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Welding/Joining Processes

1. What are the differences between Joining and Hardfacing?
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4. Moy MIG/MAG waz CO, snvrinagielsthe (magunielaszunsuvainssis)
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Cleaning Action
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6.2 mUTINmANNTawd (Heat Input) lunsiBendin lavddayslunsironesh

electrode diameter =2 mm
Current =60 A
Arc Voltage =12V

Welding Speed 11 em/min.
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(V% process WAL parameters)
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8.1 lum T BauFuaMuLULNIY (Friction Stir Welding) TWuanmihfinasa tool
laumn1E@ILn (shoulder) Wz (pin) w%’auﬁ%amgﬂqﬂnszﬁﬁandn

8.2 ANNTBWLTLN (Heat Input) fisudsezlsthefiioaTas

9. WdoumwnisznauumidaTshnannaImul 10 uw. Single V, Included angle 60°
(Bevel angle 30°), root face 2 mm., root gap 1mm.
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Cathode clectrode
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Low voltage DC

Electron bean
Vacuum
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11. mngﬂ‘fma'wlﬁmauﬁwmmiavlﬂﬁv
11.1 wpndanivusstsznnlnu
11.2 TwameanuwwwIdan (weld throat)
11.3 A IWIMMILIY P (Load) ilerfmua allowable shear stress dwiu
WANNE 120 N/mm’
11.4 vudaieasldnsudsnsdeneslsldtne

12. What is laser welding and give an example of laser welding parameters?
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13. Iuanwann1uay Resistance Spot welding laul#aTunonssndt auds?
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chrelded Metal Arc Welding

Low hydrogen type covered electrode for mild steel and 490MPa high tensile strength steel

Classification: ASME / AWS A5.1 E7016
‘ EN ISO 2560-A-E 423 B
. JIS 23212 D5016

Features: *Suitable for butt and fillet welding of heavy
structures
-Excellent mechanical properties

'Redrying Conditions: 300~350°Cx0.5~1 h

B Chemical composition of all-weld metal (%) as per AWS

Welding Positions

~ c si Mn P s
Example 0.08 0.60 0.94 0.011 0.006 1
Guaranty 0.05~0.10 <075 <1.60 ~£0.020 £0.020
I Mechanical properties of all-weld metal as per AWS ’ g
0.2%0S TS El \")
(MPa) (MPa) (%) )
Example 500 570 32 -29°C:120 \
420 520 33 -29°C:150
Guaranty =400 2480 =22 -29°c=27
=350 =460 225 -29°c=27
] Recommended welding parameters
Dia. 2.6mm 3.2mm 4.0mm 5.0mm
F,HF, H 55~85A 90~130A 130~180A 180~240A
VU, OH 50~80A 80~120A 110~170A 150~200A
i Polarity
Example AC
Guaranty AC, DC-EP
i Approvals
AB LR NV BV NK
3H10,3Y,3Y400 3m,3Ym(H15) 3YH10 3.3Y KMWS3H10
] Packages
Dia. Length Weight per Weight per Weight per ,
(mm) (mm) pack (kg) carton (kg) piece (@)
2.6 350 5 20 20
3.2 350 5 20 31
4.0 400 5 20 54
5.0 ' 450 5 20 97
6.0 450 5 20 137
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