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Abstract— Welding plays a completely critical position in the
fabrication enterprise and the affable of fabrication. As
welding blights can generally affect performance, early
discovery and correction are important to make sure that weld
can deliver out their asked purpose for icing the quality of
welding joint. The high ideal of this design is to “Impact
OF80/20 (Argon/ Co2) GAS IN GTAW”. Colorful rate of
feasts are used to observe the influence of feasts during the
welding operation. A non-Destructive test has been used to
find the blights in the welding of rate of feasts (80/20) argon
and Co2.
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I. INTRODUCTION

Arc welding is one of several emulsion processes for joining
essence. Arc welding is a process that's used to join essence
to essence by using electricity to produce enough heat to melt
essence, and the melted essence when cool result in a list of
the essence. Since the joining is aninter-mixture of essence,
the final weld common potentially has the same mechanical
parcels as the essence of the corridor.

This is in sharp discrepancy tonon-fusion processes
of joining (i.e. soldering, brazing.) in which the mechanical
and physical parcels of the base accoutrements cannot be
duplicated the joint.

In substance, a bow welding is one of several
emulsion processes for joining essence. The idea is to apply
violent heat to melt the essence intended to form the joint.
Utmost generally, an intermediate padding essence is
employed in a bow weld to encourage the strength of the joint
and fill the space itself.

A. Benefits OF GTAW:

— Narrow targeted arc

— Able to weld metallic element and non-ferrous metals
— Does not use flux or leave any scum

— No spatter and fumes throughout GTAW
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Il. LITERATURE SURVEY:

Delved in gas tungsten bow welding parameters on the
mechanical parcels of SS 316 L weldments. 316 Burro rods
of confines of 25 mm periphery and 75 mm length were used.
Current, bevel angles gas volumes inputs were varied at
different range of 90, 100 and 110 ampere, 60 ° 70 ° and 80 °
and 1.1,0.9,.0.71 per liter independently. Taguchi L-9
orthogonal array fashion was used. Results attained showed
that the current of 110 A, bevel Angle of 60 ° and a gas inflow
0f0.7 | pm offers the maximum tensile strength. While the
minimal tensile strength was attained with current of 100 A,
bevel Angle of 60 ° and a gas inflow 0of0.9 per liter. In
addition, sample with the minimal tensile strength gave the
maximum micro hardness. They concluded that, as micro
hardness increases, tensile strength diminishments.

Micro structural characteristics and tensile gets of
type 304 L austenitic pristine sword was studied by (35) The
butt common HAZ square figure samples were produced
using Gas Metal Arc Welding (GTAW) process. Results
attained showed that the microstructures were composed
substantially of admixture of austenite and ferrite phases.
Variations in volume bit and grain size of the phases were
observed at the different welding pets and power inputs.
Chromium carbide conformation and rush.
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I1l. METHODOLOGY:

GTAW”. To investigate the weld strength a sequential
method is followed:

SELECTION OF MATERIAL

PREPARATION OF JOB

WELD PARAMETERS

WELDING EXECUTION

TESTING OF WELDS

FINISH THE JOB

IV. TENSILE TEST:

The tensile take a look at measures the resistance ofa material
to a static or slowly applied force. This laboratory experiment
is meant to demonstrate the procedure used for getting
mechanical properties as modulus of yield strength, final
strength (UTS)

V. RESULT

With the rise in load at some purpose, the load pointer
remains stationary. Load comparable to this means the yield
purpose. With additional increase in load, the pointer goes
backward and specimen breaks. The load before this breaking
is that the final load. The load at the breaking of the specimen
is named because the breaking load.

Load
S. Gauge Thickness | Displacement | (L) _Change
length . in length
no (mm) (mm) (mm) in (mm)
KN
1. 195 6 65 97 260

VI. CONCLUSION

GTAW is preferred over other arc welding process due to It
being able to weld almost all metals. It also have a wide
Range of electrodes to be used depending on the workpiece
Can weld small cross section pipes and tubes despite being
Costly we cannot ignore it may advantages it even has good
precision thus this welding technique used in technology.
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