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(Gas Tunesten Arc Welding; GTAW) Tngldaanidion SMT-625 (ER NiCrMo-3) in3adeuuuuaisneu RILON TIG
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andAn1enanazndaulATIEI1mlaneIng) Han1TAaDINUIANYUENITTUANLAZNITNADUAZAIUTZIIN
dedoniu Tanvauariave waz ﬁmmammaﬁawimﬁaL%'aml,auiammu mmﬂ’?’lwammu%l,’sméw%wam
mqmaumamiumumsLﬁaaafLﬂammﬂu LLGUIQJQJT\]G]UHW‘iE]Q‘UaﬂLLu’JLGUE)ﬂJ ﬁaEJLmammmmmmumumﬂmam
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Abstract

This study aimed to determine the mechanical properties and metallurgical structure of welded
joints of A335 P11 and A312 TP304 steel for pipe size 3 inches, length 13 cm., thickness 5.54 mm. by gas
tungsten arc GTAW method using filler metals SMT-625 (ER NiCrMo-3), RILON TIG 200S argon welding
machine, welding current 120 A, welding speed 13.7 mm/min, shielding gas flow volume 16 liters/min.
Perform mechanical property tests and metallurgical structures. The results of the experiment found that
characteristics of deep penetration and melting between the weld metal and consistent fusion and there
is sound metallurgical bonding and the work metal. The width of the thermal influence zone of the
welding process is similar and there are no defects in the welding line. The gas tungsten arc welding
process will produce an average maximum tensile strength of 675 MPa and an average maximum
hardness of 230.4 HV. Impact tests have found that the average energy absorbed in the HAZ (A312 TP304)
has better toughness than the HAZ (A335 P11) and the weld metal. Bending test results when bending to

an angle of 180° and visual inspection did not reveal surface cracks in all specimens. It can be concluded
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that the welding processes in all these workpieces were of satisfactory quality and will serve as a

guideline for selecting welding processes for applications to achieve optimum performance.

Keywords: Gas Tungsten Arc Welding, Mechanical Properties, Microstructure

1. uni

wiolothAenwuzanusulailddmiulimnudeutuimieveanarau melunwusdnain Ingleth
Aennifildfunsaremanudeunnnswlnivewdomadsunsetinaredule wisletdhuualugjdnin
gnilUldlunszuruniseineg dmivenamnssudandiyduazaisisyllan iy Jaquussu uagnisudalifi
vuauazanuduteuvemiielothoraunndstuegann Juegiutemuuanisldeu (1] lansiifouldly
gnawnssunskaavsialothfio A335 P11 uax A312 TP304 daflauaninsolunisdenldd nudensiansou nu
anufeu auauRmadvhlndulavesnaniidunsuaslivosiian

nsfndiestuanTinidangineuazidnavessesidouiluinuiedail Rakesh Chaudhari wae
Asha Ingle [2] lvihnnsAinwnsesidouvedlanesaviinsening SA335 P11 uag SA312 TP304 MiAna1nn1sidon
Tavigdefmdes (MIG) diiunsnsnasulaglénmaaouunseis mifanuuds waznisdaunalassairegania
wamsnaassuheundusdunsiaitaldmnilusesdon Mic Wefsufulaveiugu nuhuinuuundey
fauudeussfiganiuinalansiuguiesannisdeimessludluinuuuadon muuluswouunion
Sendhiivadsuamdmnniseuseanydou luvasimuudaintudunaldannisanasnewvesniludiveu
\N5U Vipin Tandon wazaaiz (3] levhnsnaaesisnmsdeudefeianueisniiedenndnnd ldaiu 201 uwax
316L lneldlangianviinenge Ao 3161, 309L wag 309LMo HANSNARDINUINTO LT BA VL AT S NWaIE NN TUANTN
wuuwilen uenanni famunisanahlunsudsinigsnitlumsidenshelansiin 309 Mo Tasnsidensielans
i 309L uag 316L MAausngmsfimiiouty FuinonUiuumeslsififiugstu Uiinaueslaifigaudamali
fusnadumesiavealeslsd/eeamlusinnty uasssdmwaliiinalnelavefuuintu

nsfnwdiatiuluivandininauarlassasiondangineivessesdou fenssuiunaidousiia
MeamuuiaUunagy (Gas Tungsten Arc Welding; GTAW) Ingldaanidion SMT-625 (ER NiCrtMo-3) fislwadeindn
A335 P11 uasidnndnliatu A312 TP304 adennszuiumadenfivansandmivsosfouvestanii 2 wiads
U 1 Feagrinsiinseilasadiamana uazanIa NMINTINABULIIAY LagnInsanaeumuuds ludunou
gavelimslinsgiiaragunanisveaes

€

JUN 1 Snwurdununedeusesidenvasviedmiuian A335 P11 uay A312 TP304
MENIEUIUNMTWeNeSATsamuLiaUnAqu
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2. SunsumsRITiuIY

nsidouseninetan 2 wila 1dun wdn A335 P11 uazimdnndnl¥aiu A312 TP304 fenszurunsiden
o1asamuLAaUnagy (Gas Tungsten Arc Welding wie GTAW) Tagldaanidion SMT-625 (ER NiCrMo-3) uand
Yan \n3esilo wavgunsnl fail

1) Tagnadau

Sagiflddmiudendutaniidemhuflunuislivemfethivuaduihaudnansde 3 i 11 13 o,
v 5,50 3. TneTanudouiduiman ASTM A335 P11 fauansdrunaumaaiifansned 1 wag wanndlsaduinse
A312 TP304 FaLansduNaunaafifanIsad 2

A9197 1 dunEumaAiiveaninyie ASTM A335 P11 [4]

Materials C Mn P S Si Cr Mo
A335 P11 0.05-0.15 0.30-0.60 <0025 | <0.025 0.50-0.10 | 1.00-1.50 | 0.44-0.65

M99 2 drunEuaATiveunanie ASTM A312 TP 304 [5]

Materials C Mn Si [ S Cr Ni
A312 TP304 <0.080 < 2.00 <1.00 | £0.045 <0.030 | 18.0-20.0 | 8.0-11.0

2) insoudeuilddmiunnans Wueineu fu TIG 2005 Bve RILON nszuadon 120 weuuv$ Wuiden
TIG svvuiimdumngdmiunadesianmanndliaty uazmdnndasueu

3) mnndou Wumadonviln SMT-625 (ER NiCrMo-3) Gsgnidenldlunisidesdisinuimuzaniuian
naaoudoutis 2 ¥in Sedunaumaniivesmndeuduandunsned 3 uasswazBondouleildlumadon &
wamdlumsnedl 4

mswﬁ 3 dquwammﬂﬁmaammsﬁau SMT-625 (ER NiCrMo-3) [6]
C Si Mn P S Cr Ni Mo Nb+Ta
0.02 0.20 0.03 0.006 0.001 22.0 64.0 9.00 3.60

M15197 4 FeulunisWensienszuiunisilienarsaviawuuiaunaau (GTAW)

yilnandiay Ni 625/ER NiCrMo-3
yunanden /vierduriugudnans (uu.) 24
wsasiuluia (Laad) 14
nszua¥on (wouuys) 120
anudalunadien (uu./uni) 13.7
Ysunanslvavasufiaunaau (Bas/uiii) 16 (Argon)

2.4 MawsenTuunaaey dmsuAnwilassainganiauarauiRidinavessesilouse winuman ASTM
A335 P11 wazmanndiliadiu nsa A312 TP304 frenszuiunisifenaisaiamuuiaunaay (GTAW) Ay
11951 AWS D1.1 lagviin1snaaed 3 A1 FagnivunTessouazAIRuNITTaNAazIUL WARIAIFUN 2

JTEP : Journal of Technology and Engineering Progress, Vol 4, No. 1, 2026 (January - June) a2



JTE~

Nyansnalulaguazimnssuinme @9 4 aduil 1 unsiau - dgwieu 2569) Journal of Technology and Engineering Progress

S
SNl

R

GTAW (Ni 625/ER NiCtMo-3)

A335 P11 ¢} A312 TP304

i

FUN 2 MIRSEUTUNULAENIIIIUASIWUNTSIaNAINNTE LIS aND S AT UL aUNAGY (GTAW)

2.5 mansraaeulnssadsganAvesseniden

senidoufigniensnenseuiunsifensnsavisamuuiaunaau (GTAW) sewindaniiunnsinsiu 2 ia Ae
widin ASTM A335 P11 uagimdnnantiadlu insa A312 TP304 gnasivaeulassainaumniauazinszilassasng
RaMALIINANNN AT ANNgIYBITanLTeN dnYNEN1TTENYBITEE TN LA YAUANTOIVRIUUTENYTE
melusesidon wazuinadildfunanszmuainanudevlunszuiumaden Tneglindosansseiuulduas (Light
microscope) Lﬁammaau‘lmaa%ﬁq@amm%nmLﬁ@lﬁ%&ﬁy (Base metal: BM) UStaniiuaidien (Weld metal
zone: WM) uazu3hansenuiou (Heat affected zone: HAZ) way AUNIMIZIU ASTM E340 wag E407

2.6 NMINAFABULIIAN (Tensile Test)

FununaasusesLdeugnuadsuLssiaiienauifivnanavessesion Tnslfiadesadeunssia B4
INSTRON §u 8801 21 10 éiu lagvinismaasumusivesielangidon (Weld Metal) auunsgiu ASTM
E8M-22

2.7 MsnAapUAULYS (Hardness Testing)

Jurnunageusesifougnvndeumsulmesendendommaaeua iU Inne iteRSomAdey
ATULDS SHIMADZU g1 HMV-G snuunnsgiu ASTM E3-11 Tdusana 200 kef Lanauy 15 Junil WietFeuiiioy
Anuudauianunidey vinansznuieu uazuinalansau audiy N9AFL T A ULAY AN
vadeuANTsveITesTon uanafagul 3

’ Approx 1-3 mm
o 0.2 mm TP
o 1™ 1.5 mm

HHINATIUANNUUY ansl 1
1 234 5 6 Jig9’ 10
Line 1 3 7 ) ]
3-6 mm *, A
P X

BM1 (P11) M BM2 (304) A335 Gr.P11
1

Line 2 11 12131 15 yqu 20
= )
1.5 mm

Remark

A : Weld heat -affected zone ( Visible after etching) anesl
B -eeeee Line of survey

C: 4 Hardness Impressions

Dimensions in millimetres (Inches)

(n) LL‘IJ'WW]EIE]‘UW’J']EJLL%Q ) GT'ILLWIJQTH?WG]E{E]UWJ%JLL%Q

U 3 Mmawsendunudmiunageuninunds

29 mimaaummﬁmmmmﬂiume (Impact Test)

mumwmaamawﬁamaﬂmaaummmummmﬂiyLmnma NINAADULTINTZUNALUUYITU (Charpy
impact Test) L‘waﬂiumummmmummammwawwmmﬂwamawmaau Tnefvundnvazresdumy
maawmmmummummmu ASTM A370-21 977U 3 mumama/mawmawmaawmsam%awlmmsumm
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§10819 USInuLTeu (Weld metal) UShaninsenudou (HAZ) A335 GrP11 uay USnansznuseu (HAZ) A312
TP304 uanaiiee 19T ununageuRstuzui 4

- Weld Metal

3UM 4 MmanSeudunudmiunagaeunisnszunn

3. HANINARDY
3.1 nansaeseulaTiEiIAIALazgaNIATRITRELTaY

3.1.1 HAMSATIVAOUNNALAN AnwaizsenmvesgUisuundendagul 5 msiiauialansuiiom
99 Juau dnwagimiwesiuaien msdudn mavasuazats senintuveailoiontulansau anunii
Uhanundvswamsannudeu uasgaunnsesesiuaien wuiinssuumsidennuy GTAW infauuadensinin
Byuasiiane SnvazmsTudnuasnavaeuaratsssiaiedont Tavseuaiiane uasdenuauysalszming
dHodeuuaslansnuaruniisesuinudrinamauioureansruiunindonlndidety uaglifigaunnies
youuTon

Welding direction

]

A335 P11 B B A3127TP304 |

UM 5 dnvagnumenmuarlassasiwmane

3.1.2 Mmansaaaeulassainmiganiadindoaniauuuldias (OM) 3Ufl 6 agdunmsiumsiving
n3rRapU 5 90 3U7 7 Wuamuinandelavs cuvaundn A335 P11 (Base metal: BM1) fifhdsnens 500 wi
50 um lnssasaganiauszneumemeslsduazifisalad sudavuluduazasludidudingng Suudnies [2)
gﬂﬁ 8 Wunmluuinuuaiiuiinssnufousoniadenvesmiomsn ASTM A335 P11 (Heat affected zone: HAZ1)
fif&sene 500 wih 50 pm lassad1sganialszneudieiisalad wedlse wuludfidude uazansludfiduie
1ang ueeille weslsaneuuisiaznszagluaumeuinsuludnvuzvedasmvie wazdaslunsuuanies

(2]
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HAZ1 e 517>

BM1 (P11) ' BM2 (304)

Ul 6 MweganndesansIAilUULATRITEEITONIMAN ASTM A335 P11 wasimdnndnldadu A312 TP304

5UN 8 lassadnsganialuuinuuuiiiuiinsgnuieu (Heat affected zone: HAZ1)
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3UM 9 Tnssasnsganialuusnuugen (Weld metal zone: WM)

AN9199 5 HANITATINEDUNLATIVDIUSIULUL TN (Weld metal) (%owt)

Element Ni Cr Fe Mo Nb
Wt% 59.28 23.89 6.04 7.08 3.71

597 9 Tnsea¥raganialuvinuuuaion (Weld metal zone: WM) fif1&sue1e 100 141 200 pm
Usznaumewnulasdineslss uaz wvindosawmlud wieusuildslinisnsinaeudiunaunianiisemaina EDS
(Energy dispersive spectroscopy) lngldnansganssaudianaseuluudainsia (SEM) nav8en153ias1zh wudndl
Uinasalasdlngidududsenevvesmndeniifisngdnfauiniian dausindu ailisazidoadauandy
1997 5 50 10 Hunmludnawniuiinssnudeusenisdeuvomiomdnndnliatuingn A312 TP304 (Heat
affected zone: HAZ2) fifdsens 200 i 200 pm Tassasrsgamenedansdeurisassznaufeaulnsies
lsfugund fuooamuluissviasuless Wuiinauleivsaesdiuinuaadleslsdroudiags eradowmnan
nansznuvesUSnamiveuslulansdiaewilunndesluai fwenndesiuunumiiansueuiivulty
fazvililaesamuludiafoslulangidon [2] JUAl 11 Junmusnaiolavsnuvewndnndliatunsn A312
TP304 (Base metal: BM2) #ifndsvens 500 win 50 um lassairsqanelaeiinluduamiaavisesamuilfinuuy
U (2]

N

S-Fefrite

UM 10 Tassadeganialuusnauiuiiuiinggnuieu (Heat affected zone: HAZ2)
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A
Twins grain
DN
Austenite grain
'135003( ts:“:i

U 11 Tassasagamelutinanielansifuveamdnndlfadu A312 TP304 (Base metal: BM2)

3.2 NANIINAFBUAUATUNIULIIRY (Tensile test)

NAMIVAFIULIIR NI MANAIT U SEr IR uLaz AT R TR s U T Dse g dlugUT
12 nuhanuduiameielndtuiosnmsunninnuestunududunaannismadeuusaia sgndlsfiniuds
psranuInsweniniuaRniuluuinaiuiinssnuseu A335 P11 (HAZ) [7) fauandluguil 13 fefudeaguld
Memfiunznsiigavestunuideusosafeuinaiuiinssnuiou A335 GrP11 (HAZ) Fuandlilumai 5

Stress versus Strain
89 756-65-2T52
Offset Yield Line

Peak Index

Sample 1

Sample 1

Stress (N/mm?)

20
Strain (%)

JUN 12 N9 mlAuduiusseninenuAuLayANASER

m (T
A335 Gr.P11 A312 TP304

UM 13 msuanvinviamuavesdunuiegainduluuiinnuiinuiuinssnuiou A335 P11 (HAZ)

NAINTNAFDULIIA
ANT9Fl 5 HANITVIAADUIIAY
FuUU Yield strength (MPa) UTS (MPa) Elongation % | Location of fracture
1 325 670 10.14 A335 Gr.P11 HAZ
2 330 681 10.62 A335 Gr.P11 HAZ
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3.3 NANISNAFRUAIANNLTS (Hardness test)

s‘hwﬁwaaﬁnmmmaauﬁqLLaqugUﬁ 14 HAINAISNARDUANILLTRINNTEUIUATOURUY GTAW
Fauandluzuil 15 Tslidanuudavessesidonutsoanidu 5 Tou Téu vinalans s1u (Base metal: BM P11)
U3asiudinsznuteu (Heat affected zone: HAZ P11) U3tiaiuwaidon (Weld metal: WM) Usnaifiuiinssnutou
(Heat affected zone: HAZ TP304) uagusiinlangau (Base metal: BM TP304) [2]

LLuﬂﬁmmmimmmLLG‘fJﬂuLLﬁiam%nmamwmaauﬁgq 10 90 Tuwwaduil 1 (duduag) wuifiaanuuds
mnwamiuﬁmw i Ummwuwmmmammm 230.4 HV uag mmmuﬁuqimuaaamaﬁmw 1 UﬁLamIaumu BM
P11 winfiu 153.8 HV LazUSnuuinsTnUSey (HAZ P11) mﬂmwuwmmaaw 2-49y ummwmmwmm'}
UiL’JmLLWJL‘UEJiJLaﬂ‘LJEJ‘c’J (WM) mt,muqa;mwmaaw 5-6 LwimmmLlfmggjnmwmnmwuvmiwmau (HAZ TP304)
790 7-9

v
Y o o a

drunuilduvesnisaianunisuniasusnuganaaaunis 10 9a Tulwadud 2 (Fududu) nuilen

Aundanniigalugadl 4 usaiiufinsgnuioumaiu 209.3 HY wazArmuwisliiesgnfognd 1 Usalans

K
a

€U BM P11 WiNAU 154.9 HV Lagusiiadysnanieninusou (HAZ P11) nnFuneanageudl 2 - 4 mummm
LLsuwmmwmmLmeauLaﬂuaa (WM) mmmammaaw 5-6 memmmmvaqm’mmmwumsvmiau
(HAZ TP304) ‘Vﬁ]ﬁ 7-9

nnsmedeunuitvinaiedeuiielduanuteusnnisideninlfiinnswasunadaseadng
naneulassadrvendsisdemasiomanuud iyt LLaxﬂixmum'ﬁL%MU%mm@w%wamqmm%’auﬁagjamﬁ’u
Valansnuariiianuudeiunnivinatedeuuszinninuinadelavenu wazalinadimiiousuis 2
WuveInsnAganaaey [2]

Approx 1-3 mm
0.2 mm YR

1.5 mm
(11867
!

Uned oo v e W T

4 ‘ |
s 2= o ————— . o ————— i i e L1

)
1.5 mm
(11187

Remark
A : Weld heat -affected zone ( Visible after etching)
L Line of survey

C: @ Hardness Impressiocns

Dimensions in millimetres (Inches)

JUT 14 YT uniaganaaauna 10 90

250
200

150

Weld metal. HAZ TP304

BM P11 HAZ P11

100 TP304

50

1 2 3 4 5 6 7 8 9 10

Vicker hardness, HV

«=@u=|ine 1 (HV) e=@==line 2 (HV)

Distance from the weld center, mm

= < a s
g‘U‘Vl 15 HANITVNAADUAINULLYILUUINLNDT
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3.3 HaN1SNAFUNNSAALAY (Bending test)

wamsvageunsiaildturudensaogna 4 fu vaasuiigungfi 25°C (gaimgiivies) AAnududusing
50% Wilovhnisdmauiayalde 180° feluasnsd 6 ievinisnsndeudsanenlinusesinvestunuinegis
TR AINKANTNAABULALATIATIZN a@léﬁwﬂismuﬂ15Ls‘?‘iaﬂu%umuﬂgwumﬁﬁ@mquq (7]

A151971 6 NANISNAFBUNITARNLAIUDITUIUAIDE19919 4 TU

%umu Mandrel Diameter Bend Angle Visually examined result for
(mm) (degree) surface discontinuity
1 22 180° No Surface Discontinuity
2 22 180° No Surface Discontinuity
3 22 180° No Surface Discontinuity
4 22 180° No Surface Discontinuity

3.4 MSNAFBUAUAIUNIULTINTZUNA (Impact Test)

mumuwmaaummaauLLiqvammemsﬂ (Charpy |mpact Test) mamm 25°C (ammwm) WEIUY
mmezmLﬂuﬁqmumaqammwmaauLLa~aﬂ‘wmvmsLmﬂwﬂﬂuawumwmmimaauqumiﬂmuamﬂusﬂw 16
ﬂimmwamuﬂmwawumuwmumsmaauLmumsﬂm‘mmmLLaﬂﬂusUw 17 LLavmm‘w 7 avmulmwwamu
mmumaaummwwﬂsvwmau HAZ (A312 TP304) ummnwammm‘u 87.53 J Tuvmuy wwamummmaaamnm
Nufinsznudou HAZ (A335 Gr.P11) HA1999890 AU 64.47 J Lag wamuﬂmuLaaamnmumwau (Weld
metal) umuawammmu 48.73 J asulmwwamummuLaawmmwumﬂsvmsau HAZ (A312 TP304) fip1u
wiafRnIUsnauTinsEnuSeu HAZ (A335 Gr.P11) way USaiuuiow [8]

gﬂﬁ 16 SNWULTUIUAIBYNNIYWAINISNAFDULSINTEWNN

JTEP : Journal of Technology and Engineering Progress, Vol 4, No. 1, 2026 (January - June) a9
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80
70

60
50
4
3
2

1

0

HAZ HAZ HAZ HAZ HAZ

Weld Weld Weld HAZ

metal metal metal (A335 (A335 (A335 (A312 (A312 (A312

No.1 No.2 No.3 Gr.P11) Gr.P11) Gr.P11) TP304) TP304) TP304)
No.1 No.2 No.3 No.1 No.2 No.3

o O O

Absorbed energy (J)
o

1 2 3 4 5 6 7 8 9

Specimen number

FUN 17 US1aumaanug adure U und NI Tnaga UL SN sEUnnLUUIsY

A1999 7 HANSNARDULIINTZUNA

Fuau Location of Charpy Absorbed energy (J)
V-Notch Individual Average
1 a4.7
2 Weld metal 46.6 48.73
3 54.9
4 32.7
5 HAZ (A335 Gr.P11) 89.6 64.47
6 71.1
7 89.2
8 HAZ (A312 TP304) 86.5 87.53
9 86.9

4. a3UNaN1IMAaeY
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