NANITNUVITDULTONNLAAIINAMN T LaIa TN INHA

EFFECT OF HUMIDITY IN WELDING ON WELDED JOINTS
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ABSTRACT

The objective of this research is to study the effects of welded joints cause from humidity in welding
rod by controlling the humidity and compare results of the experiment between mechanical properties and
microstructure examination of the materials. Carbon steel JIS G 3101 grade SS400 150 x 350 x 9 millimeter
has been used as specimens for testing, by bringing the parent metal welds in flat position with the process of
shield metal arc welding : SMAW and experiments have been divided into 4 conditions ; 1" condition: In being
the welding rod at 300°C approximately 1 hour, 2"condition: Start without any baking at all, 3" condition:
The humidity of welding rod has to be at approximately 50% and 4" condition: The humidity of welding rod
has to be at approximately 98%. After finished all the conditions take the results to examine tensile strength
test, radiography test, bend test and microstructure examination of the materials. From the experiment, it was
found as follows: Radiography test has shown that material from the first condition appearance to be
acceptable according to ASME SEC IX standard. While the materials under the second, third and fourth
appearance to be all not standardized. Bend test showed that the fourth condition is defectively and cannot
be acceptable compare to other conditions. From these experiments, it recommended that best to use

welding rod is to bake them at the temperature of 300°C approximately 1 hour.

KEYWORDS: Humidity, Welding, Electrode
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[1] Dieter, G.E. (1988). Mechanical metallurgy
(SI metric edition). McGraw-Hill.
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