Az AnMsszaNa INIMedaesde Uizl wabve

https://rsucon.rsu.ac.th/proceedings ®o IWHIIU &b

answanszuawonlavizlaglyMausan (MAG) neaniifvessoananeriannal SPH590

Effect of Metal Active Gas (MAG) Welding Current on SPH590 Steel Lap Joint Properties
= * a A I a 4
21U 1Bz lan’ tay NaANIY NuzNad
Anon Cheinprakhon* and Kittipong Kimapong

MAINIMINTIURAA AT AN IMINTTUMAnS ui1Inerdema Tu Tad 1 vuenas a3
Department of Industrial Engineering, Faculty of Engineering, Rajamangala University of Technology Thanyaburi

*Corresponding author, E-mail: anon_c@mail.rmutt.ac.th

UNAALo
a o d’ld I = a A A Y&y <= A 1 A

U ﬂuﬂﬂﬂﬂi&’ﬁﬁﬂiuﬂ'ﬁﬁﬂ‘ﬂ1@%‘ﬁWﬁﬂiZLlﬁL‘]§fJ§JIaW$Iﬂﬂql%ﬂ'lclﬂlﬂﬂ‘ﬂw (MAG)NUNAADAUUA

' < v v Ay v A v A s o
VDITVYNDINYLYIANNAT SPH590 5E]Elﬂf]“l/lhlﬂtl]']ﬂﬂ'liﬁf'ﬂllﬂ?ﬂﬂﬁgl!ﬁ!f’]f@ll 200,220,240 1182260 LL@NLLﬂﬁQﬂHWth
° = ' 3 = < ] ' P A
NMINTANHIAINITNLUULTIAL AITVLLU !Lﬁ31‘?]5\1?751\1111’75]1?]51]@\15@8@]@ Waﬂ15‘ﬂﬂﬁ'ﬂﬂiﬂﬂﬁ§ﬂﬂﬂﬁu NITIYOU
a Ao qYa & = A A o A A
ﬂL‘Vilﬂgﬁll‘anﬁl‘ﬂlﬂﬂﬂ?WNLLmQLﬁQﬂQQQq@] 619 lllﬂﬂgﬂ“’f?na A0 NITLUAIFDY 200 Ll't‘)ll!!,ﬂi MTINNNTELELBON
] o 4 X o 4 < ,
ﬁ\?Nﬁﬂ’lclﬁ}ﬂ'ﬁWﬂﬂNﬁﬂLWNﬁu ﬂ??ﬂl!mqm@ﬂiﬂwgl%ﬂﬂﬂﬂaﬂ Llaxﬂ/JnJLlell\uli\?ﬁ\isllﬂ\‘ﬁ@ﬂ@]ﬂﬂﬂa\i NITANAIVUDN

' 3 A v A A ° Y a A I v A = a
ﬂ’]ﬂ'J’]llLL"lNlll'f]i‘]fﬂi:ﬁLLﬁL“D"ﬂll‘1/]1]ﬂ']ﬁ;f\iﬁ'lll'lﬁﬂ‘V]']Gh’iLﬂﬂﬂ’lﬁ!WiJﬂ’]ﬂ'J’]iJLl"lNlﬁ\?ﬂi’]ﬂllﬁguﬂﬂaﬁﬂﬂﬁqu"]ﬂ'ﬁ]’]fﬂll

Pz 9 { ' PR
dsgTemilumsoonuuIaseadundianutangulase 11
o o v A < A S v
FIEIALY: NITIVONUUN NISUMYON (HanNal

Abstract

An objective of this research was to study an effect of Metal Active Gas (MAG) Welding Current on SPH590
steel lap joint properties. The joints that were produced by a welding current of 200,220,240 and 260 A were
investigated for tensile strength, hardness and macrostructure of the joint. The experimental results were as follows
The optimized welding current that produced the maximum tensile strength of 619 MPa was the welding current of
200 A. An Increase of the welding current resulted in an increase of the weld penetration, a decrease of the weld
hardness, and a decrease of the tensile strength of the joint. When the higher welding current was applied, a Decrease
of the joint hardness could increase the yield strength and the modulus elasticity of the joint that might be useful for

the flexible structure design.

Keywords: MAG welding, Welding current, steel
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