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The study examines factors influencing the weldability
of SKD 1 grade steel used in mold manufacturing
through the Gas Tungsten Arc Welding (GTAW) process.
ds13s wMsnNa” ua: aswuld KOULEYY?

T2 F§10138153ADNSSUNISWEA dWI3ADNSSURAAINNIS ATU:SADNSSUAIEAS UKISNYIdY
inAlulagsisuona auun Wevlky 50300

o
i g,

msAnu3dedisanUs:avAtwainunUodundanswacdonduaiuisatuns
IBDUIKANAIBWAAUUWUW tnsa SKD 11 daens:udunistdpusisnuuunn
(GTAW) TagmisAnuisuoinnmisriikuatdoulutunisnaaov dun ns:ua
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Ns:NUSDU, ADIUIAUANATD

o1sais3vuinAlulagudanssy U 8 tau 1 (uns1Au - Jauigu 2567) 13



dS13s WwIdMsna ua: dswuy Kowwudov, msAnunUodeRbanswacoauasniumsidou
IKENABRAAUUWUW tnsa SKD 11 doens:usumsEouISnuuUin (GTAW), i 13-26

The objective of this research study was to study the factors that
influence the weldability of the steel used to produce molds. SKD 11
grade with TIG welding process (GTAW) Let's start by defining the
welding conditions. Welding current, Number of layers of welds,
Deposited rate, and heating temperature before and after welding.
The welding specimen is then examined for cracks and tested for
mechanical properties. Experiments have shown that 3-layer weld
welding, full-notch welding, and low heat intake. As a result, the hot
impact area is narrower than in full single-layer welding. And welding
with a welding current of 105 amps, making the filing wire and
melting metal go well together. Lack of inter-run fusion was not
detected, but the surface of the weld was found to be concave, and
25 percent of the weld length was found. By increasing the feed rate
from filling 1 wire at a time to 2 wires at a time, the measurement
with the gauge showed that the weld surface bulge increased, and
from the examination with the penetrator solution, no cracks were
found on the weld surface. [1] Pre-heating at 300 degrees Celsius
and post-heating at 300 degrees Celsius are the same. It has a high
hardness of 50 HRC and an impact capacity of 2.5 joules (J), but if
the heating temperature after welding is increased to 700- 900
degrees Celsius, it is found that it can withstand more impact, but
the hardness value will decrease, which is not suitable for mold
making. In conclusion, SKD 11 steel has a low weld ability, so attention
should be paid to determining important variables in welding. To
avoid residual stress until it causes cracking after welding is
completed.

Mold steel, TIG welding process, Pre-Post Weld Heat Treatment, Heat
Effected Zone, Residual Stress
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waaRlWudumetuds:inA
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mvAWwSouNviau uakdoidaulass TUtSlumsidauthiiaus:ansnw Aoe
ns:usuMSBoUAN(GTAW) [13], [14], [15], Wipvonnszusoumsidounn Wu
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twantnsa SKD 11 lfjuménﬁ'asjtunaiuuaom§mn§aoﬂa(TooI Steel) Gou
thuntBlumsmudwuwstacv Gasidumsuaugy DA WEIISOUNISEU

udvgv ua:MuKavusulsoAuauUaaIgNS:UdUNISNIVADIUSDU DDA
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Us:naudusUdoussmsidou udrnindovidou AdstkAwdAtUIdauTyucon
tumsiou Tago:ldnaodolud

Grade douwauniownl (Chemical Composition %wt.)

SKDM C Si Mn Cr Mo P V Mo Others
14- Max | Max | 110- | 08- | Max | 0.2- | 80- -
1.6 o4 06 13.0 12 0.03 05 12

msvi 1 udavadsuwaunmviaiblagndsuovikaninsa SKD 1 (r"im:

https://steeljis.com/jis_steel_datasheet.php?name_id=159)

31 MISLADNNSIUDUMISLEDL

ns:uduNsLBauAN(TIG) Wuns:uoumsidoufa1AuAdIUSDUDINNISDIS
ns:k3rounvAvalaunusuviu Tasduiadosunaguiwaloviumsdutlou
9nusseMA dodudvlduokasua:aigfa:ona Tacumwuovlak:souldou
ravidouladoAoudnogy ua:gvludiialan:ns:iGuitkADBUVILLAQADIL
Idorednddy

TUNGSTEN
ELECTRODE

GAS
PASSAGES

ELECTRODE HOLDER

ELECTRICAL
CONDUCTOR | WELDING

INSULATING | MACHINE
SHEATH

INERT
GAS
SUPPLY

§|Jf|= 1 uaoomwaoﬁds:nauuaons:u:)umsu‘s'auﬁn(GTAW)
(AW : https://en.wikipedia.org/wiki/Gas_tungsten_arc_welding)

SHIELDING GAS

WORKPIECE

3.2 mistdonacaldiu (Filler Metal)

thén SKD 11 10ukdnAdatuauuamonanmekdonisusulsonuauuadss
ns:USUMSNIVAIUSDUAGUIN doduadalduno:idanthuilduavtuiokasy
o:dovidontilnun:ay IWatkldlan:souiBoundvidoulasondnuLdousOFD
wunu

msvf 2 udavasuwaunviaduovasadou HB 61 R duiduasaidouitksoadouniinoiuudvy uanu
ciousvoidoadgo [4] (RU: https://www selectarc.com/sites/default/files/2022-
01/Technical_Datasheets_Welding_Electrodes_EN.pdf)

Si

Mn

Cr

Mo

Fe

0.40

1.00

1.00

9.00

1.00

1.00

base
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3.3 msmnucmukgisusumuivriouna:kavidou

doe1kdn SKD 1 ukdnitiuasiudmsuauldudsunauAsutnogo o0
ADWEIIsSOluNMsyuLdogy dvdudvidndudududovndunudasinistdudd
vovsuMULa:Tak:spuIBDUMEKaYMSIBoULaSD IWpaalomaliamsuansd
tulak:souldou ua:usiduns:nusauld TagisudINNIsAIKUQUKNTSU
suvu KIdonaumsdvaiod sinduthAmlUiRgutumsion 3

AAMSuouliouim (CE) = C + (%Mn+%Si)/6 + (%Cr+%Mo+%V) /5 + (%
Cu+%Ni) /15
dJumsd1voooINUIasHIu American Welding Society(AWS)

msoi 3 uaavgrunduovmMssusuvIUEDUATAIFUWUSAUAMSUDULAEULA(CE)
AN : JasansSsimsinalulagaaaiknssy UA 1adui 1 (Ugunny) , 2548

Jsuntumsupuauqa pounnbluNsthnoIusou (Preheat Temperature)
udun31 045 % 14 awnsna:dums Preheat Ta
045 - 060 % 93 °C - 205 °C

uInno1 0.60 %

205 °C - 370 °C

3.4 msmuhuamiauSoudn (Heat Input)

AADIUSOULTNTADIWFUWUSAUNUS:8:ADIUNIIDUDVUSIOUNS:NUSDU KN
ADWSDULINGY YBULWAUDLUSIOtUAYNa1DAD:n310 Buliillunaddonoiu
udvousvuovlan:soulsol La:usSdUNS:NUSDUTIVSDYLEDL DENVISAMULST
anmsnaon:nu§auu]ﬂcﬂoUmsu‘s'auuuur.awsaaﬁauﬁu(MuItipIe Pass)
unumsu‘s'auuuuz?um’ia:)(SingIe Pass) Tagadwsoudiauisamudtuldoin

dumsavd
Voltage x Amperage x 60
Travel Speed (m)

min

Heat Input =

lago1vovoinuiasgiu The American system (given in ASME BPVC
Section IX — QW 4091 (a)

3.5 maasimsUoulduitkurzan

dasimsUouldukuieiv dasinmistGulak:l@uaviuiokasuaany oo:d
ADWFUWUSAUAUAIUSDULTN La:aNUUROKINUDYTAK:SDULED LWS1:MS
iwusasitumsUautdurlkiaoiuEatumsiBoudutwudu ua:KINworstuney
Jumsdnoduudd oA IWSDULTNanaY UYUIGEIAUMSIVUSASINIS
Usulau o:dowartkRorthsasidaulAvyu svaunquio:rtitian>ulAu
tiadudinkaddudvudvIKadluvuzlUdsuaniwnatgtduvavudolipendi
FNoKUhuDvSPUIBDUATANULULIN

41 msidandaqitslumsiou

1) SaaAtstums3dstdutkdnnadovloviudu tnsa SKD 11 AdwWKLA 12
Jadwas AIWUN310 60 Dadwas AXWeD 160 Tadwas (awsud 2 a)

2) a>aidouAtstumsidoumsnlan:ufianau Wuasawbdou HB6IR Guuia
vovlduniufugnalv 2.4 Daawas (cnu§uﬁ 2b)
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3) acanvdtauwdy 2 % Thoriated (WT20) vuia 2.4 mm

4) ufi@osnou (Ar) 100 wWosidud

42 juasumsiassuduviu uazduiiumsison

1) bukdnndagoviooiudu tnsa SKD 11 AdAIUKUY 12 Dadwas rmms
UINSDY3 YUSOULNIAU 60 pvMm dn 6 mm. (ausU 3 a.)

2) MA>wa:aRosuvIu DnduthTuus:nauldinuaunsadsudasuviu(au
su3b.)

3) thduviulutkaoiusoudouiaaulwwa 300 poAduldea nounisidou
(onmisAudulagidaunstiodu tkdn SKD1 DA CE = 1725 Waiiguriu
ams1oMmstdantBarurniolums Preheat fin:ldgrukniotuns Preheat tnnu
205 - 370 °C ) (ms1oA 3)

4) 3udou TasmKkualitBouuuukagsoudouriu (Multiple pass) 13ou 3
Su (MUsUA 4 a) BomsidouUaulduadsaidouidivniu Tagiduadansva: 1
ldU ua: 2, 3, 4 1du WoQuadwsuovsasI1MsUpuLaL

5) guduviukdvmisidoutadouda:su Taguuvsuviusantdu 6 nduns
naaov Ao naun 1 o:lurinisusuUsoAtuauUanNIvAIWSOULO ta:nduR 2
duo:tkAdusauRBuviuKdvIBoutadolasiyovauknDRcIvAU 13UDIN
300°C, 400°C, 500°C, 600°C, 700°C, 800°C ua:900°C dcgianiwwn
lv‘\}alu§au1ﬁauqmauUﬁm\)nam\)cﬁun:nuuﬁo wa=nissuusvns:unn (M
sUA 4 b)

6) thduviuRtadoudd TUdsulduduviunaaayu udstihlurdunaaaundiu
udv ua:NQFoUSLNSELNN

7) UuRnUufinwauovnisnaaouny 2 wuu twathluasy ua:SiAsikwanis

Nnaaov

(a) (b)
sUR 2 a. IkdnnaAdovlovmuiduinsa SKD11 b, ascawbauinstawiAy
HB61R yuna 24 U

(a) (b)
sUn 3 a. udavmsuinsovsuviu (V 60°) b. thuviuds:noutdnnu
aunsoududia
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(a) (b)
sUR 4 a. uaavuMsIBdpULUUKaNgSPEdDUNU b, udavmsgusuviunou
1Bou

IWANASMULWUWINsa SKD 11 Saogtunduuavindniadooio GAdwanuisa
tumsidouch dodumso:saulkdss GAd WS budovtkAWEIATYAUAD
udsdAcgtumsidoungiouin TagwadawsuovnisAnul wUvoantdukodo
thedlaaod
5.1 mavovaNusauldh (Heat Input) A>wWSouRnanulak:soulBouLUvIA
2 dou
1) A2 WSDUAIAQTUDINMSTUBUYIUAVADULA:KAVIEDL

- nwsduﬁuo1udaun1513au (Pre - Heat) 1samnuaacukniolag
AudUDINAIAMSUDUEUQa (CE) Taiminu 1725 wazathlUiAsulumsivns
Mrkuauknd o:ldgutukniddusuviutiiiu 205-370 poAndulded oIn
MsNQaoYWU3 grukndsuduviui 300 svrmwsaldua vouzidaulak:5uviu
raoua:a1wldd 1KU:AUADIWKUNBULIUATS

- Ms3uBuvIuKaLMsLaso (Post — Heat) Juaoud d:riniuf
ravmisidoulado lasdsanus:avAlWoaasasiMsidudd wa:aand>uLAU
anAmvlulak:saeidou DINNIsANVIWUL3Y 820l 300 (°C) 1Wuysow
aruUMNDAKUI:EL @W1snandasIMstdudd ua:AcutAuanAv Tasliwu
spguanddtulan:sauIBoy uand1Aty goAvikdoAwudvAWEDWDDMS
uuwuwidtgouia
2) AdwsountfiaduoinMsiEou
pvAUs:NpUdATYUDVADIWSOUTUMSIBDU AD Ns:ualBou ua:AWISIUNIS
(Bou muddu Bvanwsoud(Heat Input)aisofmudculdoinaunisaui
1ana1d13udo>dnvdu uasttiovoniadovin WuuwuuAvins:ua (CC) uns
noaa\)tﬁﬁ\wanaﬁ:)ﬁ\)uauEJ(A)lfJurién lagnisnaaovoonUUUIAUUSWU
ns:uadou 5 A1 lagtwuasva: 3 woud 13uUDIn 99, 102, 105, 108 ua: 111
upul Wu31BoVNs:uacga(99 A) AxwyuRDKUuovlak:souiEoulbu O i
yu ua:liwusasuansd udibaiwuns:uaidougoiu(11l A) wusRokhuoY
SDULBDUIBUEUL La:wUsSDELANSIDIWULINGU aumsiwuduvovns:ua o
NQaovYAQUIVSDUIBDUIWDQNISKaDUA:aY D:WUS ¥ovns:uandini 105
A Omsraoua:argTauysaiinadu s:w3wsudou uazliwudoud 105 A Ju
U BoasUlstumsion 4
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msi 4 Laavsnswavovns:udltoufnaciolak:soudou

ns:uadou 99 102 105 108 m | usul(A)
ADIYUYDVADKUNSDY o) -04 -06 -08 -1 Uaawas
(Bou
soguUaNs1d liwu | wul0% wu WU50% | wu80% | %A UeNdsaeIdou
25%
haoua:angliauysad wu wu Tuwu Tuwu liwu | %wn.hindasoe
50% | 25% 1Bou

5.2 wavovdasimsUsulduisun:au
InMsAnutuiEavacusauAtiadudInns:ualdou MIKNsSIUSINSIWLY
ns:uadou laslilaiwusasimsUaul@u MIKRDKINUDVYSDELEDUYULI uas
tiamsuan$1oLiaouIPINUSLOINNISKAAISULSD LaUYTULGEIAUNISTS
ns:uadauAcauAuludonarhtimskasua:asliauysadld  dodumsAnuitu
pSodo:donAviAns:ualdaun 105 Amp.(lusooRdiniskasuazaisldauysad
liihiamsuendu udwusasuan 25 %) onmsnaaoviwusasiMsUaulauy
Tagmstwuhusuiduasaftautundoldednu snmstauadaldiunsdva: 1 1du
wutduadva: 2, 3 ua: 4 1du Fowusimstwuusuicuasatdu 2 1&du ik
RoKNSDELEDUYUIWLTU (A21UYU +1.1 L) ua:yuuinduldotwududouldu
yavadsalau owauovmsivumstauadalauldasulstumsion 5
2INMshaasvwu3INsnaasvidau lagAvANs:uamAu 105 Amp. udtwu
sastmsUauasaldu Wu 2 1du MtkRoknthsaedaubndIuyu Tniskaou
a:argAauyund Tiwusasuens:k3108u ua:liwusosuans1dARDKINSDE
(Bou

(b)
suUn 5 uaavyovns:uacgatumsnaaov (99 A) a. liwusoguansd
b. mornnTugulN

(b)
sUn 6 uaavydvns:uagogatunisnaaov(111 A) a. wusaguans12ANISDY
Bou 80 % b. AokthsoulBaUyUL3T -1 UW.
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(a) (b)
suUn 7 uaaviivwavoons:ualwndcdoniskaoua:arguovlak:saaldou a. WU
spgrapuazangldauysad 50% b. raouazangauysad

msoi 5 uaavsasinsUpuldu donduyuvsvAokihspuldou TagAvAns:ualsoui 105 Amp.

oasUoutdivasattiv

1 2 3 4 Ju

A2IUYUUDVLRDKUNSDELEDL -06 +11 +2 +3 Uaawas

§Uﬁ= 8 uaauWavLLYNSUDVYMSIWUSASIMSIAUasaLdu DINMsLauAsva: 1
1&u WuAsva: 2 1du MiksoudoulnIUYUIWLTU SaDINADBULIU 11 L.

5.3 wavavAuauuamvona
douusidrAanytunisiouinadonuauvanivnavovlan:souidou dodu
WWalksrovriunisAnu3dedinowauysal Svluoanuuulkiinisnaasu
Atuduyddniona 2 Us:nn ldun n1snadaauAd1utdv 1azn1isnadaouuso
ns:unn Togwauoomsnaaou:ldnaiddalud
1) msnaaauA>uudo  MsAnudvseldonuuulkudsHugukniguBuvIu
Kavidoulaso fkuald 7 A1 Ao 300,400,500,600,700,800,900 poFA
walBea lagdaud1vsauldou(dre38nvnalulkduNanuadiusou) ua:
naaouAWLIvAdIAEDVNad@DULLU NadauAwLdouuu Rockwell alu
u1asgiu ASTM E18 asvchukuv A cnugUr‘i 9 DINMSNAADVWUIINISLWU
aruKND3UBULIUKAVIEDULEED Dwacdon>wudvy Tasgmuknidiga(300 °C)
Tan:soaBoun:iAAoLLdvuINgadD 50 HRC ua:nstkndIusaufgrukni
gvga(900 °C) AAwudvo:aadhavinds 35 HRC. BoldasuidusUuov
uWunoT3tusun 10
wiovoinmisAnuasolisriadvauudguivomsthiulBiBousoULLWUW
avdusauiBouidoulasondso:dndwudo 50-60 HRC (WatkiAWAUWUS
ua:tnalAgvAUAILLTVYDVULWUW SvasUld3arukndnostunmsguduviu
ravboulado Adso:ogh 300 °C d:duBovAtku:au
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