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Abstract
Preheating filler wire before welding using induction heating coils is a technique that has
been developed and applied to various welding processes, such as Gas Tungsten Arc Welding
(GTAW) and Gas Metal Arc Welding (GMAW), to improve the melting efficiency of the filler wire. This
is achieved by reducing the temperature difference between the filler wire and the base material,

resulting in a higher deposition rate without increasing the overall heat input to the weld. In
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addition, this technique benefits the mechanical properties of the weld, such as hardness,
toughness, and impact resistance. It also helps to reduce the risk of porosity, as preheating assists
in removing moisture on the surface of the filler wire prior to welding. Moreover, it reduces the
heat input into the workpiece, leading to finer grain structures and increased hardness in the weld
zone. This article presents a study on the effects of preheating filler wire using induction heating
coils on deposition rate, microstructure, mechanical properties, and the influence of

electromagnetic fields induced by the heating coils on arc stability and weld quality

Keywords: Arc Welding, GTAW, GMAW, Hot Wire, Induction Heating Coil

1. Ui

nszuIumsWengnisnldifeyssanulanslvifiady widumsdendlitustrsunsvarsfienisiten
il Tageninszainamad eulwindudunuieadsanudendildlunsvaoulony Fefiouduogng
e lugREIMNTINAINY LWUERATINTSULIATIASIWEN, BRAMINTIUSTUUYIE, 9RaNMNITUEUEUS waz
goannnssusedaldusu imsglfanundusatusesseiigs warengmsldmuilenuiu venandmadey
ihdaudsmudnuvagisnsiuandaiu fegnamadensinidenlilutiagtu 1wy madensrinamnu
wiaunmay (Gas Tungsten Arc Welding; GTAW) LLazﬂﬂiL%ﬂIE}ﬂJEﬂ{ﬂIaﬁzLLﬁuﬁ‘Uﬂﬁqu (Gas Metal Arc
Welding; GMAW) 51'5@Lwiaxﬂszmumiﬁ%ﬁa;ml,m Q@é’aﬁﬁumﬂ@mﬁ’ulﬂ [1], [2], [3], [4]

Tudlaquulsiumadasnag udsegndldfunaden Weinusansamlunudey Wunadansdu
(Oscillation) mafiamsléfnszuaiad (Pulsed Current) wagimaiinnisguainidion (Hot Wire) WWusu wildly
wadladgyfiaznanifematiansguanideuneunisiden Tasthwnmamisnhardeusnlilunisgu
adon fanaramionigniwuiiieldvinlilansfgamgigadulunariismis lnewdeniliiaae
aunuimdnlurama fegenaiadaduldfenadeuluiivianuuiaunaquuuuguan [5] wield
gualInLiu (Filler Metal) ‘LﬁﬁqmmﬁqaﬁﬁudauﬂawﬁwqLLmL%am dlowfiudsyAnsamuosnafuionun
Fou uaziinvuiagusisvesuuiden navesnsguantouitnsieaiunisaneusiisvesgamgives
amdeutuiununowhmadey vildmadeuaunsoasumnldiity dwalinnfmdelanyluuun
douswunimadondnd é’qﬁuﬁuﬁuﬂizﬁm%mwmsmém%umuqqgﬁu 5ﬂﬁgaﬁdwﬂiwé’mﬁunuiuﬂﬁwém
(3], [4], [5]

agalsfin wiinaeiinmsUsegndldinaianisguainsiuiumadeueinluraionsduds widsun
nsfnwusuifieudednlududnsniaduielave (Deposition Rate), Inssadnsqania (Microstructure),
auUAiBana (Mechanical Properties) saulufisnavesauiuusiinan (Magnetic Field) fAnnunain
wilgnhannufeusemaifon Tnsamelunszuiunis GMAW uaz GTAW fildssuusnluiifsude fudu
unAnuiiiiagusrasdilenumuissunadoyadiumaiianisniadeunuuguandsvaaiamieni
Aot iidiuunlturesnsuszgndldineaiedludsgpamnssy wasduwamedmiunsidese
gonluauIAs
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2. mafiauanén (Arc Welding)

2.1 M3wauasnvamuLiaUnAgy (Gas-Tungsten Arc Welding; GTAW)
o 2 4 & o v s @ a & v & S
nswen GTAW Wumsigeuiionduaiuiouainniserinseninwisamusianinsaiuduny N%
Weanudianinsawuuliduudss (Non Consumable Electrode) azliinasuasluluguanuiosnindyn
P = a . v = ' A a = & a o
vaeuiigs lnedin1sUeuaindy (Filler Rod) [duuadeuseninanseuiuns ieliausinauielavy 8nms
TuvaziferiuazeunfiaUnaguiieunmauwuideuwazBidnlnsa fredesiueandiauniasindus iz,
Tuvihugnsendunuation lneufaunaguildlunisien GTAW dniluensneu (An) wiedideu (He) wson1s
HAUsEnIianinad FeiaveanialnnaudwasiennauUivosiuiiey WU ANNANYeINITaeN AL
A8V IWIT Y Uarn15allsdenin [6] A uveInsEsuIunslonliAeaiunsailauianlaagi
wannviane witansefeauiiluniswens lutagiulahwediansdeusuuguainsmevnainmiledti
AUFaU (Induction Hot Wire) unldiunisiion GTAW Miluwuuiednluliiviosnluli@ wewiuaudily
nsweNdnMsduinauaunsalunisnda (3], [4], [7] Fenssuidwazgunsainlylunssuiunisiion GTAW

wamalfluguil 1

DIRECTION
OF TRAVEL

ELECTRICAL CURRENT
CONDUCTOR

INLET FOR
INERT GAS
SHIELDING
TUNGSTEN
ELECTRODE

GAS NOZZLE

WELD ROD FOR Mg
ELDReDFO || e GASEOUS SHIELD

s —

METAL

ARAR IO NS

LTI R 777

ARC

WELD
BEAD

JUN 1 n3sulsmsen wazgunsallunisiwen GTAW [4]

22 mil,%aua'l%n‘[aml,l,ﬁaﬂnﬂqu (Gas Metal Arc Welding; GMAW)

nsieun GMAW Wunsileufiendunrudeuanensnsswinaaideniutuny Tnsmadouuuy
AuiUdes (Consumable Electrode) wilnunan (Wire) gnifousniaiesilouaniifadsogiuinioadeuiile
o1$nasannufounarvasuasluunuaden luvusidsriuufaunaqugnieusanduiaieteay
UfATeneendindu (Oxidation) Insufaunaguiililunisden oMaw sfaifiumiveulasenlad (CO,)
a15nou (An) wiedidew (He) wiansnauszniwiannan msghemlanglunszuiunisidon GMAW 91N
mm%amhl{fﬁyumummmLﬁmié’wmagmmu ﬁﬁyuasuiﬁ’msmaiw% w5y wiaunagu wazvlinvadain
Tnevialuudsldmdu ¢ Tnuandn Téun Inundna993 (Short Circuiting), Tuannanla (Globular), Tnuawy
av009 (Spray) waz lnuaruaresuuRad (Pulsed Spray) Sewsaslvunfidnuansnasuuazdiiulans
e 1wy Tnuadnasasiaudous wwgdunuwinuiwasdeluhumivindeuiionn dusulnua
vealalunsilondlngasvandsaiiesnniliifnazesadalans nsuifueesdsifeinislunisdon

%
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Yuzflvuanuazeadlinisvasuiireilos aliaus waslvineiunsigentunuiiaumun dmsuluuany
azeauuiad lWumalulaBiimuaunisaameienssuanad dsienaudofvesialnundnisasiasivun
Wuarees YmInziun1sdousnlulifuazauiide 1n15ANULINEIEe IAUVBINTEUIUNTToUTAD
ansalenlasimsuies awnsafassiurueuddsumiaiiuanuausatazauiug lun o us
% = Sy o ' % ¢ v v = ax
Jonpavain1sandasiinnuliseaniniindsy E;UﬂiEIJi’lﬂ’]LLWJLLaSSUUGZJ@u [3], [4], [8], [9] BanssuIBLay
gunsainldlunszuiumadon GMAW wanalilugun 2

SHIELDING BARE SOLID WIRE
GAS INLET WELDING ELECTRODE

ELECTRICAL CURRENT
CONDUCTOR

DIRECTION
OF TRAVEL

CONTACT TIP
GAS NOZZLE

CONSUMABLE
ELECTRODE SHIELD
— ; % D
A
— INAY
A-BASE METAL C-WELD DEPTH OF FUSION
B-WELD D-WELD METAL

REINFORCEMENT E-HEAT-AFFECTED ZONE

UM 2 n33Bnsi¥eu wazaunsallunisiiey GMAW [4]

3. ananileaudiaduieu (Induction heating coil)

mslianudeulnsnisnieni fndnnnsfedelninssuaadudiluluvnadn Weadsauuuivgn
TWihiAeuiiamemasnsian ﬁs’z’iqammmmé‘ﬂﬁmmmdamul“dé’qiamﬁagj‘LﬂﬁLﬁm‘lﬁmhﬁaﬁuﬁa ot
Tavzdnlluauuwimdnlihivlhaausaadeulniiimilenth (induced Electromotive Force) lulams
U Aanszualaiu (Eddy Current) ayj@waluﬁa%uawuiamzs?imxLﬂéauﬁluﬁmmqausaummaumLszmﬁﬂ
fivdsuuvasly Tnglulansdmnusumulnih deildnszualraugydendanuesnunlugivesnnudou
(Joule Heating) Fadunalnudniiviililansiinaufouanaiely nglidesduiatuunainmieta
Sou [10], [11], [12], [13]

wadansliarudeulasmamdeni deuldtuiunuiidlanslunasgeamngsy wu madeulany
nsnasulans wazmsyuiiudadudu gauvesnisldanufeutuumisni Aeasemnuiougsliegng
37 annsalinnufeuanizgn lifinsdudalagnsstisannsdnusoveniesde uaghifinisuass
uafingdwndoudiadisuiunmslianudeudommnuuudadu ogslsfinm Bn1sdaddedfaus
Usenns wu limngdutandilivii i mssenuuusameliangfuusasdusuldonn uasdunures
gunsalgs [12], [14]

Hadeiidmalunslimnudeulneniswmieaide aruivensyualniihdsdmalnensaieninudnues
m’ﬂﬁmm%@uﬂénﬁaLﬁaslffj’mm?ﬁ'qmﬂﬁmm%uﬁummzﬁumuﬁﬁa wimnldanuddagliauseudn
LALNZAUIIURUN uaﬂmﬂﬁgﬂﬁ'mmwmmawmmmE'J’aa'ﬂmasiamﬂﬁmm%auimasumm@ﬁgﬂmqGmﬁ’u L
YAIANTINTTUBN, VAMINLUL, 1305UTY rlimnuFeusineiu [15] FsvunvesumainuayduIusoudsHa
AOANULTNYDIEUILLILUAN %quuﬁagiﬂﬁmmaamnmﬁuiﬂmf\]Lﬁmmsazammw%auquﬁu FRREEIS
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&nees Tusnefitunuieglnafuluaglifundsnuliifsme dmalsinslimnusoulsifivssansnm [12],
[16]
amﬁ’aﬁuaﬁa@%umu i AAusun Ui wazAauddmdnliin dawadenuaunsalunis
Sundanuainaususivan esantagifienudunugaasinnideuldinitanfifainistilaiings
1N uaﬂmﬂﬁﬁﬂé“&iﬂﬂﬂﬁﬁhﬂlﬁ?fﬂﬂﬁqma@iaé’mswmil,ﬁmqmmﬁimmqii’ﬂLfJuéTaqaaﬂLLUU‘Lﬁmmzauﬁ’U
Uinamnufeudideansuaznaniild nulufsdnnmaadouilumaia wu nmsguaadonvienisyy
Aauds ausilumstontunulaveinusnandsmasomainauoulasmamieiih mndunuedoud
Sadulueedemaliigamgilsifesduiiimun sudufesvaugassninsszeznanninidugumnii
#e9n15 [12], [17]

4. mallansgualniaun1sdanilgvaadnmilediiauiau (Induction Hot Wire; IHW)

wadansidoudionissumndeumadeudisuaanmieai vlnsindnanuienihaiuiou
wazunasinglnvesuamaluinuieunisonsn miuidevhniaden mndeugnieunniedoatiouain
nuvaaInmigavilvaindeudeunditeuasguundonannisersn undsingliindmivunaindy
wiassrsusniiaglulgunsalmileathaudeu ddlildnszuandnillionsn msguainneunsieugnld
dieligamnivesanidesligiululndfugavasuazansvesiuau Seieanausmvesgungiiainden
wargamglinuieuntsdon dswalimadounioufiasvasuazaneidioldfunnuiousnnisersn dnvanis

guarnglinsaemnaanuananinludandouiivszsdniamunniu dwalaaasuazaislisims,

¥

Inglddoafiundaruvesensnlaenss dwalidninsfuielans wazanusilunisdengaiuliefisuiu

¥
aAaa 1

n1sideuitliguain (Cold Wire) [5] Fauandlugufl 3 wananilisn1sguaanaunisiieudsiiisAeiiain

a 1

Feuluouvdamlumnounnides LLGi%'aLﬁsJﬁuaﬁ%ﬁjﬁa%qzyLaamwmaumﬂqmauﬁ%L%'amL“f]uasm
10 Tnglunsguaaneunsidousnevnainnieniazlinszuaaduiiondnidsansinaeninides
Wi (Arc Blow) Famefiansdendenissumaiasdsnuusuansatulumunssuiunadondivhuld toe
Tuunenuiasdulufinssuiunisden GMAW way GTAW
iemuauuaznsUiteumgivesmndoufignguainegrausiuginoudguuaden ssuunsguain
Frpunaamiiaudeuthaunsofnds wugesingumaiuuuliiduda Wi Infrared Thermometer %38
Pyrometer Tindsnanmisniuariouunuiuion fusuwefnaritensaaeugungiitiwesmn
 atuugshnmadon vilfausausumnssuamienihvioruiiounaldaueumanzay 3n
fsanaudssiiatnfouiuluniafuiuly Fsenanszmudenisvaenmaniowafissnimnesuonasy
Tagtonzluszuuidensalud@fidesmsnnuusiugiga [16]
4.1 maleupinisamuuRaUnAguILUUAInA A8 naRmTlE
Tngviallumaiden GTAW wuusssuamsdeuainyilaedavestiadon wilunadeuuuy
AsdrlusiRuassluiRmndenazgnileuseinisstouainadnofiuieiostouainlunisides GMAW d1wsy
miL%aumi‘ﬂﬁqal,mw,lﬁaﬂﬂﬂqmLLUUEjuamﬁwﬁmammﬁmﬂ’] (Induction Hot Wire Gas Tungsten Arc
Welding; IHW-GTAW) vhlnefiasgunsaiguaiandsaniaiesouain uazfauuinniiasdoudnguuaien
Faannalunisazansain Joafuarufouaralutuiu uasifinnnuusdudilussuudalulfi 35dgnldd
Foensnanmuudongs 1wy lugaavinsaiinsiedl vioussiu videlrdosdu etndlsfou nsldauszuy
guansududosmunuisnssualninildlunisduann wasarudilunmstiouasliduiustu mnldnssua

]
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wniull wideuaeduiuly sviiliaindewiuanudndu saudeusuazfnegluedeatouanld sz
diolavglisuanuiougs autAniang 1w AULIMAZANAIUNILLSIAY Jvanal inbiaindegudieuas
Wndavnsendnenswey [4], (5], [18] dwunsiien GTAW migimATiANTeuaIngnuannagun 4

Effect of Arc Energy on Deposition Rate

—e— Cold Wire »
—=— Hot Wire -
~#- Hot Wire with Oscillation -

Deposition Rate (kg/h)

2 3 4 5 © 7 8
Arc Energy (kW)

UM 3 nsmhlSeuiieudasnsiduilelagdondsnuniseninlunssuiunisided GTAW
sevinanilalaguainiisuiuwmatianisguana [4], [5]

4.1 maeupinieamuuRaUNAgUIUUUAInR A8 UnadRmTlE
Tt luTunisidon GTAW wuusssuain1stouainvinlaedvesnnd o wilunisdsuwuu
ﬁqé’miuﬁﬁLLazé’miuﬁﬁmmL%M%Qﬂﬂaué’wLﬂ‘%'aaﬂaua’amﬂé"wEJﬁ’ULﬂ'%Iaaﬂauam’LumiL%u GMAW @115y
mMsieneninamuLAaUnaguuuUguaInsIsvaaInmilnni (induction Hot Wire Gas Tungsten Arc

'
1 IS

Welding; IHW-GTAW) vhlnefiassgunsaiguaandsaniaiestouain uasfeuuinniasdoudnguuniey
Prwannalunisazansmn Jastuniufeuaraluiuey uasifiuanuusiuslussuusnlud@ 3dgnl4
foensnanmuudongs 1wy lugaavinssuiinsiedl vioussiu videwedesdu etndlsimu nsldauszuy
gumasudufesmuaminszualnfhdldlunisguann uazanudlunmstioumaliduiudiu mnlénszua
iniuly wideuaaduiuly agilimeouiueusifu susousuazinegluiniesdouaels e
delavelesunnusougs autBivnana 1wy euudauazanudumunseis azanas vilimadesuiouas

Wndaymnseninemsi@en [4], (5], [18] dwiunsiien GTAW mgimAlANSeuaIngnuanIneuil 4

HIGH-SPEED FILLER

AUX. WIRE FEEDER

SHIELDING
GAS

TUBE

AC HOT DC
WIRE GTAW
POWER Mot POWER

HEATED
WIRE WELD WORKPIECE

5UN 4 szuunisguaInidenlun1sided GTAW [5]

]
v

Uil 22 atiuil 1 unsAu - Tiguiey 2569



174

4.2 maeuaninlanzufaunaguuuuguaindieunadnmienti

Tunsiden GMAW Tnesialdaraidengnieuainiadostieuaintuiaidon (Welding Torch)
Tnenss iooinadnnudounasuasaessviandontiuiuny srslsfinulumaianadeuendn
Ia‘vwLLﬁﬁUﬂﬂQQJLLUUEjua’JG]é]J’JEJGUﬂa’mLﬂﬁﬁn‘lj’] (Induction Hot Wire Gas Metal Arc Welding; IHW-GMAW)
%ﬁmiamé’?ﬁswﬁaL%améwm%’uaamzju (Hot Wire Torch) Hlfuvasdnelwuenainiedesdonmdn ilaenuny
onmgiivesainegamnzaureuinguu e Imaaaméuﬁgm&juﬁwmzLLzﬂ,V\Iﬂwmﬂmmammﬁmﬁﬂﬁmaﬁlﬁ
qquﬁﬁuaqamLﬁuﬁmmsw%ﬁmﬁ%azmaaqajﬂawaau mMsguanieunsioniivedvarsysznns 1wy e
dudnnafudolanglilaglifiuimumindouiidigiuny (Heat Input) dailatag uazdsanunsaan
Sruuuudeniidonhlunszuaumsly widesitavesisifeseddduvasielnusndmsumsguan duua
Tisvuunaznsmunuiianududeu Snvislamue futanaindeuddadumniuluiae odradu

v
a v a vy o w

aanewamseezgiieinlideddnszuanindulunisguain uenainfidlldedninluiudunianis
Weowsnemey sruunsaumIawienlunsen GMAW gawandlusui 5 [19]

Welding torch

Hot wire torch \

.
Weld metal v

% Base metal

gﬂ‘ﬁ 5 izwmiijumm%aﬂuﬂm%au GMAW [20]

5. HAYAINITYBUUUUTUAINAIBYARIAMLEIYIANNTOY

nsdeunuvgumassunmnmioaiauieudmalaenssrouunien osanananuunnsng
szisgamgivesmadeusuiuey vilisannafudelons, lassaiseana wazandinisnadls
Wasuluanuuadendinunsideuiliguain

5.1 samnsidulansiunisidenuuuguatndrsunadnmilsninnuiou

Tunszuaumaden GTAW wihindunszuiunsiliuadenifinaunmgs uwididediniiddyde

Samnnaudelansiideoutred esniadeusesoumadeonanndeaues Slgmilldsunsudle
Tnsnstuedosdouaaunuszandldfuninden GTAW slvnsfuainsadu wiidesnaindoud
guvpivosianuuanisiugamgivasumniigainlimanasuazanslddiag Juitamilaeiiedosgu
amdounldifioguannnounmaiden telfnisvaeuavarsvesainideniussansnmanndaty e
Snsnadudelanglnglifinenufouiidngiunusodolansnuinniauly

]
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Tunszurumsiden IHW-GTAW adadndignguliieusnensdeunseuaitnguaaiamileati Tng
nszuaBuendanInNIzuaTenaiendon Insnisguanitisanndsnuiiendndeddlunisuasuain
dwalisnsnmaiudedenfintuesnsdifoddn 1nauideves Voigt et al. wandliiiud N15gUAIANE
wailansunieithanudou defudamnndudolansuuiieuldfisdosas 220 ieifisufunaidon
GTAW wuvbiguaaildfuuadeuioiu glifidgmaeninidouuu (Arc Blow) ifnifnluszuugu
anhensuglifihloenss [18] Tudnwaifiortfuainauideves Padmanaban et al. lés1auin st
AnszuaguaInidsdmasrioguvniivesaniden warauiinstouainlunszuiuns IHW-GTAW danalsi
Andnvnzuunden (Bead) finauuiieuunazruinvesussuaviasuiiunniy IngliidwaiFesagunseves
Snvnzuuadon viastounnsadunudon (Defect) Fauandiiuinnedadannsaldmuauamuamis
Tavigiveweauuaiden wiouiiuauannsalunisudnldegnaiuszansnim [21]

dmsunszuIuNs IHW-GMAW fifismsmaifutelaveigraguda lunisussandldnisguannay
Pefiuszansnmsannmaiuidelangliittu 1neidbves Marumoto et al. yeawin eldnszua
9140 350-500 wenwU$ fnnnadanisiden 0.3-0.7 wasdewrd wazaiiidouaindou 10 wnsdewd
annsaansiuaLLuLdeN (Pass) lfideuusiumdnmun 19 fadluns 9niiu 8 wuavdoifies 6 wua niou
Faaendnuavaurssetunliinnninindeudiemaila Tandem GMAW aghsdniau [20] wenainil
N8I Magadum et al. S3nuIlunIzuIUNT IHW-GTAW Sasnsiuiolansdouanunsaiindu
fla 3-5 wih lasufunsdeniildléiguann uasildlndlAsafunssuiunts GMAW Tasflaufinsiden
ansnsnfintulfedreddeddalnglidmarosuimesuuadon vienvasuavarsilaiauysal [5)

5.2 Tassa¥1aganiafumsiieuiuugualndlgunaamieaiaruou

NsrUUNMT0LLUY GTAW 3 GMAW saufumsguann tunsimuiiedouiaguiuas
Junuiifesnsaunimuuaiengs Inevildluaudiddyvesnszuiumsifioaunsonmugulassaiingania
199UULT 01 (Weld Metal) waguFaminansznuainaudou (Heat-Affected Zone: HAZ) leioenadl
Usgdnsnim Tunszuaums IHW-GTAW dsralilindsnulunsenindesaadefisutunadondilaildgu
010 Sedsmalimnufeuiiinguuadonanas ¥l HAZ fdnuwaisiinavas Bnvisanaudsswsinmislames
InsuTUIA g luusuIesse

91NU3F8Y83 Marumoto et al. WU AFzUMTITOL HW-GMAW @13n1508nvLIANTLUIIN
Yaulaanuazats (Fusion Boundary) laagnedmay WewSeuisuiunszuiunis GMAW saewmaile
Tandemn GMAW wu319u1aLnsuanasanUszuia 500 lulaswns wdewies 100 lulasiuns a1l
AnszuaLdeN 350-500 wenuU$ wazmnuFuAuLLILTon 0.3-0.7 wnsieundt Tunsldnisguainneunis

WoUITANANULANA1TENIR UM Tan auAuauninlddmiunimasuidviliarauseuniing

al

Y | Yo 2 W . 3 o 6 v ~ a £ a o
Fuauanas danaliensn1siduds (Cooling Rate) 153U vilvinsuiinuazidenundu 8nvansu
=~ X o Py =~ 2 =

aziduaunTuidanaliTuuiia Uiy [20]

wananil lun1sAinwinisweuneniilany (Cladding) Tulanenay Inconel 625 asuulansgiui
Judanmanndiliady 347 Wneldnszuiunts IHW-GTAW danuin msldnssuandniisnuseunn 60-100
wouwUs FaufuNITIURINYIannIsNaNTEindlangiuLaslans g1y (Dilution) LazanANULFLIYRINTT
wan31alu HAZ legnafiusednsnn Gedenalilassadnganinvestuiennanialany Innuadiausuas
ANANUASEAATANUTINUDUTRELTON [22]
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5.3 auUAn1enafun1s¥auLUUguaInaIBunaInteIlIAN T
nseusswaianisguaiadumaiafldsunisiauiioantad inreinsideuluUA LAY
TnsanizlusudseaniamnsdonuwaznsaiuaANAMAINLLIT oY Nelnalafenandlaiigatiudin
aunsndwadeantininavewutoy laeg1litudAy N1sWenmiewAinNTauaINTIwanAINTaUN
dudngilielangu Fedenanon1sannisvenefiivesnsuy kasnsaansavauaaeseanielu e vivliled
= A I3 = £ o | | ! = ay v
WWATRNTEAMNLT T ILAEANNmTEIgIY drograiiu Tuamwes Marumoto et al. wudhwIbeNiile
90 IHW-GMAW Sauudegandmeuiiionainnsguiunis Tandem GMAW agnsdmau nelddeulund an
AnuFouihgrunuimnIwaziuuiugenlunisweutesnin [20]
31NN3ANYIVe Padmanaban et al. lumsiteuvioTanatnuaainsa 304H AensEUIUNIT IHW-
GTAW uwanslmiuin mannszudlnluvaainmieniainuiou (Hot Wire Current) wazadnunialuns
Jouain (Wire Feed Rate) stiinmtinvesilolouuszdimalidnvazvosiuiifoniianyus s
MRV LYY AUNTIE ANUENVDINITUNINTY wazyuUa185aeeu (Toe Angle) Baiavualinnnuduiusiu
ANULT LT UAYANEILSAIUNSSULT SR a L UIToulnenTs [21]
uanand TunsAnwves Pai et al. FauSeuiisuanuudaussronssnszunn (Impact Strength)
' N ay v = av o1 A = ! = ! o
seinawundounlaanaindsuiiliguuarainiigu Tlun1silion GTAW U WUIWaNLUUgUaIn 98iiA
< 1 A o ! Y ! ! v ay a ¥ |
ANNLDLTIBLTINTEUNNTAINItUTERUISUTEAN WU 9Cr-1Mo steel uinduddamluiuzusvasul
Woudiasaue warann1singnsu (Porosity) laegneditdudAny iWaswinnisguainyisidnaeueu 1w
anuau Wiszmeoananidiaaneurasuasguenasy Juduamandnvesgnuluwuidon [23] dmsuns
Waunanilanglulane Inconel 625 vuawmuaa 347 Iagldnszuiunis IHW-GTAW wud1 n5AIuAY
nsgualnisuiuldnisguanauisaannIsnansenIdlansiiukazlane gy LaganANuded0dns
wandluuiinu HAZ 19 feeaslidsanumioitazanundusmedas@adinuinawuiioulan [22]
o’ Y o ' v =] ° I
5.4 wavasauuwiwman it luvaadniunisiesnuugualadievaainmieniinuiou
N13gUAIRNLUNTEUIUNTWON au130vilagdansivmuToukuuse 9 Wi n1siiauseume
AuA1uN1UlIi1 (Resistance Heating) hag 15t sadnualing nlwin (Electromagnetic Induction
Heating) lnetaniz3sudiudvalaiusoundanulunivaininuialiosvedeis nuasAnN NI MUY oL
= o & v v ' = o a A a @ =
Weosnludndusesinszualwih e uaalaenss Jsaunsandnidestymiiinainauiuiiivandieis
dNasolEds TNINYD91 5L
MNNUITBUR4 Voigt et al. ladin1seonuuuszuy IHW-GTAW lagldunainuileniinssuagay
A ! Y ' 1% o’ A A ° ' | a a a
\eguaalangnouduanasy wuin nsldauuwimanlviimienhegramngay (Wi 10-20 fiad
widan) anansaLiugaugiianalaegaivsednsamlay lanaiesnimeesniseninuaeidon Bnnedagaey
P Y a & A o~ 1Y) = Ay M v Yo = Y] q' '
Wudnsnisiiuilelansiliaifisuiunszuiunisideunliliguatnneldfmuusiieaiu Turueinisguain
AreAuA1uNIulNia (Resistance Heating) HUaAlul3 039909n15AIVANNIBKATAUNUA uidnaliiAn
auuwdwdnduainnszualnil (Arc Blow) daililaivesensndsuuy niegusanvauzuundouly
aiane 1o lnganiglunsdlildnssuanss (DC) motiiad [18] $1u798989 Magadum et al. Fsiausliild
nIzuadaU (AC) visensuaNadunuy eadudiegeweliios annsavanauILiman wagdglinszuiuns
= a dy
UANULENYTUNYY [5]
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6. 35U

nsldinatinguainaigunainmilendlnnusousinAunIsienesn Wy GTAW waz GMAW ¥l

B =~ a a a 1% ' I a & g &£ ] & v
nsdeuiiuszansamaduluvaredu ldiasdumsifuiielansMisi0u n1srIvAuIUTuuId ouli
auaue vsen1sanUSinaauiouniidndtuny fufnnainignguaulndyavasy vilivasuazaiale
Petunaglifaaisnionsnunuiiowdn uenani Fnuitlasaianieluwuideuiinnuazidenty
danaliuuaonudusiunazanleniauwnni’a lnenslefsalonduauiinnumu Aa1usoandnuiu
wwadenastly Wedszudanauazdunuld duivauuwimaniiinanueainmiledt mneenwuuLay
AuANeggnaeatlidmanenisensn wagaunsalluldiussuudensnlud@laeg1eliuse@nsnim u

' a s ~ a4 A Y & v o o v a A 9 v

mnauaulimingay onfinesnidesuuvseuuiteniinguld BeiessiinseTalunisldauase el
pmdaay unanuldazuiSeuiisuserinessuu@ennuuliguamnuaziuuguainlilumsndm 1

A15199 1 MSUTHUMIBUTENINNTEUIUNSTEU Cold Wire kg Hot Wire Tuszuu GTAW ey GMAW

Cold Wire Hot Wire Cold Wire Hot Wire
GTAW GTAW GMAW GMAW
1. undsnuiou 8133 8133 813310 813310
\P3eaiten \P3eaiten ECNE O \ASeaiden
GTAW GTAW GMAW GMAW
\eBeiosguann eBueTosguann
2. $wauandoudlld 1 1 1 2 1
3. nM3tauann Joumasmeile douainil Jouandnludd  Jouaindnludi
R RLIHG gngudnluiia nniefeader  nieleaden
ngUnsalien ieudlouaindi
gneudnluiia
ngUnIalien
4. AanWLaIN madligney awnidugngu aandenliigneu  mmdenlsigngu
e LaInLANTign
guanLedasion
GRIRIIHTE
(NUTTUUKEN)
5. Sasduiilalans i Uunan GR gaan
6. waseulunsendn i finann Urunansdiaas Urunang
7. A muuLdey a guuazasiane Uunans Urunanediege
uazaiane
8. ﬂ'nm%"ﬂwia;swqu i AN Yrunans Ununanafiasi
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Cold Wire Hot Wire Cold Wire Hot Wire
GTAW GTAW GMAW GMAW
9. YUIALNTU avLoen avlduaNIn Urunang Urunasds
avLdun
10. anandalumsidion i Uunans GR RN
11. nsuszendldau TiFeINTs AUNBNED mlassate snlassadiedidl
ALAELDYNA Y ATUAUILN

nalagasy wadansguainneunisideumisvnainmienianufouduuuiniaiivsyansnmgs

'
N

lun1siiuaun nuazUseansnmvesnszuiunisidon munsdmsviluussyndldlunudeuse v
9AAVNTINTIFDINITAMNILILET ALTUse uazamEIlunsyuIun1nde

7. JoLduBLUY

nsdmaiianisguananeunslennUssgnaldlunisiien GTAW wia GMAW fidefinaisatng wan
falitodnfinAeinsetguaindedddunasaieliianaininiontisundn 8nvaszuulinududauninniinig
Wenund salufislimunegduaingennianusunuliihsiliewindeddnssualnfimiesdinianiy
Unf uenannivazilendesiinnsandenanuiideumauasnszualiilmienhilddwivaiaanuiou
wnamden esnnmnduusliduiusiu wuldrnudideuainn wildnszuwamieningienad walv

= = a a o g v d' a o 6 1 v oA A o a o § v
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Y A a L3
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u
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