LLaxé'am:@juLszmﬁﬂ

- gnanan b luwanun LS TWHq e
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LSBT NN MLATILUATUUUG 400
WaNULINTURATI

A‘ a dl U 1
S e WRIN LT L
PNNUALTH LUUTY WAR
-Uanwue
1. ﬁé'lmﬂumimqmmago
2. Feulanglannofianananin

A o

wayla
3. ﬁmmﬁwaju FNTOLTOY

"I,@T'qﬂ 9 Yizaw / NNALRI

A4 o dqo 4 o 4. FANNNWNY
nFpAUYeuNTUaaaUN 1MAT0eUATUEINTD

naanszua ihnszuaaduenmnnudmsy
Y i 4 '
TWuasaine tazniosions o

¥ @

yafmndumsihgeinm >> wlsan nihvesneuiiunes adudavesamsnmesias
nouInsas leauan
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A A 1Y) A ¢
>> 1a3adtanraouilas — 15a6 INteasnIzuanss
v o A a P & A9 o A
1°ﬁ1auaLquLwaa@haLmauvg‘ﬂvl,ﬂﬂhamaLamvgwﬂl*’nl,"ﬁau

HIWLIO A WLaas tiatlfew a.c. 1w d.c.

g -t 2,

j Evee FudIuiugu
-uieulasdmsvilafunszuaady
&£ ¥y A

FINTUY AT B

150 1lees Faldsunszuaady
I

Wunseuans

A 4 aa a J
LﬂiﬁNlGISfJiJﬂﬁ%llﬁ@]iﬂ%aﬂ@uuﬂﬁqwmﬂﬁ

| - L a s . a v
>> Lﬂia\‘]L%ﬂNﬁNBLLﬂ&GL‘Sﬂ@IlV\IL@@‘J TWANIZUAFAAU - NISUARNII

AR aNTERININTLUFRALLAS NITLAATILASTILINLRZUIAL

1) muqunszuadaiiia

@
POWER SWITCH

2) auauta
3

3) sAaglniias I

c'unnlum_.-_.._ LY ot "

4) aruauszes ot frék/ . @

B ) a 2 pgay —«t&@ l o
o~ "

v

Alrco Welding Products Division, Alr
Reduction Co.

A A o 9 a s
Lﬂi@\il‘]fﬁ]llﬂﬁZllﬁﬁaﬂ-ﬂizllﬁﬂiﬂlmUﬁllﬁlllﬂﬂﬂ-liﬂﬁllwmﬂi
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>> U ol aINILAFAL
- lﬁﬁﬁaLLﬂaaVLW‘W'm@Immﬁ]'éuvgﬂLﬂquaLwaﬂlﬁunwsL%au

- ANBULVINTTURAIY Ao n13daunauvaInTzualunn 9 1/120

=)
UIN

- AN RUNUM I NI ILA Ta UL TN LA R L BRI TIL LRSI
L TaNSd s

i an Tz

A A o ¥ a A Y
Lﬂi@\?ﬂfﬂﬂﬂigllﬁﬁﬁﬂuﬂﬂWN@!!‘L]ENﬂﬂ?UﬂMﬂizllﬁﬂ@!u'ﬂQqﬂ

isadLsantatsas INH
o & A , A o

>> mmmwwmq@'ﬂmﬂmamwﬁauvm

>> T Baununfvwialan( 0.01 N3 uazu tatduadneg

>> 9w a3 ﬁmﬁmﬁmmaga

Py y A A o A A o

>>TUI% LU RUUFAINWLIHDIINANNTaWN LT UAINN

>> gnIniTauulRuWswaLlanun — lugjunn (0.01 AN, — 20 Aw)

>> IANNZENTUAENNNIIAN

ﬁaaa@@iﬂ%ﬁiwU@T’mmsﬁauﬁw;a
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v v A A o v A a a
“D?JVL@Lﬂ‘SU'iJ“lJQ\‘]ﬂ’]‘SL‘Hﬂ&JLL‘LIU Laser LaLNOUNUIDTNILTANLLLAY 9

Competing Process Advantages of Laser Welding

- dammadeaunaisind

- madsuudasveslassanadzgiasnin
Gas Metal Arc e e :
- Thidadldmaunagy

- manndsuanmadey 1 wadu 2 wld

- dammaFeuTIaiingn

Submerged Arc - mmJﬁUuuﬂaamﬂﬂiaaﬁ"ﬂﬁa@ﬁaUmfﬂ
e 4y i o a

- ludaald Wand wie ssdnagu

- ludesldwihauds
Resistance Welding | -  limsacasvaaaulans
- dammadeuTIaiiindn

- lidudludasjunmslugyanme

- 1ifluszuvon-line processing

Electron Beam - IpuTBINIELIMMIEINh

- ldwsnmadendnsmnauwsinanselidasld

radiation shielding

] ] v
LATDILBTONTEY

Robot—9 Axis Arc Welding Robot—Twin Weld Gun Cell

ﬂ’]iﬁ’]&lﬂ‘ﬂuqmﬁ’]%ﬂiﬁu‘iﬂ YUG AIMITNFUNEIWIZUY

robotic welding and cutting systems
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2) Anduanalzan (Electrode holders) )

& o o 2 o o A v A [ Y
- Lﬂummmummmﬂmavlﬂmm@wjau uamunmwaﬂamummmu

- ﬁuﬂasﬁflmniamﬁﬁamwmiﬁflvlvdﬁhga
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- manduaiaazaaind
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=

amaﬁuﬂmﬂ Uty

- MIniudaInituding

fwinin auqad
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VI LA DaNIUA 400 wanuls daslEanduy

lnaninldnueieasavawa 200 wauuys

AUALAIATON ULUGNN 9

\\L / |IL i WY
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i
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LAIDIND - qﬂmm

3) aetatdatia

'
=

— JJusnannudenisasiwnsuslea n .

i daNanumItasa

(3

— 19

= s
vwevadaefalnadn
- ANUAIUMUAARITNRILLANS

- mogmInazrinliliaimaanuin

&
WINBNITLRLENSIZHUENINNINYW

Taseadaneluvesanaion

AT MILRANTWARLLTANN NGB

u

ANueNgIgavesaeFoun 1y (1ln)

Aszualuih 50 75 100 125 150 175 200
Wueuuls
100 2 2 2 2 1 1/0 1/0
150 2 2 1 1/0 2/0 2/0 3/0
200 2 1 1/0 2/0 3/0 4/0 4/0
250 2 1/0 2/0 3/0 4/0
300 1 2/0 3/0 4/0
350 1/0 3/0 4/0
400 1/0 3/0 4/0
450 2/0 3/0
500 3/0 4/0
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<%

tadeding 6 dszmsvesmaion'lih
1. m3Ranaiaidan (Correct Electrode)

2. viuiiew (Welding Position)

3. maRenuazdSundsnszualn(Correct Current)

4. JryzaniAvsauIILAfan(Correct Arc Length or

Voltage)
5. agwmm%am (Correct Electrode Angle)

6. aNuIUMIEUAIALTEN (CorrectTravel Speed)

1. nmtﬁ@qmmt%u (Cortect, Electrode

ﬂ1§!§ﬂﬂsﬂu1ﬂ AIAUTON IND IV NUITUADININIUNAIND
>> ﬂ'ﬁ@@ﬂu'ﬂﬂﬁﬂﬂd@
o v v A Y 2
>> anunuvediag = dodldaadonlvgiudmsuiaguunau

o A ' v v
> ANUNUIVDIFUITDUFON => 611«!1’]15'11JIE1W$ﬂZW@ﬂblﬂll'lﬂﬂ’J'Wl']
Y
umﬁmazmmﬁﬂﬂw:

>> yufon => MUFONUUITIVIALUUIUBUAIS 1Y adaveuh lvg)

F
ANNWUIARENUN LB ATHY
>> JSiunszua = gaSnanszuaunn vuavedaaou
39 Id?
Aaeelnaau
>> anudnvesdison

Ed
>> gaaulianenanas dIUNaNYIFUNU
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>> laneNnanNz s

TarzNnanzgununsiaad Wi

Tangfimanziuningaalnily i

= ¥ (3 '
- >> Iﬂ%wﬂiwLﬂWL%ﬂﬂﬂﬂﬁﬂﬂ‘SUﬂu Leﬁu ﬁdﬂz?’(' §12N a‘]_qlﬂ

D

— >> IRANNANDARALAG

%Gﬁqm%ﬂaﬁﬂﬂul,%ﬂj(ﬁq
— >> RANNA B Ehy it

— >> IRANAUNIUANNTON

ddasltnIzuInnITh 'J

nanang : nannariadumuusigaimunindeyldaeitilasnslianuiauau (Preneating

AMINLTAENYULIRNIZAIVee TarFouueIa AN LA 9

Tanzi¥ouv9dain TanziFouvoiain Tavigruau
EREISTITSR wennuuiTaqnaoy

ANAAUFIEA (psi) 50 — 60,000 60 — 75,000 55 — 70,000
8 (psi) 38 — 45,000 45 — 60,000 30 — 32,000
szozfia (% Tn 2 ) 5.0 - 10.0 20.0 — 40.0 30.0 - 40.0
Tuztaaadase (%) 10.0 — 20.0 35.0 — 60.0
Auflanas (%) 8.0 - 20.0 35.0 — 65.0 60.0 — 70.0
AMMUAWILUL 75-77 7.80 —7.85 7.85
(gm/cm?®)
Fasnavasnnu 12 - 18,000 26 — 30,000 26 — 30,000
AN (psi)
nINIEN ft./ib 5-15 40-70 50 - 80




nsuanidssinnzasaraon
v v o v v a A Qs
PYRAUAIY E i Laztiznauaigailat 4 w3a 5 an I@ﬂ

ATUEAS ANUANLVDIAULATA qﬂﬁ? Uluiz‘i_l'i_lﬂ’]il,l,li\‘iﬂizl,ﬂ‘ﬂ"ll 29876 L%BQJ AWS

521)%0 nyzud HAveIMIUNAgY
E 6010 | DCRP winin aBunas
E 6011 | DCRP %3 a.c. MIBUNIE
E 6012 | DCSP %32 a.c. nlnd
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Introduction 5

aciDc [
POWER L
PLANT EARTH ELECTRODE HOLDER
‘DRY"
RETURN LEAD ELECTRODE ____ )
WORK
NEGATIVE POLARITY (DCSP)
oc  [1
POWER ¥
PLANT EARTH ELECTRODE HOLDER
“WET' SEEEh )
RETURM LEAD
ELECTRODE .
Pra———
- WORK
WELDING LEAD —* KNIFE SWITCH

Figure | A typical welding circuit diagram, for surface welding (top) and wet welding (bottom).
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BARREL LENGTH
GAS BUBBLES —
La—

CORE WIRE

FLUX
COATING

—METAL & SLAG

== DROPLETS

WORK PIECE

Figure 2 Shielding of the welding arc and molten pool with a covered stick electrode.
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5 3 wmalanltlwsauldin
1. Drag or self-consuming technique
2. Oscillation technique

3. Step-back technique

o

Lead angle 35-45

D rag or Self_consu m | ng tech n | q ue o R R e

Figure 4 Correct lead angle.

Slope angle

Figure 5 Correct slope angle for a single pass weld.

Oscillation technique
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Figure &6 The principle involved when using this technique.
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Step-back technique
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Figure 7 Basic movements involved.
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Hhmn 2,400
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file 400
Aoumzauan 600
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Moo 2,400
aeliliFou 3,600
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2) MINAFDUNNIANY >> MINAFALNING TIAANIAN
NRAN T A28
3) NIATVHBUAYAYA >> NIFINANRITOLLTEY /

msé’ommﬁammvlaiauyitﬁﬁaalm 2N

MINaFaLN LYiNae

(Nondestructive Testing)

m‘s‘ﬂ@aauﬁwmﬁmﬂl,l,s\imﬁﬂ (Magnetic Particle Testing)
MIATIIFBLLIALanT WA (Radiographic)
MIATIVFBUNTUNINTG Y (Penetrant Inspection)
MIwnIndulasdauFua (Red Dye Penetrant)

MINTIIFOLAILARWLAHALFLY (Ultrasonic Inspecton)

MINAFBUIAN (Leak Testing)

NMINAFALANUD (Hardness Testing)
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End of Welding
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