U =\

w d' #' o w T v
wmmmau"lmmﬁwaummmaﬂwvﬂwu Iﬂﬁﬂ“lfﬂi%ﬂiﬂ!ﬂﬁ

Q

ﬁ' Y R a v < = o w
IFONUUVADY U NIUANT ﬂiyﬂﬁﬂ'lugululﬂﬂﬁﬂﬁ (1995) 21na
DEVELOP WELDING CONDITIONS FOR NEW MATERIAL BY
FLASH BUTT WELDING PROCESS : A CASE STUDY OF

THE SIAM UNITED STEEL (1995) CO., LTD.

a v d
HINA1I A7 ﬂizwumiqm

a K dw < ! 4! = v
Tasanuarinefnnisiuaiunilavesmsanmmunangas
By imnssumanstiana  a1v31IAINIINMIHAAN

AMZIAINTSNA TS

U

aatiumalulagIne — @il

Q

N.fA. 2556



% d' d‘ o v a ' Y d‘ !
wmmmm"lmmswaummmaqwcﬂﬁu iﬂtﬂ“]ﬁﬂig‘]J’J‘l—!ﬂﬁWE)%J!!‘U“Uﬂ?)“]f‘l—!
IS L= a v < S o v
NIUANH Uiﬂﬂﬁﬂ1ug}‘1ulﬂﬂﬁﬂﬁ (1995) 91nA
DEVELOP WELDING CONDITIONS FOR NEW MATERIAL
BY FLASH BUTT WELDING PROCESS: A CASE STUDY OF

THE SIAM UNITED STEEL (1995) CO., LTD.
e edm Usyusisna

Tassnuanneanuiluaiunilavesmsanmmuviangas

a

Sy Iainssumansiaung a1v3aInIsunIsnan

a

AMZIAINTINANAAS

aminunalidagine — gifu

N.7. 2556

AUSNIINNIIADD

sgsunssumsaon

q v d
(19138 Mans Wugloma)

NIINNIIADU

4 d 4
(19138 I3NIA gUINNE)

11583

d
(019138 UNAQ ATYNET)

szsvannafnyanv I

a Qd J v J
(WFl. A1 . NEND ‘INQﬁ?iE]E]ﬂ‘H)



olaseaiy sianniten lvmsigondmiuSaawiialmilasldnssuiums
Wounuuesy n3difnm uiHnanwg lufaadia (1095) $1i
Develop welding conditions for new material by flash butt welding process
: A Case Study of THE SIAM UNITED STEEL (1995) CO., LTD.

IS a 4
NITdN ] U DA ﬂixwummm

e

AMZIN INIINANEANST  A1NIINTIUMIHEA
da 7 ~
2101581301 919138 UNAA ATNNT
w d' = [} 4
nunUNSSAE e TINe anened
4 U A o < o w
¥ouIHn UsHN a1y ludadda (1995) $1na

a < = <
‘l.ligm‘méiﬂi] aNLUANUIALYU

unagy
[ dl d' o Y] a [ J 1 d’
m3via@eu lumsiendvsunannum i (New product) 1A8NTEUIUMTIYON
1 ] [ ¥ { ] a3
uuUAeYY  (Flash Butt Welding) oguunanmsnugiuildnszue luihvaoudarounuman
g‘/ 9J 9 4’ a (% 9 [ [ dy dl 9 [ % g’/ 1
NITDIVN LAUFDUAANUAIBLIINADAGY  TanannstozineIveanuratealsnalumg
7 f (Thickness , Width , Chemical composition) , N3&La (Flash Time) , I3 INAOA (Upset Time
o [ 1 Aa [ L ] . . . r { o
, Upset Length) & msmqmammmim (Hi-tensile material for galvanize steel sheet) Nz
A a o A A o [ a [ [ =KX A
MINanvuaIeMINan CDCM 89 luiideu lvmsiyeudmsumspanuaegiala Jailuinn
YBIMIANYIALNAABIAILILT (Flash time , Upset Time , Upset Length) saznaunaziii 11y
TUMINANII 192 ABININITNAADIAZNATDUTOBIHON IAEATLUIUNITNITENI Erichsen Test
AR 4 ¢ b v -
(MInaaouded lulmsuanausoson) 1ay Tensile Test (ADINANUAIUNIULTIAG
' 2 A Yo = ] = = 1 a 1 a
1NN 180 N/mm) e ldnulandanuudwsaiisanonoz limalymszriemswan
ao 'l
o A A AN Y o Y a v A A A
nnmshReu lumaaeun lawannldldlumsese TagldReulumswseunmiiums
g’/ 1 4 4 "a 1 a % )
nadoUlY wuNseuFoulinuanysel uaz Tuina Strip break Tusznaemnaa Fevzihn

Aa A o < A .. a
NWITTUN LW@“V”HJHN’E]HT’UN’W]?W?WN (Conditions Standard) Gl,uﬂ'liwaﬂ



Project’s name Develop welding conditions for new material by flash butt welding process
: A Case Study of THE SIAM UNITED STEEL (1995) CO., LTD.

Writer Ms. Adisa Praphanworakhun

Faculty Faculty of Engineer, Production Engineer program

Faculty Advisor Mr. Noppadol Sriputtha

Job Supervisor Mr. Theerathust Saithong

Company’s name THE SIAM UNITED STEEL (1995) CO., LTD.

Business Type COLD ROLLED STEEL SHEET IN COIL

Summary

The development of welding conditions for new products by utilization of Flash Butt
Welding process is based on the principle that the electrical current is applied to melt at the end of
two pieces of metal then press the metals together by applying high pressure. The variables which
relate to the principle are material (thickness, width, chemical composition), current (flash time)
and pressure (upset time, upset length). However, the welding conditions for the new products
(Hi-tensile material for galvanize steel sheet) had not been defined. Therefore, this inspired me to
study and demonstrate the mentioned variables before practicing on actual production. And for
assuring that it is strong enough to prevent the problems regarding welding conditions on
production line, I likewise used Erichsen testing (there were not cracks on welded joints) and
Tensile testing (more than 180 N/mm?2) to evaluate the performance of welded joints.

After practicing the welding conditions that has developed into a production, there has
been either welded joints perfect or strip break problem during production period. For the next
action, we will consider to standardize these conditions to become standard conditions for all new

products.
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2.4 Flash Butt Welding
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Task
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1.) Line Introduction — Plant vision %.3 GJJ“LI

[CDCM-ARP -> CAPL -> RCL -> CAL-TPM-2CPL -> ECL-1CPL

-> Packing -> Roll shop]

2.) Line safety
2.1 CDCM past accident GL T3]
2.2 ANUEYI (WUN — ﬂﬁ‘l.];]ﬂﬁﬂl&) N CDCM ¥, NIENY
23 KYT #0a1104 [1nad11] GL T3¥ani
3.) Process Introduction ¥. 55 ﬁﬁ‘lj

3.1 Steel process

3.2 SUS Process

3.3 CDCM Process

4.) Operation engineer concept [TPM-Improvement-Kaizen] ¥.9UnNa

5.) Set up welding condition ¥, S3iA

5.1 Welding conditions tune up for Hi-tensile new material

5.2 Follow up welding conditions for Hi-tensile new material

5.3 Welding conditions for new material [Al-k, SULC] of NSGT

5.4 Follow up welding for new material [Al-k, SULC] of NSGT

5.5 Welding conditions for new material [Hi-tensile] of NSGT

5.6 Follow up welding for new material [Hi-tensile] of NSGT

5.7 Set up welding conditions standard

6.) Report to General manager ¥. FINA
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A19199 3.2 Material 1198115 UININATOUMIA Conditions MIFBUNHUN AL

Group Material Size Carbon Equivalent
1. Hi-tensile (RAU60) 3.2 x 1000 mm. 0.36-0.41
2. NSGT ; Al-K (RBB) 3.0x 1126 mm. 0.04-0.08

NSGT ; Al-K (RBB) 3.5 x 1246 mm. 0.04-0.09
NSGT ; Al-K (RBB) 4.0 x 1246 mm. 0.04-0.09
NSGT ; SULC (RSC) 3.0x 1135 mm. 0.02-0.05
NSGT ; SULC (RSC) 4.0 x 1255 mm. 0.02-0.05
NSGT ; SULC (RSF/RSD) 4.0x 1135 mm. 0.01-0.03
NSGT ; SULC (RSD35) 3.5x 1128 mm. 0.03-0.05
NSGT ; SULC (RSD35-BH) 3.5 x 1228 mm. 0.08-0.10
3. NSGT ; AlI-K (RAP40) 2.8 x1255 mm. 0.21-0.27
NSGT ; Al-K (RAP40) 4.0 x 1135 mm. 0.21-0.27
NSGT ; AlI-K (RAP45) 2.8 x 1255 mm 0.30-0.35
NSGT ; AlI-K (RAP45) 4.0 x 1135 mm. 0.30-0.36
NSGT ; Hi-tensile (RAU60) 2.3 x 1135 mm. 0.34-0.38
NSGT ; Hi-tensile (RAP60) 3.2x 1135 mm. 0.34-0.38
NSGT ; Hi-tensile (RAW60 DP) 3.2 x 855 mm. 0.43-0.51




22

Material nduﬁ 1

‘]Jizf‘Nﬂ( - 1fie¥1 Conditions m3eumanzanliny Material [Hi-tensile 60K , RAU60] 1y

=30

AN Conditions M3 lUNITNAA

a

AuyAgI A1 Conditions M3tFeNTMIzay A5HA INAIABINDNGY Material 1Ag21U

M15197 3.3 A1 Conditions M31HONUDI Material 7114819998151 Material ngui 1

Welding conditions
Material Thickness
FT UL UT
Hi-Tensile (RAU60) 2.8 mm. 8.0 2.8 0.3

. . i . :
M131971 3.4 A1 Conditions M3 FOUNIMNA 15 Condition N1Fd11TUNINATOVVDI Material Nl 1

Welding Conditions
No. Note
Flash Time Upset Length Upset Time
1 8 2.8 0.3 1994
2 6 2.8 0.3
3 8.5 2.8 0.3
4 8.5 3.2 0.3
5 8.5 3.8 0.3
6 9 2.8 0.3
7 9 3.2 0.3
8 9 3.8 0.3
9 10 4.0 0.3
10 10 2.8 0.3
11 10 3.0 0.3
12 10 2.0 0.3
13 10 4.0 0.4
14 10 4.0 0.2
15 12 2.8 0.3




Material nduﬁ 2

agUszaad :

131N NSGT #1113 Conditions lumsmas

a

AUYATIU
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WO Conditions MMM AN 1AL Material [Al-k, SULC] 04

1 .. A A S 1 YA [ 1 . = (%
f11 Conditions NILEDUNNUISTY ﬂ’JSllﬂﬂﬂﬁLﬂENﬂ‘]JﬂQll Material (A83INU

d' o ' .. A Aq Y . oA
M3 NN 3.5 ﬂﬁ‘lJi‘]Jj]juﬂW Conditions M3LTOUN 1F 1UNTNATOUVDI Material nun 2

Welding Conditions
Flash Time (sec.) +2
Upset Length (mm.) +0.6

Upset time (sec.)

+0.2

o . N, ok 3 N ) v A
15199 3.6 A1 Conditions M3FBUN ¥ 1N 1INATDVUDY Material QNN 2

NSGT Connecting Coil Welding Conditions

No. Material Thk. | No. Material Thk. FT UL UT
1 NSGT ; Al-K (RBB) 3.0 1.1 NSGT ; AlI-K (RBB) 3.0 8.5 32 0.3
1.2 NSGT ; Al-K (RBB) 3.5 9 3.7 0.3

1.4 Al-K (RBB) 2.8 8 3 0.5

1.6 Al-K (RBB) 3.5 9 3.7 0.3

2 NSGT ; Al-K (RBB) 3.5 2.1 NSGT ; Al-K (RBB) 3.5 10 4 0.5
2.2 NSGT ; Al-K (RBB) 4.0 10 4 0.5

2.10 Al-K (RBB) 3.5 10 4 0.5

3 NSGT ; Al-K (RBB) 4.0 3.1 NSGT ; Al-K (RBB) 4.0 12 4.2 0.5
3.2 NSGT ; SULC (RSC) 4.0 11 4.2 0.5

3.6 Al-K (RBB) 3.5 10 4 0.5

3.10 Al-K (RAP45) 3.5 10 4 0.5
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d’ 1 .. A Aq Y . oA 1
M13197 3.7 A1 Conditions M31FPUN 1F1UNINAADUVOI Material NGUN 2 (AD)

NSGT Connecting Coil Welding Conditions

No. Material Thk. | No. Material Thk. FT UL UT
4 | NSGT; SULC(RSC) | 3.0 4.1 NSGT ; SULC (RSC) 3.0 13 32 0.3
4.4 Al-K (RBB) 3.0 9 3.7 0.3

5 | NSGT; SULC (RSC) | 4.0 5.1 NSGT ; SULC (RSC) 4.0 23 4.6 0.5
52 NSGT ; SULC (RSD) 4.0 23 4.6 0.3

5.5 SULC (RSD) 3.5 21 4.4 0.5

5.6 SULC (RSD) 4.0 21 4.6 0.5

6 | NSGT; SULC (RSD) | 4.0 6.1 NSGT ; SULC (RSD) 4.0 23 4.6 0.5
7 NSGT ; SULC 3.5 7.1 NSGT ; SULC (RSD35) 3.5 21 4.4 0.5
(RSD35) 7.3 Al-K (RBB) 3.5 10 4 0.5

8 NSGT ; SULC 3.5 8.1 | NSGT; SULC (RSD35-BH) | 3.5 21 4.4 0.5
(RSD35-BH) 8.2 Al-K (RBB) 3.5 9 3.7 0.3

Material ﬂtjuﬁ 3

[ 4 4 4 ~ % a o
’mqﬂ%’dﬂﬂ - RIRITR Condition ﬂ1§L%ﬂMﬂLWN1$ﬁM1ﬁﬂU New Material [Hi-Tensile] U93UITHN
B . . -
NSGT #1363 Conditions Tumswan

auyAgIu ;A1 Conditions M3FoUNMUIZ AN AI51A INAIRBINUNGY Material 1R8I

M15197 3.8 M315UUM Conditions M3staun 14 lunsnaaenves Material Ngun 3

Welding Conditions
Flash Time (sec.) +2
Upset Length (mm.) +0.4

Upset time (sec.) +0.2
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M13197 3.9 A1 Conditions M31FOUN 1F1UNINATOUVYOI Material NGUT 3
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NSGT Connect Coil Welding Conditions
No. Material Thk. | No. Material Thk. FT UL UT
1 NSGT ; Al-K 2.8 1.1 NSGT ; Al-K (RAP40) 2.8 8 3 0.5
(RAP40) 1.2 NSGT ; Al-K (RAP45) 2.8 8 3 0.5
1.8 Al-K (RBB) 3.5 9 3.7 0.3
2 NSGT ; Al-K 2.8 2.1 NSGT ; Al-K (RAP45) 2.8 8 3 0.5
(RAP45) 2.3 NSGT ; Hi-Ten (RAU60) 2.3 7.5 24 0.2
2.7 Al-K (RBB) 3.5 9 3.7 0.3
3 NSGT ; Al-K 4.0 3.1 NSGT ; Al-K (RAP40) 4.0 12 4.2 0.5
(RAP40) 3.2 NSGT ; Al-K (RAP45) 4.0 12 4.2 0.5
3.5 Al-K (RBB) 3.5 10 4 0.5
4 NSGT ; Al-K 4.0 4.1 NSGT ; Al-K (RAP45) 4.0 12 4.2 0.5
(RAP45) 4.4 Al-K (RBB) 3.0 10 4 0.5
5 NSGT ; Hi-Ten 2.3 5.1 NSGT ; Hi-Ten (RAU60) 2.3 5.5 2.8 0.3
(RAU60) 5.3 NSGT ; Al-K (RAP45) 2.8 7.5 2.4 0.2
6 NSGT ; Hi-Ten 3.2 6.1 NSGT ; Hi-Ten (RAU60) 3.2 9 3.8 0.3
(RAU60) 6.3 Al-K (RAP45) 28 | 85 | 38 | 0.3
6.4 Al-K (RAP45) 3.5 9.5 4 0.3
7 NSGT ; Hi-Ten 3.2 7.1 NSGT ; Hi-Ten (RAW60 DP) 3.2 12 3.5 0.3
(RAW60 DP) 7.3 Al-K (RAP45) 3.5 12 3.5 0.5
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3.3.3 Mmsnageuseasonuaz5ugu Conditions 1303 Offline
[ Y
mmsnageuuazliugua1 Conditions Matreuamuiviua niwi linadeuson
A4 A4 \ o "
WOUINOMII PO UNMINZAY TasuLeonili 3 ATZUIUMST AD
1. Erichsen Test INONATOUMIAN Conditions M3wouIMINgaUNgA
2. Tensile Test INBNATDUNIAINITTDITULTIAIVOI Material NUA1 Conditions N5
oz ay udni lnfFsumeusuainsdan1Flunsnanase (180 N/mm?)
. A = P . = A
3. Microphotograph LW@ﬁﬂ‘]slﬂﬂNﬁiNi]aﬂm (Microstructure) ANH1IDYLTDN
ANINT Flow Material LLaZfnN®1 Heat Affect Zone (HAZ) U84 Material N3N

Conditions M3FOUHUILAN

3.3.4 41 Condition fitnumsnaaeunazisuguliflilumsnanais
1 .. d' d' o a a a d‘ 1Y 9
A1 Conditions Maweumuzan 1 lilnaasseluaemsnaa cDeM imelsugnli

wazaulumswan

3.3.5 Usziiuwa
a 1 .. 4 § Y a a Y o @
1sziiaran Conditions MIAFOUN IANMIHANDI I LANINSeuReuiy
a o o Y o = A A o I~ dy a
auyagy vaghwlsulsnungumaswen methuudunugiulumsnan New product Tu

DUINA

3.3.6 Set up welding condition standard
o ¥ A ~ o a a 1A A 1 G4
U1 Conditions NMILFDUNTINITDUININANIIT IﬂElhliJLﬂﬂﬂﬂluWW’iﬂﬂwaiJ]lﬂJﬁiJﬂvim
1 a o I 1 - 4 ' ..
19 Strip break IEHUINNITHAA vzl muiluan Conditions Standard 1i® Set Up A1 Conditions
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M3¥oulin09 Welder
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MINAADUNIAT Conditions MIFBUNMINZAY TaglFNTZUIUMTAOUIVY Flash

Butt Welding uaziimsnadounuanianng oasiadousooyon  1d lanans

Y
NAFDUAIL

4.1.1 damMinaaoy

NaNINAaaU Material ﬂﬁjuﬁ 1 ; Welding conditions tune up for Hi-tensile new material

[ J 4 4 ! ) o . 1 1
Tagisead : 111 Conditions M3FOUNNINZANFTD Material nguil 1

1NNINATDUMIA Conditions MIFBUNHINL AN o 15 lumsnaa Tagnaaouioe

L%@Mﬁ?ﬂﬂi%ﬂﬁuﬂﬁ Erichsen Test Linig Gli’)ﬂﬁ'@l}jﬂiﬂﬁ%lN"U@Q Material ﬁ}?ﬂﬂig‘ﬂﬁuﬂ"ﬁ

Y
Microphotograph laNan1snaaauasil

M151397 4.1 HAN13NATOUA1 Erichsen Test Y09 Material Ngui 1

Welding Conditions Erichsen Test (bar)
No. 1 Note
FT UL | UT WS ;WS CT ; DS DS
4 | 85 | 32 | 03 280 280 280 280 280 | Tuupnmusesiaeu
5 1 85 | 38 | 03 280 280 290 290 280 | Tuupnemusesiaeu

A da
MNVIYUDITOULFOUNA (No.5)

ﬂ'lwﬁllmflellf]\i‘if)fll%’é)ﬂﬁuﬂﬂ

ength: 3.710 mi

MNN 4.1 HANTATINADUIVUHONAIINTLUIUMNT Microphotograph U84 Material ﬂtjmﬁ 1
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ﬁ'}'ﬂwaﬂﬁ‘ﬂﬂﬁﬂ‘u : fﬂ']ﬂﬂ']ﬁﬂﬂﬁ@ﬂﬁ@ﬂl%ﬂuwﬂ’h
_ . .4 A "t A
1. Erichsen Test ; No. 4,5 17114 Conditions NMHMAUHDIIA MUTMTUANAINT IO
. A = o I 9 =1 .
2. Microphotograph ; U AToNNANUFARUTUAUATI tazling flow material 11
[ d‘ 9 [ = d‘ 9 % =R A d'
aﬂ‘]slﬂ!%ﬂﬂﬁWﬂﬂUgﬂﬁMﬁfJiJGIHTHﬁHJ@]ﬂ FINDINTLULUDN Heat effected zone N

ADUDIAY
7311 A1 Conditions M 310N (FT:UL:UT = 8.5:3.8:0.3 , 8.5:3.2:0.3) e 130 14 1y

A51%¥0UAD Coil Hi-Tensile 60K, Thickness 3.2 mm. 16

NAN1INAADY Material ﬂ’s]'Nﬁ 2 ; Welding conditions for new material [Al-k, SULC] of NSGT

Jagusyasn : 1011 Conditions MIFOUNMMIZAUTINTU Material NQU 2

! 8 A4 4 = A g9 a
1NNTINATOUY AT Conditions MILBDUNLHUIZTTUNGA molylumswan Taens

NAADUIDHIHOY 3 NTLUIUMS AD

1. NAADULUVANITENIN "Erichsen Test"
2. NATPUITOUFOUAIINTZUIUNT Tensile Test

3. a739a01 InTa$ 19909 Material 438058 UIUNT Microphotograph
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Tensile Test

NSGT Connecting Coil Welding Conditions

Result Tensile Stress (N/mmz) Tensile Load (N)
No. Material Thickness No. Material Thickness FT UL UT WS CT DS Mean WS CT DS Mean
1 NSGT ; Al-K (RBB) 3.0 mm. 1.1 NSGT ; Al-K (RBB) 3.0 mm. 8.5 3.2 0.3 vV 319.4 323.9 3224 321.9 24,000 24,270 24,120 | 24,130
1.2 NSGT ; Al-K (RBB) 3.5 mm. 9 3.7 0.3 Vv 325.7 3314 324.5 327.2 24,350 24,790 24,320 | 24,487
1.4 Al-K (RBB) 2.8 mm. 8.5 3.2 0.3 Vv 332.2 3373 333.8 334.4 23,910 24,260 23,940 | 24,037
1.6 Al-K (RBB) 3.5 mm. 9 3.7 0.3 Vv 318.8 315.0 310.4 314.7 23,820 23,950 23,750 | 23,840
2 NSGT ; AlI-K (RBB) 3.5 mm. 2.1 NSGT ; Al-K (RBB) 3.5 mm. 8 4 0.5 vV 310.2 3134 311.0 311.5 26,410 26,790 26,490 | 26,563
22 NSGT ; Al-K (RBB) 4.0 mm. 10 4.6 0.5 vV 311.0 323.2 316.2 316.8 27,910 28,380 27,770 | 28,020
2.10 Al-K (RBB) 3.5 mm. 10 4 0.5 vV 314.1 318.5 3123 315.0 26,830 27,210 26,690 | 26,910
3 NSGT ; AlI-K (RBB) 4.0 mm. 3.1 NSGT ; Al-K (RBB) 4.0 mm. 12 4.2 0.5 vV 312.8 311.8 309.9 311.5 31,330 31,380 31,330 | 31,347
32 NSGT ; SULC (RSC)) 4.0 mm. 11 3.6 0.5 Vv 312.2 299.4 305.7 305.8 30,590 29,610 30,080 | 30,093
3.6 Al-K (RBB) 3.5 mm. 10 4 0.5 v 324.1 324.0 324.1 324.1 28,500 28,810 28,740 | 28,683
3.10 Al-K (RAP45) 3.5 mm. 12 4 0.5 vV 343.8 338.5 339.5 340.6 31,440 31,500 31,410 | 31,450
4 NSGT ; SULC (RSC) 3.0 mm. 4.1 NSGT ; SULC (RSC) 3.0 mm. 13 3.2 0.3 Vv 300.6 291.0 290.1 293.9 21,860 21,460 21,600 | 21,640
4.4 Al-K (RBB) 3.0 mm. 9 3.7 0.3 Vv 310.1 307.3 299.4 305.6 22,650 22,620 21,940 | 22,403
5 NSGT ; SULC (RSC) 4.0 mm. 5.1 NSGT ; SULC (RSC) 4.0 mm. 23 4.6 0.5 Vv 301.2 290.9 293.9 295.3 29,550 29,010 29,030 | 29,197
5.2 NSGT ; SULC (RSD) 4.0 mm. 23 4.6 0.3 vV 300.2 286.4 296.1 294.2 30,220 29,720 29,500 | 29,813
5.5 SULC (RSD) 3.5 mm. 19 4.4 0.5 v 311.0 312.6 308.1 310.6 28,360 28,720 28,120 | 28,400
5.6 SULC (RSD) 4.0 mm. 21 4.6 0.5 Vv 305.1 298.5 297.2 300.3 29,810 29,970 29,430 | 29,737
6 NSGT ; SULC (RSD) 4.0 mm. 6.1 NSGT ; SULC (RSD) 4.0 mm. 23 4.6 0.5 Vv 293.5 287.9 285.0 288.8 29,680 29,120 28,420 | 29,073
7 NSGT ; SULC (RSD35) 3.5 mm. 7.1 NSGT ; SULC (RSD35) 3.5 mm. 21 4.4 0.5 Vv 319.6 3354 325.5 326.8 29,280 30,170 29,450 | 29,633
7.3 Al-K (RBB) 3.5 mm. 8 4 0.5 Vv 317.4 317.7 315.1 316.7 28,160 28,690 28,460 | 28,437
8 NSGT ; SULC (RSD35-BH) 3.5 mm. 8.1 NSGT ; SULC (RSD35-BH) 3.5 mm. 19 4.4 0.5 Vv 333.7 341.9 335.6 337.1 30,120 31,140 30,330 | 30,530
8.2 Al-K (RBB) 3.5 mm. 9 3.7 0.3 v 318.1 324.6 3233 322.0 28,550 28,960 28,950 | 28,820

Note : V 'ldusn a1x190ldluntsnanase s
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Microphotograph

1.NSGT ; AI-K (RBB) 1.1
Thickness 3.0 mm.

2.NSGT ; AlI-K (RBB) 51
Thickness 3.5 mm.

3.NSGT ; Al-K (RBB)
Thickness 4.0 mm. 3.1

4. NSGT ; SULC (RSC)
Thickness 3.0 mm. 4.1

5.NSGT ; SULC (RSC) 5.1
Thickness 4.0 mm.

6. NSGT ; SULC (RSD) 6.1
Thickness 4.0 mm.

7.NSGT ; SULC (RSD35) 7.1
Thickness 3.5 mm.

8. NSGT ; SULC (RSD35-BH) 8.1

Thickness 3.5 mm.

1FouAD Coil gNIAYINY

(=

112 0N

¥ouaeAuaz Coil
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1. Erichsen Test ; Conditions MIFeuN 14 HMIUANAINT DY
2. Tensile Test ; AN Tensile Stress ﬁﬁi@ﬁﬂ?ﬁmﬁﬂl%}waﬁ (180 N/mmz) (e A1 Tensile
a0 Y A [
Load MﬂWGlﬂalﬂENﬂ‘UiJ'lﬁi'lﬂ'lu JIS
3. Microphotograph ;
A 1 . ~ o A ~ [ I 9 A =)
- NI13LBOUND Coil Qﬂlﬂﬂ')ﬂu . LI,L!'JLGH@NNﬂ’ﬂlﬂfﬂ!ﬁ]ulﬂulﬁu@iﬂ LUHIILBDUN
] I o
mmwmmﬂmﬁ’umq e 328 Heat effected zone ﬁﬂawfﬁumu
A 1 . . A < ' o . A
- NIILBOUNDAUAL Coil : Material NUANVLUININNINVEAU Material NUAIY
S 9 ! [ Y A 13 g’/ v A 1
LAUNUBDININ ‘wﬂmgmiaﬂwau"lmﬂuummmﬂﬂum UANILYL Heat

effected zone NADUDIILAL

NaN1INAadLU Material ﬂi;j%»lﬁ 3 ; Welding conditions for new material [Hi-Tensile] of NSGT

v s 4 4 { o [ . 1 {
Tanilszesn : 1NN Conditions MIFOUNMUZANAINTY Material NgUT 3
' .. A A~ = | Y a
INNIINAADVHIA Conditions MIFONNMINZAUNGA 1ol lumsnan Taens
NAADUIDYAYOY 3 NTLUIUMT AD
1. MNAFdUUUUIAI8NEEN "Erichsen Test"
2. Gli’Ji]ﬁ’E]“]_lﬂl1 Tensile @Blj’JEJﬂ‘in’Jumi Tensile Test

3. asdvaeulnsea319ues Material A28NTTUIUMT Microphotograph
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Tensile Test

NSGT Connecting Coil Welding Conditions
Result Tensile Stress (N/mmz) Tensile Load (N)
No. Material Thickness No. Material Thickness | FT UL UT Gauge bar WS CT DS Mean WS CT DS Mean
1 NSGT ; Hi-Tensile (RAP40) 2.8 mm. 1.1 NSGT ; Hi-Tensile (RAP40) 2.8 mm. 8 3 0.7 3 vV 426.2 | 423.3 1 404.3 | 417.9 | 29,660 | 29,530 | 28,280 | 29,157
1.2 NSGT ; Hi-Tensile (RAP45) 2.8 mm. 8 3 0.7 3 vV 421.5 | 4249 | 417.1 | 421.2 | 29,470 | 29,900 | 29,670 | 29,680
1.8 Al-K (RBB) 3.5 mm. 9 3.7 0.3 2 vV 399.4 | 3908 | 391.4 | 393.9 | 28,530 | 28,210 | 27,890 | 28,210
2 NSGT ; Hi-Tensile (RAP45) 2.8 mm. 2.1 NSGT ; Hi-Tensile (RAP45) 2.8 mm. 8 3 0.5 3 vV 466.2 | 458.7 | 409.4 | 444.8 | 33,430 | 32,640 | 29,410 | 31,827
2.3 NSGT ; Hi-Tensile (RAU60) 23mm. | 7.5 2.4 0.2 3 vV 596.5 1 596.6 | 589.3 | 594.1 ] 35,600 | 35,870 | 35,710 | 35,727
2.7 Al-K (RBB) 3.5 mm. 9 3.7 0.3 2 vV 415.6 | 410.7 | 417.4 | 414.6 | 29,650 | 29,690 | 29,660 | 29,667
3 NSGT ; Hi-Tensile (RAP40) 4.0 mm. 3.1 NSGT ; Hi-Tensile (RAP40) 2.8 mm. 10 4.2 0.5 1 v 430.5 | 430.9 | 432.8 | 431.4 | 43,810 | 43,800 | 44,000 | 43,870
32 NSGT ; Hi-Tensile (RAP45) 2.8 mm. 12 4.2 0.5 1 vV 438.5 | 439.5 1 439.6 | 439.2 | 43,960 | 44,030 | 44,370 | 44,120
3.5 Al-K (RBB) 3.5 mm. 10 4 0.5 2 Vv 333.1 |1 333.3 ] 331.2 | 332.5 | 29,220 | 30,030 | 29,730 | 29,660
4 NSGT ; Hi-Tensile (RAP45) 4.0 mm. 4.1 NSGT ; Hi-Tensile (RAP45) 2.8 mm. 12 4.2 0.5 1 Vv 483.6 | 479.7 | 481.1 | 481.5 | 48,570 | 48,510 | 47,930 | 48,337
4.4 Al-K (RBB) 3.5 mm. 10 4 0.5 2 Vv 333.9 | 337.9 | 332.9 | 334.9 | 29,630 | 30,060 | 29,860 | 29,850
5 NSGT ; Hi-Tensile (RAU60) 2.3 mm. 5.1 NSGT ; Hi-Tensile (RAU60) 2.3 mm. 7 2.4 0.3 3 vV 639.1 | 622.6 | 632.0 | 631.2 | 38,080 | 37,580 [ 38,060 | 37,907
52 Hi-Tensile (RAP45) 26 mm. | 7.5 2.6 0.3 3 Vv - - - = - - - =
5.3 Hi-Tensile (RAP45) 28mm. | 7.5 2.4 0.3 3 Vv 589.6 | 589.4 | 605.3 | 594.8 | 34,480 | 35,670 | 35,250 | 35,133
54 Hi-Tensile (RAP60) 2.3 mm. 7.5 2.6 0.3 3 vV - - - - - - - -
6 NSGT ; Hi-Tensile (RAU60) 3.2 mm. 6.1 NSGT ; Hi-Tensile (RAU60) 3.2 mm. 9 3.8 0.3 2 Vv 625.8 | 643.3 | 650.8 | 649.0 | 53,020 | 51,970 | 53,050 | 52,680
6.2 | NSGT ; Hi-Tensile (RAW60 DP) | 3.2 mm. 7 2.7 0.3 2 v - - - = - - - =
6.3 Hi-Tensile (RAP45) 2.8mm. | 8.5 3.2 0.3 3 v 480.0 | 425.4 1 490.2 | 465.2 | 37,080 | 31,290 | 36,050 | 34,807
6.4 Hi-Tensile (RAP45) 3.5mm. | 9.5 3.9 0.3 2 v 528.3 | 547.3 | 534.1 | 536.6 | 43,270 | 44,320 | 43,380 | 43,657
7 | NSGT ; Hi-Tensile (RAW60 DP) | 3.2 mm. 7.1 | NSGT ; Hi-Tensile (RAW60 DP) | 3.2 mm. 7 2.8 0.3 2 Vv 609.1 | 667.4 | 619.1 | 631.9 | 49,740 | 54,830 | 51,330 | 51,967
7.2 Hi-Tensile (RAP45) 2.8 mm. 8 2.6 0.3 3 Vv - - - = - - - =
7.3 Hi-Tensile (RAP45) 3.5 mm. 8 32 0.3 2 4 508.8 | 521.6 | 513.3 | 514.6 | 42,720 | 43,290 | 42,470 | 42,827

Note : vV Tuuen ansoldlunisnaaasala




M31971 4.5 HAN1TATINADUTDBLTOURYNTLLUIUNT Microphotograph D4 Material Ngua 3

Microphotograph 1wouae Coil BN wounanAuay Coil

1. NSGT ; Hi-Tensile (RAP40) 1.1

Thickness 2.8 mm.

2. NSGT ; Hi-Tensile (RAP45) 2.1

Thickness 2.8 mm.

3. NSGT ; Hi-Tensile (RAP40)

3.1
Thickness 4.0 mm.
4. NSGT ; Hi-Tensile (RAP45) il
Thickness 4.0 mm.
5. NSGT ; Hi-Tensile (RAU60)
5.1
Thickness 2.3 mm.
[Length: 5.003
6. NSGT ; Hi-Tensile (RAU60) 6.1
Thickness 3.2 mm.
7. NSGT ; Hi-Tensile (RAW60 DP) 71

Thickness 3.2 mm.
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ﬁ?ﬂwaﬂﬁ‘ﬂﬂﬁﬂ‘ﬂ: %']ﬂﬂ']ﬁﬂﬂﬁ@ﬂﬁ@ﬂl%ﬂu%lﬂ’h
_ . A A - A
1. Erichsen Test ; Conditions ﬂTﬁLG]ffJiJ‘VlllﬁnliJiJﬂﬁLLGlﬂGlﬁJi@ﬂLGb’fJﬂJ
2. Tensile Test ; AN Tensile Stress ﬁﬁi@ﬁﬂ?ﬁmﬁﬂl%}waﬁ (180 N/mmz) (e A1 Tensile
a0 Y A [
Load um%amamumm@m JIS
3. Microphotograph ;
A ' . = o A = @ < vy =
- NI13LBOUND Coil Qﬂlﬂﬂ')ﬂu . umwammmwmmﬂmﬁumq LAgNNIT
. @ A v o = A 9 (% =2 A
flow material 1uaﬂymz‘nﬂaWﬂugﬂﬁmaamnwamm FINDNNISYSUDN
Heat effected zone “ﬁﬂ'i’)u"]TNLMU
4 1 A < 1 o {
- ﬂ1il%ﬂll§]ﬂﬂua$ Coil : Material NUANULUIUINNIIS AU Material ‘ﬁﬁmm
< 9 ! [ Y A 1 g’/ v A 1
LAUNUBDININ ‘1/1ﬂ’ﬂuu’ﬁE]EJL“])’@ﬂJuliJLﬂHLLH’JG]Qﬂ1ﬂﬂ°UN’J URNILYL Heat

d’ ] 9
effected zone NADUUNNLLAD
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4.1.2 HaMsHan

Nan1sWan Material ﬂtjuﬁ 1 ; Follow up welding conditions tune up for Hi-tensile new material

SaqUszasd :  1ha Conditions iseaiFen liuan 1inMsnAey Material ngud 1 ymihmsnda iite
sz Conditions Tagh'linaaeusesioy 3 n52UIUMs Ao
1. NAARULUUMAATENT "Erichsen Test"
2. A329A0UAN Tensile AI8NTLUIUAT Tensile Test

3. a509aeU In3ea$19Ue9 Material A38n32UIUAT Microphotograph

M5197 4.6 HANIHAAVDI Material nguR 1TABLINMATOUAIONTZUIUNS Erichsen Test

Welding Conditions Erichsen Test (bar)
No. Note

FT | UL | UT | ws iws CT | 2Ds | DS

4 85 | 32 0.3 230 | 260 | 290 | 280 | 220 | uan@wseE¥ON 5500 NG

5 85 | 3.8 0.3 280 | 280 | 220 | 280 | 280 LANAINTOULTON 3 500 NG

M3197 4.7 HANIHAAVDI Material Ngui 1 TAg11NATOUAIINTZUINUNT Tensile Test

Tensile Test

Welding Conditions ;
TS Stress (N/mm") TS Load (N)

=
=
=D.

FT UL uT WS CT DS Mean WS CT DS Mean

4 8.5 B 03 | 6255 | 6188 | 630.1 | 624.8 | 52,100 | 52,510 | 52,230 | 52,280

5 8.5 3.8 03 | 6359 | 641.6 | 550.1 | 609.2 | 52,640 | 52,810 | 45,680 | 50,376.7

Length: 4.083 m

No. 4 No. 5

MNA 4.2 NAMINAAVDI Material NN 1 TABUININATOUAIYNTZUIUNT Microphotograph
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A3UwamInan : 9INMIHAANL N
i v
1. Erichsen Test ; NANTUANAINTBULAFBY 119 2 Conditions
2. Tensile Test ; AN Tensile Stress ﬁﬁi@ﬁﬂ?ﬁmﬁﬂl%}waﬁ (180 N/mmz) (e A1 Tensile
a0 Y A [
Load NﬂWiﬂalﬂﬂﬂﬂ‘iﬁJW]ﬁ'@Tu JIS
4 < "o .

3. Microphotograph ; UUISRBITONT U JTAY LagMT flow material ﬂﬁ’wgﬂ

A A 9 @ 12 A 9 '

AUV NINATUAA LANYUNUDYNIT 45°

a

Han1sNan Material ﬂ@:NﬁZ ; Follow up welding conditions for material [Al-k,SULC] of NSGT

[ 4 o 1 .. 4 { . 1 { o 9
Jagilszersa : 11A1 Conditions MIFBNANMIZAN INNINATOD Material ngu 2 1 14

a a 4 a o .. a [
lTumsnaaasa Wielszitiama tazyinily Conditions Standard lunisnansae 1

v
NITAAR C HAANIMUATIUIY 3,997.93 Ton.

.

a o a

- HARIUN 2-4 AINIAN 2556 911U 3017.68 Ton.

.

a o a

- HARIUN 8 FINIAY 2556 1UIU 294.14 Ton.
- HAAIUN 13 A9MIAY 2556 314U 170.94 Ton.
- WAAIUT 20 A9MIAY 2556 31UIU 406.33 Ton.

- WAAIUN 3 AUEEU 2556 311U 108.84 Ton.

a a ] 4 1 L4 1 a
ﬁgﬂwamﬁwam :AINNITHARN hlﬂJW‘UﬂﬂJﬁﬁ@ﬂL%mJ”hJﬁﬂJﬂuim IR Strip break 58HININITHAN

9
[ Y

A5 19 Conditions M3 NN INATOIN Material ngud 2 18
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NAN1HAA Material ﬂtj&lﬁ 2 ; Follow up welding conditions for material [ Hi-Tensile] of NSGT

3 s 10 111 ; { . ' 4 °
Yagulszesn : 111A1 Conditions MIIFOUNMUIZ TN 1INAISNATOU Material nqui 3 Wnnly

a a 4 a o .. Aa 1
Tunmsnanasa ielsziiama tagyinily Conditions Standard Tumswanae l
=) =) g’/ o
MIHAA  © WAANIHUATIUIY 342.42 Ton.

- WAAIUN 3 AUEEU 2556 UIU 110.35 Ton.
- HAAIUN 5 AUEEU 2556 31UIU 90.9 Ton.

- WARIUN 6 NUEIBU 2556 31UIY 141.17 Ton.

a a 1 4 1 L4 1 a
ﬁ?ﬂNﬁﬂWiWﬂ@ AINNITHAA UliJW‘]J‘]jﬂJW'lﬁ’t’]ﬂL%E]ilhlllﬁiJuim 1ag Strip break 38UININITHAAN

Y
[ Y

.. 4 { o . oA P
muummmi%’ Conditions ﬂm%auﬁmmimﬁamm Material naun 3 hlﬂ
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a ¢y
4.2 NaN ANV a

MINATOUMIAT Conditions MIAFOUNINUIZAY MTNATDUTDULFON LALNITHNANDIA

o o A Ay a 7Y vo 2
wmaduivaun lduninszidoya ldast

a d / f .. . . .
4.2.1 MIUAIILH Material ﬂf;jllﬁ 1 ; Welding conditions tune up for Hi-tensile new material

a 4
AUANTIEHDIN Material

o s 4 o o & 1 ) 4
'Jﬁi]lﬂﬁgﬁ\?ﬂ : Lﬁﬂmmmﬁmwumzﬁmn Material N1 Conditions ﬂ'lﬁl%@ll

4 a 4 1 4 VoA
msnﬁ 4.8 N13UATITHHNAVDIAT Conditions ﬂ'lil%’i]ll"llf]\i Material NQUN 1

Welding Conditions
No. Material Carbon Equivalent | Thickness

FT UL UT

814984 RAU60 0.36-0.41 2.8 mm. 8.0 2.8 0.3

4 RAU60 0.36-0.41 3.2 mm. 8.5 3.2 0.3

5 RAU60 0.36-0.41 3.2 mm. 8.5 3.8 0.3
a 4

agUnamsnIIE :

1. Carbon Equivalent ; Material #1999 = Material NAAOY

2. Thickness ; Material #1999 < Material NAADY

A1 Thickness Y99 Material NaaUUA A #941917a11un1IMaoNLINNI (Flash

. Y A X
Time) taz 1¥5282n15 Upset NUINVU (Upset Length)

Thickness T Flash Time T Upset Length T

9
v @

° 3 v o J o &2
wiu dnagdiluanuduiug laaed

Thickness o Flash Time a Upset Length



a 4 4
'Jlﬂ513ﬁ%1ﬂﬂ15ﬂﬂﬁﬁ]‘ﬂi@m%ﬁ)ﬂ

Y s A S ' o a a
’M‘Q‘ﬂizﬁﬂﬂ : LW’E]L‘].GEJ?JL‘VIﬂﬂi%ﬂ’)'l\iﬂ'li%ﬂﬁ@llﬂﬂﬂ'lﬁNZ‘WI%?Q

1.

Erichsen Test

39

Erichsen Test

250

200

150

100

50

1
g0} 2800 280 280! 2807 280 2901290

-
N
O
(=
-
—
-—

WS (1/4)WS CT (3/4)DS DS

B No.4 (TEST) | No.5 (TEST) | No.4 (Follow up) |l No.5 (Follow up)

MNN 4.3 N3 Erichsen Test Y99 Material ﬂﬁjll‘ﬁ 1
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a 4 4 g’/ 4 o 1
a3UnamMsINTIZH : 1INNINATOUTOOFONAIONTZUIUMNS Erichsen Test U 1iIp11A 1NN
= 1 1 = 1 a a 9 ..
JIeVINBVNI A Pressure Gauge 1UNINATDVUAIZINIINIHAATIA TAg1HA1 Conditions

A 4o A
NITLFDULAYINY LUBDINTIN

1.1 Chemical Composition UMY

Test 1; C0112463 : C0112463  Follow up ; C0112471 : C0111497

H a 4 1 1 H
M13197 4.9 M35ATIZHHAAT Chemical Composition Y89 Material NGUA 1

Chemical Composition (Yowt)

Coil
C Si Mn P S Al N Nb

Test C0112463 0.11 0.1 1.61 | 0.009 | 0.005 0.012 0.0023 0.036

Followup | C0112471 | 0.123 0.1 1.6 | 0.011 | 0.006 0.014 0.0028 0.033

C0112497 | 0.115 0.1 1.62 | 0.01 | 0.004 0.013 0.0018 0.036

1.2 Electrode die

Test 1 : $im311/aeu Electrode die AOUMINATDL

Follow up ; "lu'ﬁmsgﬂ%u Electrode Die ﬁﬂﬁ}ﬁﬁ’ﬂﬁﬂﬂiﬂﬂu Electrode die
1.3 Moving Stand

Test 1 ; Moving Stand ﬁlﬂéﬂuﬁﬂiﬁmﬂ\IMMﬁ;@u

Follow up ; Moving Stand NnaeuN limInY (WS = 60.2 mm. DS =59.8 mm.)
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4.2.1 MINNIIZH Material ntjuﬁ 2 ; Welding conditions for material [Al-k, SULC] of NSGT

alﬂiW%ﬁ%'lﬂﬂ'liTlﬂﬁf]UiE]ﬂl%mJ

@ 4 A = ' o a a
’JGIQ‘]JS%E‘TW] : LW@LIEEJUL‘VIEI‘]Ji%W’JNﬂ"li‘l/lﬂﬁ’e]‘]Jﬂ‘]JﬂTiNaWﬂ’i\‘]

1.

Erichsen Test

240

220

200

180

160

140

120

100

Bar

Erichsen Test

L . T —————————mm

9R

| ALK 221

Hil H12 E14 HEi6 21 22 HE210 E31 32 HE36 E3.10

H41 44 S

M52 55 R56 61 71 Rd73 481 482

MNN 4.4 N3 Erichsen Test U949 Material ﬂﬁjuﬁ 2
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a 4 A 9 . = [ dy
a5UHaNIIANIIZH : MINATOUIDYFONAIBNTSUIUNS Erichsen Test seuouaail
1.1 Chemical Composition
H a L4 1 1 {
M13197 4.10 M3 AATIZHHAAT Chemical Composition UDJ Material ﬂi}ﬁJﬁ 2
Composition (Yowt)
Material C.E
C Si Mn P S Ai N
,—"?-"s
Al-K | 0.015-0.045 | <0.03 | 0.15025 | <0.02 | <001 | 0.01-0.08 | <0.0004 | <_0.04-0.87 .
SULC <0.0003 | <0.03 | 00502 | <002 | <001 | 0.01-0.04 | <0.0003 0.01-0.03

[ v
mﬁlﬂﬁ@‘uSE]EJL%E]JJ@Q]}’JfJﬂiz‘U’Jumi Erichsen Test #U Material ; Al-K A1 Pressure

1 . . 3 . I 4 1 1 o Y.
Gauge N1g4N71 Material ; SULC Tag#l Thickness 181 1119491041 C.E. 11nn31vi1 1d 8w

< A 1
UUNNUINNIN

1.2 Thickness

A1 Thickness 1171 1%A1 Pressure Gauge g4 UADIA1 Thickness H081111¥#A1 Pressure

° { . = @ o & J . = J < 1 = v v 1
Gauge M Iﬂﬂﬁ Material (83N ANUUAT Thickness HNAADAITNLVULTI (BUIASINUNVAT

Chemical Composition

M3197 4.11 M5 UATIZHA Thickness H1IAN Pressure Gauge Y94 Material NguA 2

Material Thickness Note Pressure Gauge Note
Al-k 3.0 mm. N 158 bar g
Alk 4.0 mm oy 228 bar oy
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2. Tensile Test

Tensile Stress

e
}21.9 R 8315.0 32410 67 (32201
330.0 - 1
1
1
1
280.0 1
1
1
1
230.0 :
1
1
1
180.0 = 1
1
1
1
130.0 1
N N - —— |
Mean
Hil H12 HE14 Hie H21 E22 H210 @31 32 HE36 310
EH41 E44 HES1 M52 ESS BS6 M6l M71 73 481 82
a . ) oA
MNN 4.5 P51 Tensile Stress VD9 Material naun 2
Tensile Load
r= =R~ R — === = === == — -~ JP- === === ======
NI Al-FK 31,347 31,454 SULC 0530 1
1 9813 29737 9,633 ’ 1
30000 29,197 i Vi :
1
1
1
25,000 1
1
1
1
20,000 1
1
1
1
15,000 :
1
1
1
10,000 1
Mean
H!! H!2 H!4 HE!6 HE2 HE22 E210 @3 32 HE36 H3.10
41 E44 BES1 M52 ESS MS6 61 71 73 Ld81 82

MW 4.6 1319 Tensile Load Y99 Material gl 2
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a d 4 1 1
ﬁ?ﬂWﬁﬂ'\ﬁ')LﬂﬁW%W :fﬂﬁ‘VIﬂﬁ@‘Uﬁ@‘(’J!%@Ni‘%}']ﬂﬂﬁzﬂﬁuﬂ"li Tensile Test A Tensile Stress YA

a 2 2 J a o =) [ dy
INU 180 N/mm (mgﬂummwgmﬁlumiwaﬂ) wazausandseuneuail

4 a d J [ 1
M15197 4.12 M3UATIZHA Chemical Composition HaZ A1 Thickness NUAT Tensile Test YD

Material ﬂijuﬁ 2

Comparison A1 Tensile Test
Chemical Composition Al-K > SULC
Thickness Thickness 317 > Thickness 1108

v & A

ANUU ﬂﬁ‘lﬂﬂﬁf’)‘ui@ﬂl%@ﬂﬁlﬁﬂﬂigﬂﬂuﬂﬁ Tensile Test mecﬁmﬁmﬁuﬁumﬁ
: , 2 :
ﬂﬂﬁ@ﬂi@ﬂl%@uﬁ’)ﬂﬂﬁ%ﬂ’)uﬂﬁ Erichsen Test UIN13NAT 01 Tensile Test 1UNMINadoU Lﬁ’f)

= 4 A A v Y
ﬁuli\‘]ﬂ\iﬂiﬂﬂVIf,:fﬂ‘ﬂﬁ"liJ"lﬁﬂiﬂﬂﬁJllﬂ
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4.2.1 ﬂﬁ%lﬂ‘ﬂzﬁ Material ﬂijuﬁ3 ; Welding conditions for new material [Hi-TensileJof NSGT

alﬂiW%ﬁ%'lﬂﬂ'liTlﬂﬁf]UiE]ﬂl%mJ

@ 4 A = ' o a a
’JGIQ‘]JS%E‘TW] : LW@LIEEJUL‘VIEI‘]Ji%W’JNﬂ"li‘l/lﬂﬁ’e]‘]Jﬂ‘]JﬂTiNaWﬂ’i\‘]

1.

Erichsen Test

200

150

100

50

RAP40 , RAP45

RAW60 DP

186 184 184 190

Hi Hi2 18 H21 23 HE27 H31 H32 M35
41 44 EsS1 MS3 M6l 63 64 71 W73

NN 4.7 N5 Erichsen Test Y99 Material ﬂﬁjllﬁ 3



a d 4 @
ﬁ?ﬂWﬁﬂWﬁ')LﬂﬁW%W :fﬂﬁ‘Vlﬂﬁ@‘Uﬁ@ﬂL%@Nﬁ?ﬂﬂﬁzﬂﬁuﬂWi Erichsen Test (138u1nay

1.1 Chemical Composition

M3199 4.13 MIAATILHA1 Chemical Composition UDJ Material ﬂfjiJ‘ﬁ 3

&
NU

46

Composition (Yowt)
Material C.E.
C Si Mn P S Ai N
RAP40 0.07-0.09 <0.04 0.45-0.6 <0.02 <0.01 | 0.01-0.03 | <0.00035 | 0.21-0.27
RAP45 0.096-0.124 | 0.05-0.15 | 12-14 | <0.025 | <0.023 | 0.01-0.04 | <0.0005 | 0.29-0.36
RAU60 0.11-0.113 | 0.25-0.35 | 13515 [ < 0.015 | < 0.006 | 0.005-0.02 | <0.00035 | 0.34-0.38
RAW60DP | 0.065-0.085 | 1.9-2.1 135-15 | <002 | <001 |0005-0.02 | <0.0005 [{043-0.5 1:)

] 9
ﬂ1iﬂﬂﬁ@ﬂiﬂﬂl%@ﬂﬁ’)ﬂﬂi$ﬂ’J“L!fﬂﬁ Erichsen Test UU Material ; RAW60DP 1A

A = [ = v A = o Y= <3 !
Pressure Gauge Vllj\‘ljﬂﬂ‘ﬂ Thickness 1820 U 119491A3NA1 C.E. 1 1H0A 100391001

1.2 Thickness

RAW60DP > RAU60 = RAP45 > RAP40

1 1 <3 1 v W 1 1
A1 Thickness NWAADAULVILLTI IFUIASINUAUAT Chemical Composition Ao A

Thickness 310911 1%A1 Pressure Gauge gV UADIA1 Thickness 108911 15A1 Pressure Gauge ¢

Tae? Material (98201

4 a d zd Y oA
M13197 4.14 N15AT1ZHAT Thickness NUFA Pressure Gauge U89 Material NQUN 3

Material Thickness Note Pressure Gauge Note
RAUG60 2.3 mm. 1N 190 bar a
RAU60 3.2 mm oy 238 bar N




2. Tensile Test

47

650.0

550.0

450.0

350.0

250.0

180.0
150.0

417.9421.2

4

Hil EHi2 E!s H2 H23 E27 E31 E32 M3S
H4l H44 H51 @53 M6l o3 E64 W71 73

MW 4.8 N319 Tensile Stress Y99 Material NGUT 3

50,000
45,000
40,000
35,000
30,000
25,000
20,000

15,000

Tensile Load

HLEHI2HEIsH2 23 H@27 @31 @32 M35

41 @44 5 53 M6 W63 64 7 73

MNN 4.9 N3 Tensile Load Y93 Material Ngui 3
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a d 4 1 1
ﬁ?ﬂWﬁﬂ'\ﬁ')LﬂﬁW%W :fﬂﬁ‘VIﬂﬁ@‘Uﬁ@‘(’J!%@Ni‘%}']ﬂﬂﬁzﬂﬁuﬂ"li Tensile Test A Tensile Stress YA

a 2 2 J a o =) [ dy
INU 180 N/mm (mgﬂummwgmﬁlumiwaﬂ) wazausandseuneuail

4 a d J [ 1
M15197 4.15 N35AT1ZHA1 Chemical Composition HaZ A1 Thickness NUAT Tensile Test YD

Material ﬂijuﬁ 3

Comparison f1 Tensile Test
Chemical Composition RAWG60DP > RAU60 = RAP45 > RAP40
Thickness Thickness 410 > Thickness 1108

v & A

ANUU ﬂﬁ‘ﬂﬂﬁ@ﬂi@ﬂl%@ﬂ@%ﬂﬂigﬂ’J“LlﬂTi Tensile Test "lﬁ’wmeﬁmﬁmﬁuﬁumﬁ
: , ° :
%ﬂﬁ@ﬂi@ﬂlﬁ?ﬂﬂhﬁjﬂﬂﬂizﬂﬁuﬂﬁ Erichsen Test UAIN13NATDY Tensile Test 1JUMInadou 1o

NAFOUMIAINTIOISDUSIRUNAgaNa 050950 14

a 4 a ¢ Y i )= Alll Y v v r.’sl
4.3 ’J!ﬂﬁ]g?‘i!!ﬁg?ﬂ‘]ﬁmmaa&ﬁ ﬂﬂﬂ.r%ﬂ'ﬂ!‘nﬂllwﬁﬂ ﬂﬁﬂﬂﬂ?ﬂﬁ!ﬂizﬁﬁﬂ HMI
a wuA
fiinau
o A < a o 1 N 4 { o
msauiivau Tassuniuldauusui§iaau A1 Conditions MsiouINs
A o Y a a ] . A A 1 4 1
nagou ekl lumsnanilunumsviaves Stip Wiesoosen luauysaisznaens
] 9 i1 9
Hag LazausanaaiioaanenainlinuUsEY 1a aeiia Conditions M3¥euilanunsa
a Y o 1 .. 4 4y g 1 ) [
T lumsnanla ud21i1A1 Conditions M31¥0UNT Set up tDITUAT Standard F1M5U New
o YY 1A a o Y o' & o a g dy I
Product W IR IROuansnihau laeasazain auiumsduiumsniaibiuliam

@ J a oA a K
ogiseaadveansUuanuIassnuannafny,



5.1 agdwamsautivuany

a
unns

Y
u‘nagﬂuazmamummz

MARANIAILLOIY aNsoaFUanuduiiisve Carbon Equivalent A1 Conditions

A A Y v dy
NILYDUNINUISTY llﬂﬂ\iu

0.60

Carbon Equivalent

7

0.40

0.30

/./‘

sl Minimum

/’

== Maximum

0.10

0.00

RSD RSC

RSD35

RBB

RSD35-BH RAP40

RAP45 RAU60 RAW60DP

MW 5.1 n31eg1/aA1 Carbon Equivalent

C.E. : RAW60DP > RAUG60 > RAP45 > RAP 40 > RSD35BH > RBB > RSD35 >RSC > RSD
Flash Time Upset Length
20 . \ 45 —
\ 2 ~— x\o_o\
v NN AN
5 3 \)

MW 5.2 3 1W@31/A1 Flash Time 11ag Upset Length

1

1

CE. o Flash Time o Upset Length
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[ H Y
MINHAMIA UL @115083UA1 Conditions MIFoumunzan Taaell

M15190 5.1 Code d1MFUN581909903a VDI Material Haazstia

Code Material
1 RBB, RAP40 , RAP45
2 RSC, RSD, RSD35
5.1.1 M Flash Time
Flash Time

[
Ln

y A X
L TH AU

e <]-1>

/ /+{1-2>

..-—"*-
/ -
10

—
LN

SeC.

3 22 2.3 2.8 3 34 3.8 4 Thickness

MW 5.3 N30 T5TUAT Flash time Y99 Material 11013 NAT0U

v o o ] . ~ y 4 X A . 2 2
911051 ANNFNNUTUOIAT Flash Time Wi THMIWNUY oA Thickness WA
o [ v Jo U a d Y I~ Y dy
hanuduIusAINa 1IN AR RSy Al uauns Taal
- Connecting Coil ; 1-1
Flash Time = (1.272(Tav")) - (13.279(Tav")) + (50.149(Tav")) - (78.837(Tav)) + 48.87)
a o 1 da! I A J g’/
- nAdeN 1 munue (davudu .0 ¥50 .5 13miu)
- Connecting Coil ; 1-2, 2-1
Flash Time = (1.1602(Tav3)) - (10.295(TaV2)) + (31.727(Tav)) — 25.591
a o 1 da! I A J g’/
- nAdeN 1 amunue (davudlu .0 ¥5e .5 1miu)
- Connecting Coil ;2-2

Flash Time =- (45.139(Tav4))+(609.72(Tav3))-(3062.4(Tav2))+(6786.1(Tav))-5589.9
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512 M Upset Length

Upset Length

25

y A 2
L T
15 > ——<l-1>
g
g o ik / ——<1-2>
/ <2-2=
M

22 A 2.8 2! 34 3.8 4

L

b2

MW 5.4 n519u12 181971 Upset Length Y04 Material N¥A13naeoL

v o ' a y A X A . 4 2
1005 ANUTUNUTUOIM Upset Length w2 TN MUY 108AT Thickness NNUY

o v o o 1 a 79 I Y o 2
1!']ﬂ'J'liJﬁiJWN‘ﬁﬂ\‘lﬂa'l'JllTJmi'lgﬁ"Uﬂuﬁﬁlﬂuauﬂ’]ﬁ"lﬂﬂﬂu

Connecting Coil ; 1-1

Upset Length = - (0.1917(Tav3)) + (1.7091(Tav2)) - (3.9035(Tav)) + 4.7179

S NANBY 1 AN

Connecting Coil ; 1-1

Upset Length = (0.3866(Tav"))-(5.0388(Tav"))+(24.181(Tav"))-(49.528(Tav))+38.922
: NANIY 1 AU

Connecting Coil ;2-2

Upset Length = - (45.139(Tav4))+(609.72(Tav3))-(3062.4(Tav2))+(6786.1(Tav))-5589.9

Note: Tav = [ (T - T,.) *K] +T,,

T,... = Leading strip thickness

lead

T, ., = Trailing strip thickness

trail

K = Typical ( Coefficient =0.5)

T, = Thinner strip thickness

mi
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Tkn = Thickness (mm.) ; Tkn < Tav < TK@n+1) 4@ Tav =TKmn+1)

n,=1.8 n,=2.0 n,=2.2 n,=2.5 n,=2.8

1

n,=3.0 n,=34 n, = 3.8 n,=4.0 n,=4.2

5.1.3 A1 Upset Time

U t Ti y A 2
pset Time YRRV ETRTEVETAY,
sec.
0.6
0.5
0.5
0.4 —p—<]- 1>
0.4 i <1-2>
03 - o= <2-2=
0.3
0.2 mm.
2.8 3 3.4 3.8 4
Thickness

M 5.5 N3l 11TuA1 Upset Time Y89 Material Nmsnadeow

o o o ' h ~ y A 2 A . 2 2
%1ﬂﬂ51w ANUTAUNUTUBDIAT Upset Time N!LH'JIU‘JJLWNGU‘H 1A Thickness tWUUU

o [ v o U a <Y Y o dy
TﬂEJ“LJ”If"I’J”I‘JJﬁ?JWN‘ﬁﬂ\‘lﬂﬁ"l’J‘JJ”I’JLﬂST%WGUE]MMﬁ”lﬂﬂ\‘iu

Y v o 1 @ 1
msnﬁ 5.2 ANNFANNUTUDIAT Thickness NUAT Upset Time

Tav (mm.) Upset Time (sec.)
2.8-3.4 0.3
3.8-4.0 0.5

Thickness o Flash Time o Upset Length «a Upset Time
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5.1.4 M Gauge bar

Gauge bar

2 ——]-1>
- -1
( .
1 9 ‘—1—
Lumiumﬂm ! 22>

2.8 3 34 3.8 4
Thickness

M1 5.6 A5 15%0A1 Gauge bar Y94 Material M¥MTNATOL

v o d 1 = Y A . 2 é’
91101310 ANVTURUFTUDIAN Gauge bar Huu 11iuanag oA Thickness NNUY T

v
=

innudninusaenannInsziveyalasil

Y v o ' o 1
ﬂ1§1\3ﬁ 5.3 ANNAUNUTUDIAT Thickness NUAT Gauge bar

Tav (mm.) Gauge bar
2.8-3.0 3
34-38 2

4.0 1




54

5.2 uamamsud lvifam

%']ﬂﬂ'liﬁﬂ‘ﬂnlagﬂﬂﬁﬂﬂﬂ']?‘h Conditions f‘lﬁL%@NﬁmMWﬁN ﬁ?ﬂﬂi%ﬂﬂuﬂﬁ Flash

=

Y 1
butt welding WnutlymAnude luilszmalnelinszuiunsiouuuy Flash butt welding

o ) o q Yy Y A A4 Ao v o & ) A o W
NuIUteeNIN Milvveyan19veluEesliinuIulse ﬂQHULLU'JVI']Q!LﬂﬁﬂJUﬁ']ﬂ@ Hvya

U

A o ) 1 . A AdAqu a 1 o o I 9 Yy a
VIUIHNLAZUDYAN Conditions mﬁwawiwamgiuﬂwuu mmtﬂumayamqaﬂumi

' v v 9 v
NAFOUNIA1 Conditions NMSLFOUNMLNL T INOAITUYATIULALHIAT Conditions MIt¥ou 14

1A a a 2 da!
819N YsEANTMININBIU

5.3 G?l’i*)!aummzmﬂmiﬁnﬁuam

MSNARBUNIA Conditions NMSIFBNEINTY New Product (N5 NATOUMLIY Trial &
Error 1y fariy u’%ﬁ'ﬂﬂasﬁﬂsj’ay‘aé'nﬁqﬁgﬁumﬂﬁuuazmiﬁm Conditions Standard fi
A11505095UM1 Conditions M5IFONAMT New Product mmwa;ﬂﬁ”lﬁ’ﬁnﬁuaﬁumi%u
iieiiluan Conditions standard furAasai i lueman szl inaunsnaanaiuay

Y ' A . Y
ﬁﬂﬁu‘]{]uiuﬂﬁ‘ﬂﬂf’f@ﬂ‘ﬂ1ﬂ1 Conditions ﬂﬁl;%@llulﬂ
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Y Aa
1ONA1ID NI

Edward A. Durand and Paul M. Unterweiser, 1971, Welding, Metal Handbook (ASM : vol.6 Welding and

Brazing), Ian A. Anderson, g" Edition, American Society for Metals, Metals Park Ohio 44073.

NIPPON STEEL CORPORATION, 1996, Welding Machine, Elementary education document for THE

SIAM UNITED STEEL (1995) COMPANY LIMITED, October 1996.

4 1 <] 1 a a J a
AP guun, 2551, ﬂ']'il‘?)'@iJ’JTU@IE]“B“HL‘ViﬁﬂiW\iiﬂllV\lﬁTQGIIU']ﬂ, mmuwuﬁﬂ?ﬂgﬂgnmmimmﬁm

v A a a a 4 a @
UUNA A1V1IAINTIUNITIWNAA AUSIFINTIUAITAT u‘mmmameﬂTuTa?wa%@mﬂﬁ'mnuﬂimﬁa.

a aa o J 1 J J 1 < a2
WYY 1ARIIATWUT, 2548, mﬂ%’mfmgamimu (CE) lumsmamsaimanuudeluysnanseny
P 4 < o < . . .. .
mummmm%umaﬂWﬁum—umuﬂqq (Using Carbon Equivalent Prediction of HAZ Hardness in

Welds of HSLA Steels), 113a153mmama TuTadgaavnssy, T4 1, p1iui 1 Jgugn).

D.C. Kim, W.J. So, M.J. Kang, 2009, Effect of flash butt welding parameters on weld quality of mooring

chain, Advanced Welding & Joining R&D Department, Korea Institute of Industrial Technology.

S A a o a < < Y] a I Y 1A
1. A9. ‘]J‘igﬁxiﬂ ﬁﬁ'ﬁ]fiiyﬂfﬁl, 2553, IﬁﬁgﬁﬂEJWIENLWﬁﬂLLﬁ%LWﬁﬂﬂﬁ'I, Iaﬂ&”)ﬂﬁﬂﬂl@ﬂl‘ﬂaﬂﬂﬁW ‘;'Ll‘ﬂ 2,
9 o I 3 Y 1 o v w
23 WHIYU 2553 . wmﬁmmamuumammzmaﬂﬂammﬂizmﬁ"lm, DIANTATUN N U

PATIMNTINIWYAIV.
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MANHIN .

1. W11 JIS

1.1 mnasigiu JIs ihanldlunszuaumsuian

v A 1

g Ao a = & Aq Yo
ﬂ’Taﬂﬂunf]ma@]Iﬂﬂﬂ§$ﬂjuﬂ1§ﬁﬂlﬂucﬂisﬁﬂuﬁlu‘ﬁﬂﬂuuu@ﬂﬁa']ﬂu']ﬂﬁ1ﬂ']u1f”lﬂ

Qa

A o <3 = o w o Y A Ao 2
UIHN ’ﬁ’fﬂiJE;J'ulUW]ﬂﬁ@a (1995) 1nA HHJ"IGI,GBW’M]?J@Q“H

- JIS G3113 (Hot-rolled steel plate, sheet and strip for automobile structural uses)
- JIS G3134 (Hot-rolled high strength steel plate, sheet and strip with improved formability
for automobile structural uses)

- JIS G3131 (Hot-rolled mild steel plates, sheets and strips)

a < 1 < 9 = 1 % 4
1umiNam‘waﬂﬁ)mmﬂmmwmmmﬁﬂmaﬂ@aﬂ‘lﬂwawmmiﬂﬂummummmu‘ﬁmm

1 9 1 dd’ 1 u/
U1 mmmmumuuﬂﬁa HAagaIUNTUNINUANNANNU

M1914 Classification symbol and applicable thickness of JIS standard

Standard JIS Classification symbol Applicable thickness (mm.)

JIS G3113 SAPH310 1.6 or over up to and incl. 14

SAPH370

SAPH400

SAPH440

JIS G3134 SAFH490 1.6 or over up to and incl. 6.0

SAFH540

SAFH590

SAFH540Y 2.0 or over up to and incl. 4.0

SAFH590Y

JIS G3131 SPHC 1.2 or over up to and incl. 14

SPHD

SPHE 1.2 or over up to and incl. 8

SPHF




1919 Chemical composition of JIS standard
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Unit : %
Standard JIS | Classification symbol C Si Mn P S
JIS G3113 SAPH310 <0.1 <0.30 <0.50 <0.035 <0.01
SAPH370 <0.21 <0.30 <0.75 <0.035 <0.01
SAPH400 <0.21 <0.30 <1.40 <0.03 <0.01
SAPH440 <0.21 <0.30 <1.50 <0.03 <0.01
JIS G3134 SAFH490 = - - - -
SAFH540 - - - - -
SAFH590 - - - - -
SAFH540Y = = - - -
SAFH590Y - ; = - -
JIS G3131 SPHC <0.15 7 <0.60 <0.05 <0.050
SPHD <0.10 = <0.50 <0.04 <0.040
SPHE <0.10 = <0.50 <0.03 <0.035
SPHF <0.08 = <0.50 <0.025 <0.25




11919 Mechanical Properties of JIS standard
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Yield point or proof stress (N/mm’)

Elongation (%)

Bendability

Classification Tensile Thickness (mm.) Thickness (mm.) Tensile test | Bending Inside radius
JIS symbol strength Under 6.0 6.0 orover | 8.0oroverup | 1.6orover 2.0 or over 2.50rover | 3.150rover | 4.0 or over 6.3 or over piece angle Thickness (mm.) Bending test
(N/mmz) to and excl. to and incl. toand excl. | toandexcl. | toand excl. | toandexcl. | toandexcl. | toand excl. Under 2.0 2.0 min piece
8.0 14 2.0 2.5 3.15 4.0 6.3 14
G3113 SAPH310 310 min. (185) min. | (185) min. (175) min. 33 min. 34 min. 36 min. 38 min. 40 min. 41 min. No.5 test Flat on itself Thickness x 1.0 | No.3 test piece
SAPH370 370 min. 225 min. 225 min. 215 min. 32 min. 33 min. 35 min. 36 min. 37 min. 38 min. piece taken Thickness x 0.5 Thickness x 1.0 in transverse
SAPH400 400 min. 255 min. 235 min. 235 min. 31 min. 32 min. 34 min. 35 min. 36 min. 37 min. in rolling 180° Thickness x 1.0 Thickness x 1.0 rolling
SAPH440 | 440 min. | 305" min. | 295" min. 275" min. 29 min. 30 min. 32 min. 33 min. 34 min. 35 min. direction Thickness x 1.0 | Thickness x 1.0 direction
Elongation (%) Bendability
Classification Tensile Thickness (mm.) ) ) Inside radius
Tensile test | Bending
JIS symbol strength Yield point or proof stress (N/mm’) i Thickness (mm.) Bending test
s 1.6 or over to and 2.0 or over to and 2.5 or over to and 3.15 or over to and piece angle
(N/mm’) 1.6 orovertoand | 3.25 or over up piece
excl. 2.0 excl. 2.5 excl. 3.15 excl. 4.0
excl. 3.25 to and incl. 6.0
G3134 SAFH490 490 or over 325 or over 22 or over 23 or over 24 or over 25 or over No.5 test Thickness x 0.5 Thickness x 1.0 | No.3 test piece
SAFH540 540 or over 355 or over 21 or over 22 or over 23 or over 24 or over piece taken Thickness x 1.0 Thickness x 1.5 taken in
SAFH590 590 or over 420 or over 19 or over 20 or over 21 or over 22 or over in transverse 180° Thickness x 1.5 Thickness x 1.5 transverse
SAFH540Y | 540 or over 295 or over - 24 or over 25 or over 26 or over rolling Thickness x 1.0 Thickness x 1.5 rolling
SAFH590Y | 590 or over 325 or over - 22 or over 23 or over 24 or over direction Thickness x 1.5 Thickness x 1.5 direction
Elongation (%) Bendability
Classification Tensile Thickness (mm.) . . Inside radius
, Tensile test | Bending
JIS symbol strength Yield point or proof stress (N/mm") l1.2orover | l.6orover | 2.0orover | 2.50rover | 3.2orover , Thickness (mm.) ,
5 piece angle test piece
(N/mm") to and excl. | to and excl. | toand excl. | to and excl. to and excl. 4.0 or over
Up to and excl. 3.2 3.2 or over
1.6 2.0 2.5 3.2 4.0
G3131 SPHC 270 min. - 27 min. 29 min. 29 min. 29 min. 31 min. 31 min. No. in 180° Flat on itself Thickness x 0.5 | No.3 in rolling
SPHD 270 min. - 30 min. 32 min. 33 min. 35 min. 37 min. 39 min. rolling - - - direction
SPHE 270 min. - 31 min. 33 min. 35 min. 37 min. 39 min. 41 min. direction - - -
SPHF 270 min. - 37 min. 38 min. 39 min. 39 min. 40 min. 42 min. - - -
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2. Carbon Equivalent (C.E)

' . =2 g v J [ = ' A =2

A1 Carbon Equivalent (C.E.) G]NL‘]J‘LIWaa‘W‘ﬁ"U’EN’d’mNﬁ’ﬂJ‘I/]NLﬂilﬂJEN‘ﬁMG]N“’] NUTAIN
a a ' A 9 A J I Y
answavesaumaunedlulany Taslvinalumavinvseavvesdrunanlumannar gas

lumsmuin a1 C.E. A0

Mn+Si Cr+Mo+V Ni+Cu
+ +
5 15

CE.=C+

4 1 o 9 4y a 4 4
Tunszurumsden a1 C.E. gﬂumﬂﬂf WOAATIZHANNAINITD IUMT N
' p [l Y
(Weldability) T@aﬁﬁmuNﬁmm‘ﬁmmiuauuagmcﬂwauﬁuq qﬁu (Mn, Cr, Si, Mo, Cu, Ni)

0 19707 Weldability anas

A1319 ANUFUIUTUIAT Carbon Equivalent 1) Weldability

Carbon Equivalent Weldability
CE.<0.14 Excellent

0.14 <C.E. <0.45 Fair
CE>045 Poor

@151 A1 Carbon Equivalent Y89 Material N l¥madou

Material Carbon Equivalent Weldability
RSD 0.01-0.03 Excellent
RSC 0.02-0.05 Excellent

RSD35 0.03-0.05 Fair
RBB 0.04-0.09 Fair

RSD35-BH 0.08-0.10 Fair

RAP40 0.21-0.27 Fair

RAP45 0.30-0.36 Fair

RAU60 0.34-0.38 Fair

RAW60 DP 0.43-0.51 Poor




3. Specification Welder

1319 VUIANINTIZ1U Hot coil

Data Limit
Hot Coil
Lower Upper
Strip Thickness (mm.) 2.0 4.0
Strip Width (mm.) 700 1350
120 PR ?'hlﬂ@'lﬁWﬂ']u Condition ﬂWiL%’ﬂiJ
Data Limit
Set up welding Condition
Lower Upper

Flash Time (sec.) 3.0 30.0

Upset Time (sec.) 0.05 0.99

Upset Length (mm.) 1.0 8.0

AN Fhlﬂﬂﬁ:ﬂ;ﬁ/! Gauge bar

Gauge bar | Thickness (mm.) | Initial Extension (mm.)

1 3.5-4 23
2 3.0-3.5 19
3 <3.0 14

1319 ﬂ"lllWliL‘gWH Electrode die

Electrode Die

Standard - .
Electrode Die f19UU Electrode Die $17814

AIUUUN

WA=649+0.1 mm. | 99 A=70=+0.05 mm.

@ B=651+0.1mm. | 39 B=70=+0.05 mm.

g3 1Fau 40,000 £ 5,000 Ton. | 25,000 £ 5,000 Ton.

60
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M3 ﬁwmmwgmmsmﬁauﬁmm Moving stand

Allowance (mm.)

Moving Stand
WS DS WS-DS

ANUIUDY Moving Stand VUIZIATOUNGA | Gaugebar 1 [ £0.1 [ £0.1 | £0.05

Gaugebar2 | +£0.1 [ +0.1 | £0.05

Gaugebar3 | £0.1 [ +£0.1 | +£0.05

A A A o VoA Y
ﬁzﬂglﬂﬁ@uﬂﬁlﬁﬁﬂﬂﬂWﬂﬂWUl‘lﬂ +0.1 | £0.1 | £0.05

1 4 4 . 9 (=Y
Note : ﬂ’JﬁJLLG]ﬂG]NiSﬁfJ%LﬂafJuﬁGU’EN Moving Stand @91}114 WS tiag DS G]?NlliJLﬂ‘L! 7%

4. ﬂ1§ﬂﬂﬁ®ﬂiﬂﬂ!§®3~l

4.1 ﬂ]iﬂi’)ﬂﬁi’)‘ﬂ’ii’)ﬂ!%E)Nﬁ’)ﬂﬂ]iﬂﬁz‘ﬂ"]uﬂ1i Erichsen Test

w s A g < A 2
’Jﬁqﬂi$ﬁ\1ﬂ : L‘W@L‘]J‘L!ﬂﬁ‘lﬂﬂﬁ@ﬂﬂ’JHJLL"UQl,l,i\i@ll’ﬁ]\ﬁ@EJL“H@?JLm$%ﬂﬁaﬂﬂ31uﬁiu1iﬂiuﬂﬁ%‘Ll
< 1A o
gﬂmmmaﬂuwumummﬂmu

A 9}49! < oA
VBULUA : mm@m‘ﬂ%mugﬂmmmammuwmmwm 1.8-4.0 mm.

q 9
AU s lumsnage :

Erichsen Test tU# 11399971952%914 Die 11 Blank Holder Inolurunaaouagns

Aaa uaz 19u591ums Fix tHUNAToUININY 10 KN, (LU Fix HHUNATDY)

anmuiadew : nadouNguugi 10 -35°C
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4.2 M3ATIVAOLIOUTONAIINIINTZLIUNS Tensile Test
o 14
Tagilszaan :

' 9 '
1. ieNAToUANURMUMULTIAWDIFUIIUNAZoU Id1AT1gIuNADINS
YERNEY
[ Y Y
2. rionadeunua5aTun13Tu31 (Strain hardening ratio) YOIFUIUNATOUN

Y ] A ]
Tamuuasgiundesmanie i
9 Y
wangunlslunsnadeu :

o 2
- MSETINTUNIUNATOL 51904 JIS Z2241 - 2011 (No.5)
Y
- AINAARUANYATUMULTIANUDIFUNUNAT DY (Tensile) $19949 JIS 72241 : 2011

o Y
- mInadeURMaNIA UM IUGY (Strain hardening ratio) 81904 JIS 22241 :2011

anmmuiadow : nadouNgungl 10-35 °C

sninlHhnnuazeInneu Aging : N-Hexane
) A
M5 1FNUVDUAT Y :

- IATRINAADVLTIA (Tensile) 91999 (S-TQ-TL-SM-004)
A [ d Y =K
- IAT9IAANY U (Micrometer) 910N (S-TQ-TL-SM-007)

- 1A5993AA AN (Tool For With Dial gauge) £1994 (S-TQ-SM-038)

Y
YUIAUDITUNUNAT D :

- manuRunTauru 10Y 20 mm. 81399 JIS Z2241 2011 (No.5)

] v
U

< v J { o o ' .
- WANUHUNY Width 110021 18 mm. width NIAATIEHUL parallel portion NANIN

A VY A 9 " a
V]ﬁ:fﬂ ay ﬂ’]u@ﬂ‘ﬂq@ @]@\Tulﬂlﬂu 0.1 mm.

Y
FUNUNATDU Tensile ATWUIATIZTU JIS 22241 : 2011 (No.5)



M99 VUIATUNUNATOU Tensile MUNINTIFIU JIS Z2241 : 2011 (No.5)
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Gauge length Parallel Radius of Thickness anuaetlae
Width (W) 2
@) length (P) fillet (R) (T) FUNU (B)
JISNo.5 | 25+0.7 mm. 50 mm. min 60 mm. | min 15 mm. <20 mm. =30 mm.
SUS 25+0.7mm. | 50 £0.1 mm. 60 mm. 25 mm. < 6 mm. 35 mm.

Tuwaagiu JIS 22241 : 2011 (No.5) 521 IurNeHanI ANFUNUNATO VAU

Y
108071 3 mm. 92@090 Radius of fillet (R) 20-30 mm. tazANUATveIlaeFuunagoy

9 oA "o
ABININNIANITDININY 30 mm.

HANMIMNUVDINTNATOU :

o = 2 1o ~ : {
1. emwﬁwmmzﬁmuagﬂummwmﬂmwmmmﬁau G‘]?Qﬂilﬂﬂll Stress — rate i 10

N/mm’sec - 20 N/mm’sec (JIS Z2241 : 1998 Stress — rate 1 3 N/mm’sec - 30 N/mmzsec)

9UDIYA Yield point

) LY 4 I
MIMNUAAIDATINTAIVDUATDINATDUITI U N/sec

(% =2
BATINIIAN

=10 N/mm2sec x 25 mm. X 1 mm.

=250 N/sec

= Stress x Width x Thickness

110999 Yield point 11/Agun13AIUAN Strian rate FINIWANN 45 % min (JIS 22241 :

1998 AIUAN Strain rate N 20%/min — 50%/min)
o 1 o 4 I
msm‘nmmamswmiﬁwmm%mﬂﬁamﬂu mm / min

v =2
DATINIIAN

_ 450x50

100

ﬁuﬁﬂﬁ”l Variable Lﬁ@ﬁWU’Jm n — value

! Y
wqﬂmiﬁmmﬁwmmmm

= Stress rate x guage lenth

A 1 A [ A A YA . g}/
1DV Stage AN Lﬂi’EN’I]ST/IWGI"IIJI‘IJiLLﬂﬁJ‘VILﬁUEJu]l’NI Action UUS)




A1319 ABATINITANN Stress rate A9 AWWIATIFIU JIS 22241 : 2011 (No.5)
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SUS Design force rate N/sec SUS Design force rate N/sec
JIS Standard force rate N/sec
Thickness (for normal product) (for Hi-tensile product)
3 N/mm’sec | 30 N/mm’sec | 10 N/mm’sec | 20 N/mm’sec | 20 N/mm’sec | 30 N/mm’sec
0 0 0 0 0 0 0

0.1 7.5 75 25 50 580 75
0.2 15 150 50 100 100 150
0.3 22.5 225 75 150 150 225
0.4 30 300 100 200 200 300
0.5 37.5 375 125 250 250 375
0.6 45 450 150 300 300 450
0.7 52.5 525 175 350 350 525
0.8 60 600 200 400 400 600
0.9 67.5 675 225 450 450 675
1.0 75 750 250 500 500 750
1.1 82.5 825 275 550 550 825
1.2 90 900 300 600 600 900
1.3 97.5 975 325 650 650 975
1.4 105 1050 350 700 700 1050
1.5 112.5 1125 375 750 750 1125
1.6 120 1200 400 800 800 1200
1.7 127.5 1275 425 850 850 1275
1.8 135 135 450 900 900 1350
1.9 142.5 1425 475 950 950 1425
2.0 150 1500 500 1000 1000 1500




A1519 9AT1IN5AIN Stress rate Y94 Normal product ﬂTUﬂJJ‘ﬁ 10-20 N/mm’sec

mmwuwmcﬁwmmﬁau 8951159 (N/sec)
X<0.2 50
02<X<04 100
04<x<08 200
08<Xx<16 400
X=>1.6 800

M1519 8A31N15AN Stress rate Y94 Hi-Tensile product AIUANT 20 — 30 N/mm’sec

mmwmmmcﬁwmmﬁau 89510139 (N/sec)
X <0.6 300
0.6 < X< 09 450
09<X=<12 675
125X<18 900
X>1.8 1350

M1319 6A31N15A97 Strain rate AIVANT 45%/min

BA5INTAY
damvua JIS Pamyua SUS
20%/min 50%/min 45%/min
10 25 22.5

Note : Gauge length (GL) =50 mm



2.2.1 Test Result

Lower Load
Load axis range
100

0.2

Gauge Length

Extension range

2 A Y o dy
Fadiana 1aall

1.

2.
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Elastic Start Lower load

- x 100
Load axis range

0.2 x Gauge Length

Elastic Factor =
Extension x axis

usaiamgalumsizuiing il Faldnnmsvensgnslgaeas
= mmruavedns W luunu v

= mlwilu %

— 1 off set voens 1wl Taeiia1a14 0.2 %

= 50 mm.

Amyuavedns 1w luuny X (30 mm.)

. Elastic Start = 10% (UnNa@© YP)

. Elastic Factor = 0.333% (U#a®® 0.2% YP)

2.2.2 gA3HIA1 Tensile Strength (TS)

Fmax
A

o

Tesile Strength (N/mrnz)

=2
UIIAIFIFa (N)

¥
A Y o 1=

NUNHUAANOUAY , Thickness x Width (mm’)

2.2.3 gA3%1A Elongation (EL)

)

>

i

L-L
L

o

v A v
EL aNM3gaa (%)

- x 100

AINE1IVDY Gauge Length NaIM5AY (mm)

AINE1IVDY Gauge Length ABUNTAY (mm)
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2.2.4 gA3¥IA Yield Strength (YS)

F
Ys = —

A,
YS = Yield Strength (N/mm’)

= A
= Lﬁ\iﬂﬂqqq&ﬂ%ﬂﬂ YS (N)

¥

F
A -d' Y o 1 = . . 2
A, = NUNUUIAANBUAY , Thickness x Width (mm")

2.2.5 gATHIAT 0.2 % YP
0.2 x Gauge length (50 mm)

0.2%YP _
100
0.2%
Offset
Stress —
Yield —
Stress 1
I Ultimate
: Tensile
I Strength
] I
o |
= I
— I
w ]
B I
2 I
=
w I
i
]
4
|
Strain / %

0.2% Strain

n519 Tensile

A
4.3 MINTIVADVIVUTONAILNIINIZUIUNS Microsphotograph
o s A o a 7 o < Y o A
Jogiseaed . N InIIzHanyuzvuliansutaz 1 unasilssneumsnsan
AaaNLAvee lans

9
a d
Yo ue : 1AL 1FIUMTAATIZH InT9a5199001AV9 Material A1MNIATIZIU JIS

e unlslumsnadou : deandeeanuuIATIgIU JIS 0522 (GS)

Y 1 Qy a
VUIAVBIFUNATDY : AU UILAZVYUIAVDIFUNUNATDY ’gN’ENﬁQ (W-TQ-TL-WT-056)


http://www.google.co.th/url?sa=i&rct=j&q=&esrc=s&frm=1&source=images&cd=&cad=rja&docid=nW0FEUO8RyKd4M&tbnid=ye9SI9qvl1nXOM:&ved=&url=http://www.spaceflight.esa.int/impress/text/education/Glossary/Glossary_Y.html&ei=2vsCUuCXKofmrAfI0oD4Dg&bvm=bv.50500085,d.bmk&psig=AFQjCNGGHm23i5xMxxo5bjQrYI5PpaNFkQ&ust=1376013659226703
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A
Y

FUNUNATOU Microsphotograph A1UU1IANT191U JIS 0522
Auauiamsnldnado :

v v
1. Resin Epomet Molding Compound (3% 3AE1VDUYUITU)

A s =4 I ' = = ' @ @
UsLPNIFULDVMDT TNNAWTINUAMTIFIAT Tirad) nuasal Sown
YDULAL T U

2. Resin Multi Fast Phenolic (15%1 ‘ﬁlilulﬂ)

A 4 aal 1 [ <3 [ Y] 9 o
U32NNTFUIDUMBS TNAY  gaemMInNusaE1  vaaunaie  lenuau
) 4 L~ 1
mlnldudaaz hidesguou

3. Resin Transoptic Power (153U 61?[)

A o a <

sznnissusuumes luwaraan laveusiunelu

4. Silicone Mold Release,Spray

A o 1 . Y [ 1 Y Y o

A51A0AY MUITAVUUVYAD Hot Molding Yesnuuvuvasuriauay vy snwn
BHIVER

5. Diamond Suspension 3 Micron
= I v A [l 9 I v @ Aa 2

Y mgngﬂuwwﬂmwmwﬁu@g“luﬁummm lsiudrvaormvearuaLesn 1
=\ <3 A
UANNUVTANNNGA U3z 800 HV)

6. Alumina Power 0.05 Microm (ﬁﬁwmiwamﬁa)
A o 3 A A ' H ] v 1Y Y v o o o &
uaﬂummﬂumazmﬂﬂﬁﬂmwﬁmgium l¥auaeaver lineg VANUITAYNI )
i finnwazideags

7. Nitric Acid +Ethyl Alcohol (RYMIHaNLAD)
3 %} A o 1 9 ay <3 o aan = ay o Y a
Auhnnmmsquiuruany man ) wilgnsomaainuyuany mldina

v 5] 3
Iﬂ‘i\‘]ﬁiT\?"’U’ﬂ\HNﬂlﬂiH"ﬂH
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MANUHIN V.

1. 32UVU TPM [Total Productive Maintenance]
Total productive + Total maintenance + Total participation of all employees

TPM (Total Productive Maintenance) MDA iz“].l“]_lﬂﬁﬂ'];ﬂ%ﬂﬂ1ﬁﬂ’iﬂﬂﬂqu@laﬂﬂ‘]§’3\1
Jd o g’/ 1 a o [ [ 1 L
'El'lf!Q'iJﬂﬁﬂ! UUAUANTITINUAY HAA LLagNITUIZITNHY IﬂEJ@'IﬁEJﬂ'J'IlI5')3Jﬁ’i]i]'lﬂwuﬂ\ﬂunﬂ

o =

Y
AU m!,mvhammi5$ﬂquumwum1uwﬁ'mu

v
= 1% )

1.1 aan1INIIgLae mﬂsquﬂmﬂmiwammzmiwqmﬁacﬁammmm

9

a A a A ] A a Y 3 [
1.2 Mmanaatlszansnmlessdugige a5 Ao waalnunuu tazudganw

A a a [ P Y
19 NITHDA Nammmmgﬂmwah

Y ] il
13 msdfuilgsesAnsismunnuilacass guewis uazdunadon evilW

dng = o g
AuAWATLMazlinan lsgaiu

8 Pillars of TPM

MNN 6.4 8 [ANAAVDI TPM

AM = Autonomous Maintenance M3IINFSNHIAIANDY  Quanieedns W

Usz@nsnw dasany lullvewuds (113AUANT0I > Kaizen > 90911010515 14M5910)

g

y 4 o 4 o d
FI = Focus Improvement M31/5v1lgunmizizes snszavaliuljuieanmsgaasn

a X Y
NAVUNUNIU


http://www.google.co.th/url?sa=i&rct=j&q=&esrc=s&frm=1&source=images&cd=&cad=rja&docid=DlZV1AdFi77WeM&tbnid=RvUCl4Wws09znM:&ved=0CAUQjRw&url=http://www.typman.com/tpm-total-productive-maintenance.aspx&ei=YpQxUtWKF8W3rgfQzoGYBw&bvm=bv.52109249,d.bmk&psig=AFQjCNFfSN2_30IDph74NFQsT47EmzWnAQ&ust=1379067347558787
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PM = Planned Maintenance PM319UHUM311335081 Mssnszaumsseniigelig

Zero breakdown fumuIAageNInguFileeiy saudsenszaumssomhyeldiidszaniam

QM = Quality Maintenance M3LIFISNHUTINUNN NTZUVIUNITHIOIATOIINTADA

Usirnnou lunhldinaveude

2. The 7 Waste

' e =

o le" Wastes i

MUDA s the Japanese word for WASTE.

0 B of people

- [S] -
[ O mam 1/ 4/[3][e] 10N Te preduce sooner, foster
= R et Overproduction ™ e e

Over Processing 1 Inventory i] : ﬁ

which is not having
value added to it.

Waiting

. Transportation 5 B Motion

Unnecessory movement of pesple of M”’lm"
~ . or parts between processes. &é “ B‘ 154

—

Copyright TE 2010

MMNN 6.5 The 7 Waste

= Y g a A ' A &2 o q YUY
ANNUFULaY 7 SIEFAIREANLY Lﬂummqmmﬂmmag“luﬂizmumiwaﬁ “]5\1‘1/]11%@]1!1{!1!

A Y

a a a o9 a Y 1a = 9y A
NTNAATUNU namsa1 lumswan ggﬂ;]mqmmuaﬂnaﬂumnmﬂmw”ummn%

a wa ! @ A X o & a
Uit ldranundnanin wiewauanliagwu auniunszuiunsHandotannm

9
= %

= 2’/ dy A’ I Y a A A
gaudens 7 dszmsil e 1d IdseanTamgege anugydens 7 Uszms Ao
= a a . o A 1 9
1. anugadsnnmsnaaninu i) (Over Production Waste) = siuiuninle
2. ANNGAYFIINNTYUA (Transportation Waste) = yuéguimin 11/
3. ANUGYFEINNTT0ADY (Waiting Waste) = den1snan luduga

q

4. a1NgYAsINAUAIAIAGT (Inventory Waste) = Sagavannnu


http://www.google.co.th/url?sa=i&rct=j&q=&esrc=s&frm=1&source=images&cd=&cad=rja&docid=nK2xaf8lf9isOM&tbnid=QNPF-bzH8LnIVM:&ved=0CAUQjRw&url=http://www.bigqtraining.com/article_detail.php?id=9&ei=C2EyUoLYOIztrQeWuoAQ&bvm=bv.52164340,d.bmk&psig=AFQjCNERqPlimgkeE7l595VXjLBVaZU1ig&ust=1379119753648093

a o J U a
5. mmqmuﬁamﬂwammmmmm (Defects Waste) = INAVDILTY
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] 9
6. mmqigs?mmﬂmimﬁau‘lm (Motion Waste) = TUADUM I UTUFOU

7. anwgapdennnszuaumsuiniu 1 (Overprocessing Waste) = Uf1iaau ligndes

3. CDCM past accident

A3 anBULNUNNAQIAIME TuaeMINan CDCM

AUH U

a o

fdanrhldinagiiameg

A9

Y [}
¥IA5NI510INY

TCM Technician

CDCM Welder
A a
- ONLYT

TCM Stand#3 118 Stand#4

Svugiaaululasans
dgunsain hifianw

aoane 100 %

Y v o w
M Indvaz mas
=

1983

(3 A A Aa
-IANUNTOINDONY

-strip V1AM IUATDINT anulasany
Jd 1 [ o
Coolant Control | Clean Tank S2 -gnsaidouusa lulivie | -U5uilyegunsellu
Technician - Tank og Inauiu T 1w Ty M3 litvug
o < A o Y 49!
azaanlunsieu ranasnser 1dievu
@ @A
TCM Operator -Chock 14931990 Chock wmizinsu | -Hwldginsaiouunu
o w A a
[Stand #5] - Wok Roll Chock Stand#4 N1a3an gUngain H034

1 Y v d‘
“lailvidganuidionsu
AAIEN

B =\ 9
-Bearing 1918M3 19911
0 2 i liRana Over
Heat 1 Wok Roll Chock

Stand#4 109 19l vl

<3 o
AFazveniamania
YA
UNUNT 19U
- ‘VSﬁlIGl“lgi} Chock ﬁﬁ
Bearing 91911101 2
3l
Yt
a5 UaNN 1Y
k)
AU
~ A Y
SATIUNT AT 19
9 A A
wioulunsdlinaive

NAY




o

MIN ANBULNUNAAYLAKE TUa18NIIHAN CDCM (510)

Q
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AU e lfinagiameg AUNG nasmMsilosnu
TCM Operator M558 Coil 14 mode auto | -Coil 1198190 1UNA -Andundalng
[Roll Preparation] Jdiieszans strip YN | 00NN

4 o 4 4 Y e o
IATOTNIINADUN ~ANITNAUIY strip
S A Y
YULNATOIINT
44
inaouUN
. Aa oA 1 @ 1 a oA Y o
TCM Operator -IA(Y Strip -m3Ufiaanubitasans | -neulfiiaau deeh
9
[Inspector] -WHNY Yseum KYT Aouinngg
tiavodnelo aunsn | -fvuansldgeie
Youru Strip via'ld Kevlar
7 X A v L q9 9
W/B Operator iua ST -Sapramuinliung
DYLAND
.. . . . dy d' a oA L} 1 a e d'
Entry Technician Skin no.6 Delivery walking -wuwﬂgumm"lu -ﬂ@uﬂ;]ll@]\‘l UN
Beam CDCM NETRER £V AnlnANIoUIUa 91
Y
-NIAAUAY Strip A39 @011 KYT now
)
NNAT
A = 15 A =~ @ Y Y Y o w
Entry operator S EL NS “laitlanoaReinag i Induazhaa
o < ~
LRI 60 03
a < ~ U 1 g
- INAANAMIYS Jauuaimnas
F [
Side Trimmer ~Tension Meter Roll No.2 -quAanY Strip Tagasy | -szyiufihaunay

Operator 13 Testing bar @ﬂﬁﬁ@ﬁzﬂ/ﬂig’ﬁ
12 9 A Y 1Y
“linitha@euld BUAIIY
5inTEN
Roll Shop -MINAUEA Roll gn - | -dwridalumsnaudn | -nausuesdiuuen

v

el

-ATUUDN Rack

#1911 Roll 8¢ Ina
& y
-A1U Rack Hag U0

d’l 9OI -
ouiiu

AouNLI Roll 11/2114
14 Rack

v o 4
-9a7191/n3al Support
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4. M3 KYT (Kiken Yoshi Training)

o Y [ A [] ld' a a é? =< A o Y 1Y
ﬂ"li‘lmiﬂﬁﬂﬂ"l’iﬂﬂﬂﬂuq‘umﬂﬂ llllGl,‘]ﬂ,llf:)!,‘ﬂﬂQ‘U1311,‘14&5‘]61]1/! iEUMNMINsosnu

Y
o v v

1 £ o 9, o A 19 ¥ Aa 2 a o A v Yo
lW]ﬂ'J'i@]f]\‘]ﬂ']lﬂ@li']ﬂ'ﬁﬂﬂ\‘]ﬂULW@Illlclﬂlﬂﬂﬂ‘Uﬁlﬁﬁ ANUUIUNANITINT KYT NONIIOUANTY

q q

{ a X ¥ o
NIZNATU YUADUMTV KYT 4 50U ?d]f)

59U IR #9150e = mynansanniioasielatouudsegig
a L4 9| @ A a é’
501 2R ARy = agiilhmnetazyaduasienazinayy
Y
591 3R AunIATM3 = adsvimsun ludapiiiedisls

9 a ua I3 9 Y 1o A o Aa T a o
30U 4R ’JNL‘]J'IW?HEJﬂ{(]‘]JG] = ﬂmumﬂmu1ﬂ“lwuu%mwamimmmmaamﬁwq

d' o o o w 1 [ 9 @ Z o v
MNA 6.6 TMNNTINNY “WHNNUMEIFWAUVUINTUNRINY 5218 200 NN. 89

NNIOUITNN”
ATBIAZDUATY -

o A v v A = %‘ o 1 d’l
1. winawenauan1d iesnniiiiveguuiiu
v ¥ o oa 1 2 @ o Y
2. dadiniulvinalg o1vvznasniuminauld
7Aq Y A g a o A4 oy
3. gUnsainldlumamdeudio e1namstze Wiemnla

s A 9 =) v o Y A 9 ]
4. qﬂﬂimmaaumﬂmﬂ%wmmmuum VI'IGlﬂLﬂﬂﬂufJ'lvahJﬁgﬂ'Jﬂ
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1. MANUALDIA 1A Check ﬂ’JHJﬂaﬂﬂﬂﬂ‘lf]ﬂﬂﬂﬂ@u‘ﬂgﬂﬁﬂu
¢ A

P} S A A A A A P} ' ¢ a
2. th@‘l]ﬂﬁﬂlﬂﬁ@mﬁﬂﬂu@@uﬁhllﬂ"lﬁlﬂﬁ@uﬂ']ﬂ LU ﬁﬂiwaﬂaV‘IW NI IATU

s A ) ~a o A A ) Y 2
3. qﬂﬂsmmﬂaauma AITUNITAAAITUYU Lwamaauma"lﬂazmﬂmmmu

Motto : “l¥350TWaaann ¥elumandoudie”
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Follow up Welding condition for new material T1

[Sep 4,2013]
Objective:  11@A" Condition WlaainA1snaaavanldlunisndnaseiiialsy Tune Tvitnangan ilavindlu standard Tun1sndasialil

Target : HC Specification BA1, Steel Grade T1, Thickness 2.6 mm.
Chemical Composition (%wt) |
HCspec | Stee! [S Si Mn P s cr cu Al N Ti _I
Grade 2 2 2 3 3 2 2 3 4 3]
x10 x10 x10 x10 x10 x10 x10 x10 x10 x10
BA1 T1 <0.2 <3 5~15 <7 <8 <5.5 <6 10~40 <40 40~60
BA3 T3 0.10~0.40 <3 50~60 <20 <23 <5.5 <6 25~65 <30 10~24
BA4 T4 3~5 <3 18~35 <20 <20 <5 <6 23~90 - -

WANISWAR : I71UIU 19.24 Ton. H18RLLELAFINNTII

Target Connecting coil Welding Condition Result

No. HC spe( St. grade| HC Thk | Ton. Item HC spec | St. grade| HC Thk FT uL ut .g::)
1 [ BAl1 T1 2.6 19.2 1.3 BA4 T4 2.3 8 3 0.3 v
1.4 BA3 T3 2.6 12 3 0.3 v

v : liuan aunsaldlunsndale
AgduaannnIsuaEa : A1 condition AnA1TNAREY &unsainun1dlun1sudnasels Iaabidaiawisaadanuan

Nextaction: Wa15a113IUAL Engineer tiatin'lu Set up 1ilu Standard Condition Tun1swénsia’lalle
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A Y

wNaNM odm Usziiusisgu

2 qanAy 2534

W.Al. 2540 — W.7l. 2546

Tsaoutlansng

W.A. 2547 — W.A. 2552
T595euuauUNsIY (F99 aarail)

WA, 2553 — g1

AVLIAINTIUAAAST AVIIAINTIUMIHAN

ao1iuma TuTag lno — q1ju

'
S

nuaniumaTuladIne — 4ijuilsziani 3

1. 1113591 1n39M 5 SINGHA BIZ COURSE uf 5

a o

2. ﬁﬂy1ﬂ1iﬁ1ﬂ1uﬁﬂi 1 Minebea Co., Ltd.

v
=

3. ANEIMITIUNYIEN Dailynews

4. FAIMIINURLIETN CP All Co., Ltd.,

5. pUsuszUUMIHaauUY Ia Todn (TPS)

6. DUINWIAITIAME LA INNTIN A8 UTHN

MITUTOYO (THAILAND) CO., LTD.
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