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Finite Element Modeling of Residual Stress Formation in Hot Plate Welding of
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Abstract

Finite element modeling is a popular method
used to calculate residual stress within the material. In
this article, hot plate welding process of polymer and
plastic is discussed. The residual stress distribution
within polycarbonate samples subjected to hot plate
welding at 230-250°C with welding time of 35-60
seconds were calculated using ANSYS 11.0 finite
element software. The results show increasing residual
stress in the region near the hot plate and the values of
residual stress vary with time and parameters used
during hot plate welding.
Keyword: finite element modeling, residual stress, hot

plate welding, polycarbonate, plastic welding
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11, 12] WU "l@i”ﬁmiﬁm:mmsm:mwauqm%nﬂﬁlu
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Awubantn (viscoelastic property) Ta3lwAaTuaiua
WWasraasnwganssunislualuaniazisaesuded
anniang g ;d”?aﬁ'ﬂvléfﬂ%'uﬂ?ummimmmm Lu [10]
Taw1l$a1ndn Relaxation modulus waslwaansuaiuai
faNuFNWUTA1N William-Landell-Ferry Shift Equation
luuvysiaedves Lu[10] N1 ldidud1 Relaxation

o v o g
modulus ‘ﬂummauwuﬁmuaumﬂugﬂ UUVDI
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“nan1Inszansanafeuildundiwimnisnaive
ATUIHARIAIAMIULAY ATULATLA LAZAIAINNULAT
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(node) 1%@ PLANE77 §1A3LUNNTRI I WNI19ANUTAY
(Thermal modeling) waz VISCO88 &1 TUN1IRIWI T
119n8 (Mechanical modeling) lasaua@giuasluias
Arrwual? leund n1svirluiaauuusesda (2-D
modeling) MIdwraslasusnluiaannuauuazluiaa
N19Na (Uncoupled thermal-mechanical analysis) NariS ]
FuerwiRoy 1 1u 4 §2u 19 nTuauaunIas
AmRNUAY aai’a@vlaiifuﬁuﬁﬂﬂw (isotropic) L&
Lﬂﬁﬁmmammqmﬁgﬁ Tutaa'lalafiarsmrainy
AWNIWNIAIUTDW (Thermal contact resistance) e
WINTMINITFYLFOANUTOUUDUUNINTEINY
(convection) TUDI58N e waz lautaadldldfianson
Qmauﬂ”ﬁmamﬂwa (Rheological behavior) 783784
YUSHADUAZAY WARIWIUAAIVBIAMIULABANAN
Lﬁmﬂ’mqm%ﬂ“ﬁ (Thermal residual stress) Lﬁﬁifu
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[10] laun d1a2uTaus w1 (specific heat) N5
#IN1A1UT8 W (thermal conductivity) WS A1A21Y
WU (density) @Tmamiugﬂﬁ 2,3, 4 @NU810Y
FNUANINAVIINAA1TUBLUG b bTANAINNLAUY DA
NawaAae (Stress relaxation) INNINWILVDI Malik, et
al. [12] lap3Tn1saieluaadag niad1anudunus

217149012849 Relaxation modulus ﬁuqm%nﬂﬁuaznm
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[13, 14] uazuaadidunw Master curve Iugﬂ‘ﬁ' 5

1800
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sUN 2 A1AINURNNUTTERINIAIAIINTaud LWz 8 3

polycarbonate AUgaHAL [10, 11]

Thermal Conductivity
(W/m*°C)

20 60 100 140 180 220
40 80 120 160 200
Temperature (°C)
3U7 3 dranudunusIzrdtsdIniTiiniauTeusal

polycarbonate AUgaMAL [10, 11]

40 80 120 160 200

Temperature (°C)

11 4 @1ANUFNNUTIZRINIANNRBILLULE polycarbonate

o

3
nugawmad [10, 11]

+ G ]

log [Eg(t), MPa] \\

I+ \n R

I 1
10 15 2 &

log (time, seconds)

E‘]J‘ﬁ 5 Master Curve LLﬁﬂGﬂ’J’]&JE‘;’NWDuﬁ;LLUUE\]ﬂﬂﬂﬁ%ﬁ&liz‘ﬂ’j’]\‘]
71 Relaxation modulus Eg(t) AULIRT BB polycarbonate ﬁ

amanndl 25 asrLTALTYR lasfuartwann TN-shift function [14]

&1MILAN Relaxation modulus Va3 lNAANTLALUA
namnniies luldsunsy ANSYS 11.0 [15] azdasld

AautaNIINafInILLIaANuG VISCO88 lugﬂLL‘U‘U"ﬂad
@1 G(t) = E(t)/[2*(1+V)] (Shear relaxation modulus) W&z
K(t) = E(t)/[3*(1-2*V)] (Bulk relaxation modulus) Taud
E(t) Ao Relaxation modulus lugﬂ‘ﬁl 5 L8z V fadn

. y . a I = o
U4 Poisson’s ratio TaﬂIW@ﬂ'ﬁUﬂLu(ﬂ Gﬁdiumiﬂ’m’am

azszylidizes v fawaindulunniianig wie
138N isotropic

A1TRIBIUNIIAIINTOU 38 heat transfer
analysis 9zuL9M 3w meanidy 2 Tuaauda nslw
anuseonvmenlnaniuauasudanulansuninion
heating wazn13L8ua289 cooling LN BAIUI TAWIAINAS
ﬂszmm”’mmqmwn“mu%mm Tasluisnsdiuim
de W lndafiuned 9zdosfinualiauave 1w
LALLORLNUA 138 mesh TamatvinAnlunsdiwI N
ANTBUUAZNIFIUITINIING LagAvuIa89 mesh
sxflumafiinuazasfsaninfvsinalndniuunulans
fou wazvwalwgduiivsnmivseenly Welilden
msm:muﬁwaaqnm:juﬁﬁmjuﬁ'}mnifmﬁaamnm
msﬁwwwmwu%auﬁvlajgaﬁﬂmmwaﬁmﬁ asuaadtin
I&Jmmmuaummamﬁﬁlugﬂﬁ 6

‘IﬁEs’\'i?ﬂ’]ﬂvl,ﬁﬁﬂﬂ’]iﬂiz’fﬂﬂﬂﬂb’l‘ﬂﬂdqm‘ﬂ{‘]ﬁ“ﬂﬂ\‘i

v
a (% &

FTUITHBUR ARINITDETIBIHRIATAITULABAN A
(residual stress) 1@A1NA1VBIANULAUIINAINNTOU
%38 thermal stress ‘ﬁIL’JmQG G]vl,ﬁ' NAIANAIVDIAIN
IWuLaEaTuaD SedunouatnsaziBuauosnmswanle
s:qvlﬂmm’iﬁ'yﬁmum [13, 14] lasfitnualidn
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% a AF Qo U

mllli:a‘nﬁmwmﬂmmom’lmaumaonﬁm%uamm
thermal expansion coefficient tIua1AINYINNL 6.84 x
10 °C" LAzANFENUILANTNITUHATINT O UL L

convection ¥inNL 16 W/m?°C [10]

508 mm

Center point  885mm

st 6 mydmesinludiefiundsasifuuusnniasianldiof
WHFLLUFRRINAWE2UIA 0.25 x 1.0 A1T19RAELNAT a2 5.0
x 1.0 17133aawas Judununaadnlunszuinmagseulayls

Tanzuruson

3. HANIIA LRI

NANIEWI NI UTABULAS N TRTWITRNNING
frsuMILBeusunInuaasluanEme contour plot 1o
miﬂ‘s:mm"h’*uaaqmﬂn“mu%umuiwﬁﬂﬁuaLu@ 738
ANANULARANATY RIDUNUAAIANNLAK A1NLATEA
@19 9 u%a@hmnﬂﬁﬂugﬂmao‘fyumuvl,@i’ lasnnsvin
post-processing lag/lFlusunsy ANSYS 11.0 [15]

Eﬂﬁ 7 WRAINANIAUIUAIAINTNIZANLA b
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a

gaunail 230°C LW1Ia1 60 FUNN WUINNRIRNHFEN AN
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a
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U u 9

- S
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ad & & ' a A o
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L48991nAINTIINIANTouN A1 InRA1SUBL LA

nlranutanud e lilnain wazsswuinfiusiim
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q

e

'
a =)

Funuiiasaniingyiioanuiauluzduuuniim

AT (convection heat transfer)

0.63 mm

-
141mm

0.556 116.111 161687 207.232
47.778 03,333 138, BAD LET IR 2%

3Uf 7 wanisdiwImnIInIzatsdIvesgmnniluduu

P A e a P
polycarbonate fiknuniitfanlasldlanzuriuioufigunyi
230°C \HuszeziIan3I8 60 U [14]

FmsUmM IR BN uandsluiuan
IwaaSuaLue N sauaaInaniIsdwInlanls
Tsunsu ANSYS 11.0 laluanusauzuas contour plot @9
LLa@]oiugﬂﬁ 8 ﬂ'wa{imwLﬁu@ﬂﬁwﬁmgqqﬂlﬂﬁ
Vs minaudalansuruian uazazaasslannifaing
sonldannusiimlnd@rdudalanzudusonnsly
wwaunw x wasluuwannm y lasfienanuiduandses
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31U 8 wansdwImnIInTENedTaIaIARand g luTIm
polycarbonate Minumsiianlasltlanzunuson laslildsunsy
ANSYS 11.0 [14]
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welding process dilution
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Infe. Twa Base Materials and one Filler Metal in the Schaeffler Diagram
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1. APl Standard 510, Pressure Vessel
Inspection Code

2. API Standard 570, Piping Inspection Code

3. API Standard 653, Storage Tank Inspection
Code

4. API RP  2SIM, Structure Integrity
Management of Fixed Offshore Structure

5. API RP 580, Risk Base Inspection

IIW  Guideline for International Inspection
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1. In the field of pressure equipment

2. In the field of nuclear equipment
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3. In the field of -constructions (Steel
Construction)

4. In the field of Railway components

5. In the field of Transmission Pipeline

Certification Scheme for Personnel, Requirements
for the Certification of Plant Inspector (Plant Integrity
management) 3zl finnuaszauvasasravauin
3 30U Ao

1. Plant Inspector Level 1

2. Plant Inspector Level 2

3. Plant Inspector Level 3

NORSOK Standard, Standards Norway

- NORSOK N-001, Integrity of offshore structures

- NORSOK N-005, Condition Monitoring of load
bearing structures

- NORSOK N-006, Assessment of structure

integrity for existing offshore load-bearing structures
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- Brittle Fracture

- Thermal Fatigue

- Erosion/Erosion Corrosion

- Mechanical Fatigue

- Corrosion
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- Galvanic Corrosion

- Corrosion under Insulation

- Soil Corrosion
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- Chloride Stress Corrosion Cracking

- Hydrochloric Acid Corrosion

- Amine Stress Corrosion Cracking
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a) ldananseasuniin
b) ldnmsasuaua (CaCo0y,)

4.1.4 °1hULﬁml,a:%'ﬂmawu”ﬁmaam@ﬁa

4.2 auﬂ'ﬁua:muﬂizﬂaummmswaﬂﬁu
Tuunanwatuiivaiaue 3 e de sfiansa (A)
1803 Ind (R) wazzfiadna (B)
421 Wandwiansa (A) LLamlugﬂﬁ 3
- MIRUAUIlanIAAl: naaasldaaile
udae
- MINRRBUAN: AN

- RLAN: NIDY, WE%&J’]H

ERLRIERE anduvlang

wWaedn Wajendn

Lidou

awan

sun2 4 glwidarensniSvuuasvitninitasnudlwaengian

o o & A
waz lulastanananmednnaunuite lanziaw [5]

- d'auﬂi:ﬂaumadmiwaﬂﬁu CENEEERE)
ldund wunfilnd (Magenetite; Fe,0,) 50%, aA1a 5D
(Quarz; SiO,) 20%, LA R LT N ANISUBLYA
(Calciumcarbonate; CaCOs) 10%, tWa3lsuusnifa
(Ferromaganese; FeMn) 20%, ﬁ’]ﬂi:a’l u%%aﬁ’l W7

(Sodiumsilicate)

317 3 usasnandoiiansa (A) [1]

Zoudesrvasauan

ANLKRAD

1280°

FIUTIAIVBIRUAN

1150 1200 1250 °C1300

O B N W b U1 OO N

N3N 1 Wadgmnnil 90°C

NN 1 waain1InasnvednNandsiansan

ﬁ?LL%ﬂG%ﬂﬂ&Jmﬂ?gdq@ﬁLﬂﬂl 7 Qm‘ﬂﬂ“ﬁ 280°C uae

A

U IANAUNLILAY 2 2b gannd 1190°C azlas79

2

LL‘I‘TG@TMamuanﬁwa@hwaaqmﬂgﬁﬁa 90°C NI

Imigaulain ﬂﬂdﬂ*’ﬁﬁ@gvlﬂﬁl,l,a:“nﬁ@@ha
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422 Wandrfiaging (R) LLa@ﬂugﬂﬁ 4

- ﬂﬁi%ﬂ(ﬂ“ﬂﬂdiﬂ%&‘lﬁﬂ?: dunasfianea

- MIRRBNAN: wasdinn

- quan: vaswdunan, Wit

- dmﬂiznawaamiwanﬁu (asdszanm)
laun 3Ind (Rutite; TiO,) 45%, uan#tind (Magenetite;
Fes0,) 10%, A183T (Quarz, SiO,) 20%, WARLT & X
ANSUBLBA (Calciumcarbonate; CaCOs) 10%, LW 83513
waaM e (Ferromaganese; FeMn) 5%, ﬁ?ﬂiza’lu%%aﬁﬂ

un2 (Sodiumsilicate)

gﬂﬁ 4 usasWandoiiazing (R) [1]

Fudefrvadauan

ANALKAD

O B N W b U1 O N

13659

1330° |
s @
TILVIAIVDINLAN

1250 1300 1350 °C 1400

nsn 2 Had9gnNd 35°C

A o & a ¢ Aa
INNIINNA 2 memsmaumawlaﬂfmmgvlma 2k
FILAUIRRDULARINLAY 7 Dh qm%gﬁ 1365°C LAz

& o A o ' a
WTIAIVBITLANNATLNUILAY 2 tb QWD 1330°C
ﬁwa@hwaw'san'mﬁaﬁwaammnagﬁqmﬁnﬁ 35°C
a:wu’hmammﬁaﬁmaammnmﬁ@ﬂﬂﬁﬁam'jwﬁ@
n3a zdad launninwiania

o & a ' A
4.2.3 Wandvilads (B) usaslugun 5
- myngavadlananm: thunssdswala
2 o &
- MIRNBNAN: d1DIUWNANN
(< =S ]
- Juan: WA, ik
- a"mﬂsznamaamswaﬂﬁu (asdszann)
leun WalasaunT (Fluorspar; CaF,) 45%, uaaiduoa

ANTUDLWG (Calciumcarbonate; CaCO;) 40%, @128 S

(Quarz; Si0,) 10%, tWa STsunannila (Ferromaganese;

FeMn) 5%, tilszauniatinuni (Sodiumsilicate)

30t 5 usasWanduiiadn (B) [1]

F9udeaIDaIauan
7
6 i
5 i
[ ]
£ 4 |
g 3 |
& i
2 i
{150° 1 | | 1700
1 _1_1
0 FIUTIAIVDIFUAN
1100 1150 1200 °C 1250

nsh 3 WAL 20°C

A > ¢ a '
INNITNN 3 URAINIIRAaNVBINANTTHRAGS
JdunianInaaulnafiiey 7w ganndl 1170°C
WAZIZLAANITLTIAIVOIRUANNATUNRUILED 2 T
9nNd 1150°C BLWUINANAA19I09T29n U962

\d A nom Ao o ¢ A
vasauanagNamnnd 20°C Fedaafgavasnandaiia

a ¢ o & a A= A > s
niauazsfiaying nandrfeiiagenlduin waiarin
sulaoarnsztanfadninladns

Ful@ dudiznay ninNvasaINanuLNL

/I LLazﬂ’]iﬁ’]VL‘leL"ﬁ/\‘]’]u ﬁ’]&l’ﬁﬂﬁ’g‘ﬂiﬁ@ﬁ@ﬂi’]dﬁ 2 ﬁ\‘l 4

43 mindasadaviniumIdenaninlanzaeiie
NTTUIUMIHEARIALTNEIRSUNTITaN N3N
lanzmuoila (gﬂ'ﬁ' 6, 7) uuaidugiueos 2 dauha §1%
PBIFTNANHUUAZEIUVDILNLAIN ‘[@mmmanﬁm’%u
mnmﬂ’ﬁ'@qﬁuﬁ’m%’uﬁwmWé’nsﬁmmumimiﬁLﬂu
Mo wazlduimanueniagazidua uaznvaslanld
AZUNTI INURT IR AT UL BTNTILAY Aousiiun
Nam:ﬁmsmmaauaqm%gﬁua:‘*ﬁ;aﬁwﬁﬂﬁﬂﬂ% e
HauuiHAai NI aseuuazi ldnauon S99z

ﬁmfﬂLﬂumsﬁuq@mimﬁmﬁwanﬁu%%aﬂﬁ'n%ﬁu
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9N 2 MNNRANUAZINTNTaIBINTWENY NULNUAG

nnbnniionaantod —Tio,

ThAVDITITHENHY AUINAEN BINTD9 Rowld
18 1ad (Cellulose - C) aiaufaUnagu WRALTIAUESN vnaadanad (PG)
a A eda @ 1Y &
AMnasdunIgnaalnla Tdmsaninguuss
3Ind (Rutite - R) IWauan uazngasauldinn mMIansnRaLENe nvTannLIud R

I#uuaSou LIIAITaNR (PJ)

30 (Acid — A)
Nnnanaanloe (Fes0,)

Wsuannsou

Jswsuunn
a A

tnoloulanzilaazidaa FInaduniringay e

IunuuniSy , T0UTNVHSIOU

@74 (Basic — B)
anwglaiathy (CaF,)

UARLTENATUBLLA (CaCos)

Isuanidundnuin
TRUSHm Hyehn
<15 ml/100g EJ‘LI“?]I 300°C/1 T4.

Iwoalanzivan vwathw  |Mnvindes AC/IDC+
nasdsauiala nudanis

LANI

3lnanw (Thickness Rutite - RR) &3wan

ﬁwm 21.6 LYUNKAIA ﬁgvlﬂﬁga

IWaunannun

LLRRRISgh]

Buduaninlnalad inda nnYiifian AC/DCx

o a
LTBURCLDEN

3Ind - imaglas (Rutite - Cellulose - RC)

lﬁﬁLLﬂﬂ LLQZLLﬁE‘TﬂﬂﬂQ&J

Iirpalarzruatunanids unznuiGenyingd wwau

Usinauzaglasnnniging azidua a4

3Ind - n1@ (Rutite — Acid - RA) Iwsuanun IWnsansnaainane anlannéunibs onuiu
= & a & o

wignaanlod + Innuitoueanlad WaNad

3Ind - 619 (Rutite - Basic — RB) flauanwwuazufigaguann Iiauiananad o lanndunibs nuiu

fénsnnnin 215nRINLFND CRHER

A1519N 3 awﬂ'ﬁma\‘imswaﬂﬁuLmum@15Lﬁﬂimmﬁ?m%’umn%aua'ﬁﬂiamﬁaﬂﬁa

THAVDITNIWONHY n3a (A) @14 (B) mmgiaa (©)

FRANILR/UITAN AC/DC- DC+ AC/DC+
' & a & =2 a = P
mytnomngaiinlar: | voeasiBsasUsiduday | thunasbiveeantoa | dawnsnsdarsaawiala | dhunarstineeruwiala
MSLRINIBITREA 1n@ @ @ fan
Funibavin ey nﬂvhl,%au nﬂvhl,%amnﬁwhm nnvht;%au WYL T uRs
ANUADUIINIZNY g9 @1 eVl @
ANILANLIY G @i FITNN FITUAN
A A a a a
frsenilay @ @ FITNN @
Fuanaandng @dun @an FITNMN @
FNTIOUS \inT0BUNIITBUUUIF 18 ldamnserad TaULRIVaLWIINRY Wurlay tieswanitas
FadauuRItawltinn WRTesiTauneny

= N o o
G1379N 4 W‘ﬂ’]im’m’ﬁ%’]vlﬂl‘ﬁ{i’]%

AIABLANINIAFIATL DIN | ISO
wanliise uaznanisad 1931 | 2560
AN 8529
IRANNUAMNITDY 8575
wan iy Lazidannuany | 8556
FaUg
\Hounanin 8555
axpfitioy uazazadliiluuiae 1732
NOILAI LATNBILAILID 1733
fufa uaziiiialae 1736

MILe3pNLNUAIAEaNENIINMsaIaIaL oW
@39 NN ITLINRmsIaltiansseuanafisasnis
inllgou nstwinandadyriensu 9 uazasragay
ﬁam:dﬂﬂﬁ'w”aé’mxlé'ﬂﬁﬁﬁmmummmm'%aad aa
HuAarinn1IaTagey uazianianauudy uasyinng

AIIRDY ussqﬁw\'a ATIIROU UAZRITINUNEY
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@ duiuingdu

£ _dwduriwandnd

Tafluunuadn

' Z : ) qn?n‘lﬁ'nﬁnamasi‘mﬂuviﬂué"u ']

Sa b

ol e e )
e

=
2
@ N15ASINFBY

VR @ @ falvinse
@ = wiwdinuun’an

voedae 1-3 lunistaunuanliidnas ddudamda :>

@ uaiunsaziden é

@ Humsungy AT
(]

@ ATUANAINALDIA wavdnfmin

0T

e & a o ¢ a A
E‘]JYI 6 VUADUNTINRANINANTUAZNNILATUNUNWAIALTN

13 assananduunuan

E111ANAAATAIARARNRRNRR

NN

|

NTNTIADU - 1

_[D

®3,26mm|  arswenyu

nauden

%
X

D s | =
—/ D { i
LS L Jg ) A—
il

LABUUNS
15 l l

%ﬂﬁﬂﬂﬂﬁﬂﬂ -2 [\

I

answentul

N15MSA9E VAU

%

o
wnualn Jouain W  degreadn
Wi d

® \

degwiing

/

I I [
D :> N1IAIINADY - 2

3N 7 mIndamaianuuuiiawaniy

A a Y
5. AIALTDNNAITNONKY
a3 AWS A 5.1 utiald 4 ngu aad
5.1 a1aiauLdwiIa (Fast Freeze Electrode)
A & & A, A o &
aaNLiuSIaInlsznauINe iita lans

R

A1SATVADU - 3

Wanudia1081930159ma 9NN lasn1Ta13n uas
Imlm@;1ﬁﬁLmﬂﬁuﬁLﬂﬂﬁ'}%%’ﬂﬂ’]ﬂ%ﬂ%ﬁﬁﬁdL%ama
| A A v a & A ' s
WaTYINLRba AT M LmeamwmsmmuamaMwgalﬁm
MATaNTRADY aaLTaNTRatiuS1azlTdanIums
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Wanrinsy wazltidusaifenamnlizasdiiaunin
azlfﬁm%’umn%aumﬁﬂnﬁwamqlunﬂaam agnglsn
a1u Msdeufivindruataivinledd wazdasnisng
L%auﬁﬁﬂ”ﬂmgo
satdauduialwnimaauan wazdiansiiegs
Iisuanunazaiuqueindte darsioaglaguay
unan
5.1.1 MILENU (Application)
- BN TERIRERILIUEIUTZNOL LAz
INUBDNLI sz fafontwaiin q PIWIBNIN
- nﬂ@‘hl,mulﬂﬂmawwzmn%auﬁwﬁn%au
89 Wazvinnibafvee Lmumu‘ﬁ'ﬁaamiqmmwim
ANENINTIR
- nsidewtia 817 vanawdias vielu
5990 uazviarialy
- MITANIWANDUEINZE WENNNE B0
Anfndiliszana
- sopdafidaInIINasNaNNIN (Deep
Penetration) L% @aTWAEIAIN
- madenlanzunn 1T% davay foyw
LRZGaTY
51.2 Qmauﬂ’ﬁ (Characteristic)
- L%auvlﬁnﬂ@‘mmuwm%aw lasane PJ,
PD 8z PE
- l¥nvaevdn
- idalanznsziduamiaidn 9 I1uaw
AN
- IRuW T a LU tNSARNY
- fsuanuni wnzaanldenn
- Wowldanudunis PJ, PD uaz PE
saaLdautdwss taun E6010, E6011, E6022,
E7010-A1, E7010-G
52 saauantinisa (Fast Fill Electrodes)
madauidusfidmlszneutslduiloten
Tuauanaadadn aetusonuizdniunisiden
mwm%agauuv{uﬁmmszﬁu Tanzidanudsedantns
craial I(ﬂmmﬁmm‘%‘aumﬁ@ﬂajmm:ﬁau%mﬂum
wanvidan (Out of Position) adnalsfianw lurindaw
aaadtanteswesule Unfseudesiuninvadialaid
S2dsznavaiudaT Aalan tne LLazmn%amgulu

LEUAUY 5 YN, BIOWUININ TOUGABLAAIBRINITD

Uszaastanaanvwalnajzaslanziouanibuea 1o
mswaeNanlanzanindu uwideudoy lidinda uas
BIVELIIALL PO wWalanznsziauwdon suanne
AIRU LRZFLANLANZEANNY
5.2.1 mM3ld9u (Application)
- NAAUWILTINUNLARAT A URUN 5
N, BIBUINNI
- MIBeNTnTIUUasTNTEAD AaLdn tng
LAZADTULINTAY
S Semnann&1esuawlIunans
Usznnhdamsuaniraneld drlisunsasaniadon
lalastandnle (miajumuﬁaw‘ﬁiaumﬁ]ﬁaami)
5.2.2 Qmauﬂ'ﬁ (Characteristic)
- fnaadn (Iron Powder) laasnisiéa
Lf:amm%am‘l@i”ga
- wau'ldlu PA uaz PB faLin
- ﬂ’li%@ﬂ&lﬁﬂg% (Shallow Penetration)
- fawihussindadendibon
- fudalanznIzduias
- TAzuannu wnzeanlaing
sadoudusa leun E7024, E7024-1, 6027,
E7020-A1
53 saudoudiuidu (Fill Freeze Electrodes)
mm%awLauLﬁuﬁd'suﬂi:nauﬁ'ﬂlﬁagjﬁoﬂma
SRR NHLARYBINIALTENLT NSNS ANED sy
salwsannisduiiiaiantunarsuazniswasuan
unand I@m%qﬁiﬁn’m%am%aLLuurTnﬂizI@@ M3
guyiFoudalanzniziduias nInaunisweuumies
Iauanune madeuiidansusiaulasanzivinng
\Danlansurn (Sheet Metal) Frinlayasifiataitan
Wi Seniuin “araifenlanzuniu’ (Sheet Metal
Electrodes) LLmL%awﬁm’mgmaam@L%aumjuf:mﬁﬂu
nssuuazlifiingaldandinfafiduta sradauidy
Lﬁummsmﬂﬂumﬂ%aunﬂm TG 1 Ve R tal b 1A N RIRVRY
LAURIDAUAUIANARS
5.3.1 MslTnu (Application)
- LABULINRLANULAZLWILNEY
- wwdenliminananiounidendu 9
Malaaufianensodiumig
- madoulansurnuwinouasNaan

- wwidansznaulia
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A . oA
- madenawnUizasdlunnvinison
5.3.2 Qﬂmuﬁ"ﬁ (Characteristic)
- L%auvlﬁnﬂvhl,%au fRunlgiTaurin PA
- Idaasnisvasvaratiunad 1wnis
= o A '
ARANANUIUNANI WaNzAUMTTeN ARzl (Sheet
Metal)
- AanduazinaatTeNS o UaN1LaNaD
LNAARENY
- ﬁmmﬂﬂﬂﬂaqwmmunma \A1zaan e
Kiet]
54 maaulalasiaud (Low Hydrogen Electrodes)
NIALTONTITNANBIA bR NIERUNGDINTT
qmmwnd’u X-Ray Ndvuildudanisuanii wazlu
ML TONTUINURIN M'%aiam%umuﬁﬁmsﬁaa%iag\‘m'h
= 2 =® a =) v di c':
wanndazyu Islisuiianldaaden lalasiaud
aTantalasandl 3anT lensanwaiauiso
A a = A A 9 A 4
nIoLANLI Mmuﬂi:ﬂamwasl,%ﬂwmamaugim
=3 6 6 v = =
qmmmanmimm:l%mwmumvxuu (Notch
Toughness) ALN LAZIANURINIINAAIDALE N 826
Woanlalasandisanaunainuvasnisaluumw) uas
N1331L8N 9 (Micro Cracking) UWTHITWAYY LAZLIT
VARNNAILI DG ﬁaomsémmﬁam%uﬁfam’hm@
A a A
FaNTRAD
A s & ' A
sadawlalasaudnimuausseglunmausn
= ' A a = iAo
witnwin SsUn@snnsanu i dinua lagdsnaan
a”ummmaumi@@sﬁ'umm%u LL@iLﬁaiﬂﬁnwmu:QﬂLﬁ@]
azdasltmaganlasdunsy niaivluday
R ‘R’ SIMTUAIALTaN 1% E7018R LITHI&NT
waﬂﬁugwﬁ'umm%uﬁaﬂ Lﬁaqmmwé'm%'umm%au
N3%8 “R” tsineananiuviemialry wIanidale
NTENUANUTUFUNNT 80% uwazamnmndl 21°C e
9 11 1lud ANTURaIN NI ARz UWIFUNINNGN
0.4% aIWIANN
5.4.1 M3ILEU (Application)
- LILTBUAMNIW X-Ray WIauulToun
dasmIsutianinags
- WUITANNGIUNIUNITHANTIA LN
mﬁﬂﬂﬁmﬁuaumunmaﬁdmﬁnnﬁwm%uaugu L7
B aNNAAINITNITEIWNIBATHANTAWIURANNA LT DN

AFaINIIMIAUMIBNITLanIanluranna nagnaix

4' d' a v d' =3 2 s 6
LLazLmeaumﬂ@gw;uuamqwlumannmsﬁmﬂas
(Sulphur steel)

A )y A A

- wwadanluduwauruirselusoudan
aiwﬁ'alumﬁmﬁwazyul,l,azmﬁﬂﬂa’u%‘a ANLARINN
MIAAAIDVVFINA LALAAWITONLANTI

- LWILTANLRANNAILIDABINITARNY
wi9u39 70,000 Yaua/an9iy wIaunnnin

- WWITANYINAIRATYIN AT e AT lu
mﬁﬂﬂéﬁa:qumm‘mL%auvl,é’ﬂmmﬁmL%aw

5.4.2 Qmauuwél (Characteristic)

- RNIENUNT DA NN ULRANNAN TN T
Waawa%’agjaLLazmﬁﬂﬂﬁ’lﬂﬁuauﬂmﬂmaﬁdga F8
FUHIMIAAINTU LRZLANI AL T

- g ldduidsrnuaiaiTaniduisa (Fast
Fill Electrode) Wazal1alTaui@antdn (Fill Freeze
Electrode)

- ldgmniwszdy X-Ray unzaunsnld

a =S =
AUl HheIn%hy (Toughness) LazaITuLR e
(Ductility)

dl ; U 1

sravianlalasiandn laun E7016, E7018,
E7018-1, E7028

6. NSRRI NIAIE BN
Qﬂﬁﬂ”ﬁmm%awmsﬂﬁﬂ'@muﬁ’um:ﬁ,wa\‘l
HHE® arstfivaratdon I lufiudts Tiaasiullud
WHondn ﬁaulﬁmsﬁ,’]mauuﬁa@‘fmqm%gﬁﬁ';‘lj’wﬁ@
AMua (A135799 5) winlugmangil 250°F (120°C) 13
Lﬂ“uﬁamﬂaﬂﬁjumﬂ 1 i wsRevesaaipen Tl
aafiuTuii wasredaswanedunan 913

imsunnifeasfurdnd nitguKnm

(Portable Oven)

7
e T

T

T IS

U7l 8 1A1auFan (250°C — 350°C) uazndedgu (100°C —
150°C)
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A15191 5 qm%nﬁﬁlumnﬁu%’nmmm%au

sAnsaaLdoy waaufudsuomeanewdandas RH|  auwdsluien nmLLazqnmqﬁmsaﬂdmm%uﬁwmiaﬂmmw
AWSA 5.1 aMNT nasnndandas PaImIdaw
(Relative Humidity) °C cﬁ&umn ‘ﬁruﬁ 5
naadnlalasiaus
E XX 18 32°C 150°C 260° - 315°C 370°C
E XX 28 (90°F + 20°) (300°F* + 50°F) (500° - 600°F) (700°F + 50°)
Wanduszinnlalasian AN (RH) 50% §980 1 galag 1.5 Falug
E XX 15 1-1.5 F2lug
E XX 16
WIIRIN U9 IR
E XX 15 32°C 120° - 230°C 260° - 315°C 340°C
E XX 16 (90°F + 20°) (250° - 450°F) (500° - 600°F) (650°F + 50°)
AN (RH) 50% 984 1 galag 1.5 Talug
1-1.5 Flug

- o A a Y
7. Lﬁumm:mimansl%amL%auumswamqu
(Guide to Common filler metal selection)
A o A a o o<
nadanldaraiendasneniulasyialy
FRTUNITUIRNSDONRANNANAITUOY LAZLRENNEN

A Ao o 2 A
Wandeulrnudiulny dusasluarsnan 6

A A % A a o o
@1319% 6 nsilenldmadanii;waniulasyial
fATUNTLIUMS B aNansnlanseeiia (MMAW) nulans

sy A ' [ v [ [ v A o
TWIUN Lﬂuﬂqumaﬂﬂmm‘mau LLRSLARNNALIDAN

Base Material

Carbon Steel
Carbon-Molybdenum
1&1%Cr-2 Mo Steel
2Y.Cr-1 Mo Steel
5Cr-%2 Mo Steel
9Cr-1 Mo Steel

2% Nickel Steel

3% Nickel Steel

9% Nickel Steel

>
o
>
(@]
>
W)
>
m
>
m
>
(9]
>
[
>
A

*

Carbon Steel

Carbon- C |CD|CE|CF|CH| * | * | *
Molybdenum

Steel

1&1%Cr-%2 Mo D |DE|DF|DH| * | * | *
Steel

2%4Cr-1 Mo Steel E |EF|EH| * | * | *
5Cr-’2 Mo Steel F |FH| * * *
9Cr-1 Mo Steel H | * * *
24 Nickel Steel J [ JK|[LM
3%2 Nickel Steel K [ LM
9% Nickel Steel LM

f1a5u18 (Legend)

A — AWS A5.1 Classification E 70XX Low hydrogen®

B — AWS A5.1 Classification E 6010 for root pass®

C — AWS A5.5 Classification E 70XX-A1 Low
hydrogen

D — AWS A5.5 Classification E 70XX-B2L or E
80XX-B2 Low hydrogen

E — AWS A5.5 Classification E 80XX-B6 or E 90XX-
B3 Low hydrogen

F — AWS A5.5 Classification E 80XX-B6 or E 80XX-
B6L Low hydrogen

G — AWS A5.5 Classification E 80XX-B7 or E 80XX-
B7L Low hydrogen

H — AWS A5.5 Classification E 80XX-B8 or E 80XX-
B8L Low hydrogen

| — AWS A5.5 Classification E 80XX-C1 or E 80XX-
C1L Low hydrogen

K — AWS A5.5 Classification E 80XX-C2 or E 80XX-
C2L Low hydrogen

L — AWS A5.11 Classification ENiCrMo-3

M — AWS A5.11 Classification ENiCrMo-6

* An unlikely or unsuitable combination. Consult the
purchaser if this combination is needed.
waeLne (Note):

- ms’mf?l,aimamqwIaﬁ::L%‘aIﬂiLﬁﬂwimﬁaﬁfu-
(Cr-Mo Alioy)
- 5@ API RP 582 Section 6.1.3
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8. unay

s udIzNauNT NILgAFIANIINNANINGS

1 o : 1 A =S o v =) A
mygentysuduiidulanisdndudasfinuges
v v té = L a v
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Submerged arc welding process and ship building industry
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Abstract

Submerged arc welding process has been
used widely in shipbuilding industry especially in hull
welding and fabrication process. Advantages of
submerged arc welding process include its high
productivity rate and its ability to produce uniform and
consistent weld profiles. This article explains the theory
of submerged arc welding process and common
problem regarding the hull distortion produced by
submerged arc welding process. Furthermore, the
requirement of International association classification
society (IACS) as related distortion in hull fabrication is
discussed.
Keyword: Submerged arc welding process, Ship

building industry, Hull, Distortion
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3. WHWAANEIMILADISD
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) Tensile |Elonga| Test Impact Impact
Grad vield Strength | ti Tem Impact Energy (J) | Energy (J)
- strength gz t(l‘;;1 ° " Enery () 50 gy<t< 70 gy<t<
mm<t< mm<ts
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Long
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A 20 NA 34 41
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Grade A B D E

Fort<50mm | Fort<50 mm
Any method Any method | Fort<25mm

Deoxidation except rimmed |except rimmed Killed Killed and fine
. steel steel ;
Practice grain treated
Fort>50 Fort>50 Fort>30 mm
or mm | For mm
Killed and fine

Killed Killed .
grain treated

Chemical Composition % (C plus 1/6 Mn not to exceed 0.40%)

C max. 0.21 0.21 0.21 0.18
Mn min. 2.5*C 0.8 0.6 0.7
Si max. 0.5 0.35 0.35 0.35
P max. 0.035 0.035 0.035 0.035
S max. 0.035 0.035 0.035 0.035
Al (acid
. 0.015 0.015
soluble min)
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Grade A36 D36 E36 F36
A40 D40 E40 F40
Deo><|d?t|on Killed and fine grain treated
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Chemical Composition % (C plus 1/6 Mn not to exceed 0.40%)
C max. 0.18 0.16
Mn 0.90-1.60 0.90-1.60
Si max. 0.5 0.5
P max. 0.035 0.025
S max. 0.035 0.025
Al (acid 0.015 0.015
soluble min)
Nb 0.02-0.05 0.02-0.05
\ 0.05-0.10 0.05-0.10
Ti max. 0.02 0.02
Cu max. 0.35 0.35
Cr max. 0.2 0.2
Ni max. 0.4 0.8
Mo max. 0.08 0.08
N max. - 0.009 (0.012 if Al is presented)
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4. mapanuuulanand (Submerged Arc Welding)
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