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Influence of Discharge Current in Drilling Hole of Weld on JIS SKD61 Tool Steel

by Using Electrical Discharge Machining Process

auve ilngasd! 3nAingal lensuau’ Loun avdgvs' sessie 1inAulewns’ wag iy Fundud’
1mﬂ%ﬁmﬂiimﬂ%"a\maLLasqma’mmi AMLAAINTTUAIERNT mﬂﬁ‘w&J’lé’&lwlﬂiuiagiwmcﬂaﬂgﬂmw
2 ﬂuumagﬁ T/qjﬂiJ%WLiJ"ZJ GNP NIUNN 10120
Somchai Wonthaisongl, Rattikorn Saodaen®, Anek Suttirit’, Roytor Charoensin-o-lar’® and Pichai Janmanee’
'Department of Mechanical and Industrial Engineering, Faculty of Engineering,
Rajamangala University of Technology Krungthep,
2 Nanglinchi Road, Thungmahamek, Sathorn, Bangkok, 10120
Corresponding author Email: Rattikorn.s@mail.rmutk.ac.th’

(Received: January 16, 2023; Revised: June 7, 2023; Accepted: June 8, 2023)

UNARED

ATl TaUsrasdifiofinussAvsamninansgdenssuiunsiagsiaelii (EDM) vestanindnnd,
w3 09dio 1nIA IS SKD61 Far1unszurun1sideudeudion1sideaulndn (SMAW) waznisideuensnlanssouia
(GMAW) Tael 4318 nInsadmsualisaiuansefuassseian Toun neandes uazneuns fomsususeantadondn
ansedlnii 3 sEeu v 2.5, 3 wag 3.5 walwls AuaIRY mnﬂ?uﬂizLﬁumaﬂisﬁw%m‘wmiﬁwmu’lugﬂmaaﬁmwmi
m%’mﬁlamu (MRR), FnsINsanNnNIeVeIBEnINIA (EWR), AUne1URI (Ra), LLazé’ﬂwngwm%—aaﬂ AIUAIAU WANIT
wmaaawu*ngmmmﬁaaﬁau SMAW ﬁgﬂaﬂﬁﬂﬁw&ﬁﬂimwmmﬁm, nseualiin 3 wouwld Sensinsvimileau
g9an 21.458 un.”/uil wasdnsinsdnvsevesdidningm 82.1% AuMeIURLeAe (Ra) ﬁwqmaaiam%m SMAW 1
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Abstract

This research aimed to study the efficiency of drilling hole with the electrical discharge machining
process (EDM) of JIS SKD61 tool steel. Which was welded to repair by using the shield metal arc welding (SMAW)
and gas metal arc welding (GMAW) processes. The welded specimens were sparked with two different

electrodes of tool such as brass, and copper. The main factor of discharge current was set up 3 levels of 2.5, 3

Journal of Manufacturing and Management Technology (JMMT) Vol 2, No. 1, 2023 (January - June)



Nsanswmalulagnisnaniaznisinng

""‘ ¥ 7 2 avuid 1 unsrau - Aguie 2566
and 3.5 Ampere. Then, the performance efficiency was evaluated by the material removal rate (MRR), and
electrode wear ratio (EWR), surface roughness (Ra), and appearance of entrance-exit drilled hole, respectively.
The experimental results were found that the drilled hole of the SMAW weld sparked by brass electrode, and
discharge current of 3 Ampere had the highest material removal rate of 21.458 mm?®/min, and electrode wear
ratio 82.1 percentage. The average of lowest surface roughness of the SMAW weld which was conducted with
Cu electrode, discharge current of 3 Ampere having of approximately 1.9457 micrometer. The appearance of
entrance-exit drilled hole of SMAW as well as GMAW welds had the dimensional analysis of entrance drilled
hole larger than 1 millimeter and smaller than 1 millimeter for exit drilled hole from using both electrodes and

entire discharge current set up.

Keywords: JIS SKD61 tool steel, Material removal rate, Electrode wear ratio, Surface roughness
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1) Fanvaaeu fie mdnnduadesile 1nsa JIS SKD61 H1uNsEUIUANSYULTS 1020 — 1050 °C wagArA Ll
a9an 334 HV uansuaudidiunaumaedifansnad 1 [8,9] Tununadeugnimunuuinanuniie 30 uu. Aviue
50 1131, uagAMYL 10 1. Fegnusfentunusesiiosludnume 3ol (V-shaped groove) UFRMNANTLNUNATDY

AUAN 5 13, JUUINTIITB (Groove Angle) 60 B3N AIUT 1 (1) uag (1)

A3 1 AandAvesTanumanndaIeie 1nsa JIS SKD61

AU (g /cm3) 7.85
qumw%’auaﬁmwﬁ 100°c (J/g °c) 0.44
n3guwlia (°c) 1020 - 1050
Aaudagegn (HV) 344

, 4 C =0.32-0.45, Si = 0.80-1.20, Mn = 0.20-0.50,
daunaunIwall (%)

Cr = 4.75-5.50, Mo = 1.10-1.75, V = 0.80-1.20

a5
A0 mm
(A) VUINTUNUNAEDY (¥) FNYULTUITUNAFDUNDULYDY

JUT 1 nMswsendununadeusesilieniagminndweiealie tnn JIS SKD61

U 2 fogesesiBion SMAW waz GMAW

ntusdunmsdendurnunageusienszuaunisdeulnd (Shield Metal Arc Welding : SMAW) Tnanasld

aLTeu AWS A5.1 E6013 uIRLduNIUAUENaNg 2.6 1. wssauliin 35 1aad, uagnszualiiii 90 wenuds dwmsy
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madeuensnlaveseuia (Gas Metal Arc Welding : GMAW) ssidaulunisidien 1éun amiden DIN 8555 MSG6-47-
60 vumduRuALEna1d 1.2 uy. wssiulni 6 Taad, nazualnill 100 wouwds uazwiaunaau Ar75%+C0,25% Lu

v Y = 9 =
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2) Yandudnlnn Ao ieawdos (Brass) Lagnouad (Cu) MIAFUNIUALINAN 1 Ui, ATINEN 70 . AIgUT 3
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U 3 Bidnlnsadmiuatnsatununageu

A

U 4 edesfinnziilelavesnalaiiin (SHEDM)

3) 1a3 0srialavzdaului (Electrical Discharge Machine : EDM) 1 uing asdnsuuuaiuaudidaiay
(Computer Numerical Control) tkuu Small Hole Electrical Discharge Machine (SHEDM) f%a JOEMARS 3 JM325D

wananagun 4
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3. NNSNNABY
3.1 NNFPRNWUUNITNAABY
N1390NKUUNIINARBIFMTUANYIUTEANTAINNITIRAEFVOITOUT OUNNIUNTEUIUNTT 8L SMAW WAy
GMAW Tinudnsesidey 5 1y, fen1soianinsanesndouasnadnd auwnduniugugnans 1 uy.
nsivuatadead tawn natda (On-time), na1ta (Off-time), S¥uEs (Gap) Wazduq eliuzauiu

AsUSuAInSERal i NsEau 2.5, 3 Wag 3 .5 wanwds muaeu [11] wanensUsunemteulun1snaasemIumnisan 2

A15199 2 NsUsuRIAEauluNISNAaBY

Jouly s1uaziden
Depth 10
IP 8
@ 7
On-time (us) 12
Off-time (ps) 5
Gap (mm) 2
Pressure (kg/cm?) 70
Electrode wear (%) 55~58
Working time 18"~19"
Current (A) 25,335

3.2 Useifiunauseansnmnisvinaudnsinisvanilasnu (MRR) waysnsin1sanusavedddnlnse (EWR)

12
v

nswSeuiisunanisvaaeduidazRoululaggninvuasienansuseidu [10] Al

1) ga91n15vdaLiieay (MRR) lunsuwlssuduanuammnanaunisi 1

ﬂ'%mml,ﬁamuﬁgﬂﬁmaaﬂlﬂ
MRR = (1)

AN

2) §95INNSANNIBVRIBLENINTA (EWR) @N1150AIUIMIINAUNTT 2

SEAUANUANVBITUNUTILADS
EWR = X 100 2)

szuzddnlnsndnusessnid

3.3 UizLﬁuﬂmm‘wmmwmuﬂ%LLﬁz‘ummELmz
mMaUszliuAuAnEegzgninfIAUeURIRaY (Ra) USHMKTIZIA12ANN1AGARYING (Cross section)
YDI3I1EAILNABIRaNTIAY Laser Confocal Microscope wuu 3 AtuszAuunluluns 8%e Olympus 31 OLS5000 uag

gnInvUIATRIEAUU (3107) wagauaNs (308N) 1INNITIANEMENTNAIEIINNEBIaNTIAUETD Olympus STM6 Uay
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WiguliisuUssansann1svinnunarAmn A998 09508L T 01 SMAW waz GMAW daen1slddianings

NOUNADIWATNBILAY Lazn1SiUABULUaAN ﬂiBLLﬂVLWﬁ'W

4. nan1snnassuazaiUsgna

KaN1IARDIINNISANYIHANsEUTRInTzualinilflunsaunsat ununnaeUINEINEAEBiAnTNn
1/1aamﬁamawammﬁm%i’aqmﬁﬂﬂﬁm%'aqﬁa 1A JIS SKD61 ﬁgﬂL‘?}amﬁwﬂizmumﬂ%aﬂw% (SMAW) kagn1s
\Fonendnlansdoula (GMAW) ansaeAusienanisnaass s

4.1 nansvnassriadeussansnimiodu

miﬁﬂmﬂﬁzﬁw%mwmingu?mmaEJL%;J SMAW 188L8NINSANBINE DILaENBILAIIINNITUTUAN
nsvualwiiniisydu 2.5, 3 way 3.5 woNUUS LERIHANTINARDS ST 3 WuiBEnsAveIAeElshsMsvIREiay
(MRR) 18.138 - 21.458 mm%/min LagsnInsanmsevedaningm EWR) 81.3 - 91.2% @uSudlaninsaneauasnuIng

SammsudaLieay (VRR) 6.829 - 9.428 mm%/min Lagsmmnsanysevadidningm EWR) 154.6 - 164.3%

A15199 3 BRIV DNULALINTINTANYTD B VRR @ EWR
22
YeaddnmsAd S uTeELTaN SMAW £

€ r <)
. nszudlnin MRR EWR T e
dannsa £ g
(A) (mm?/min) (%) = i @
o 20 -: puet
. 25 18.138 912 s 5
NBWNADY < &
3 21.458 82.1 e 19 b
(Brass) R e
35 20.506 813 = =
£ 18 - &
2.5 9.428 164.3 = ©

NDIULAY ® [

3 6.829 154.6 17

(Cu)
35 7.139 156.1

Aszualii (A)

]
=

SUN 5 95 INSVIALDNULBLORNTINTANUTD

v

YDBENNIANDANEDIEINTUTOELTBU SMAW

'
=

JUT 5 nswhUSeuiieuussdvBnmmsizgdmsusesition SMAW vasdianinsanesvnios wuindnsnisvdn

P

o ugaaawindu 21.458 mm%/min waydnsinsdnnsevesdidningn 82.1% eldnszualin 3 weuwds Fefien

q

TndAgaiunseualnin 3.5 wouwds WawSeuiisununseualniin 2.5 weuwds wundnsinsvdnlanuiaianias

q

dnsmsinusevesdidninsnaeudiega
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A15199 4 BRIV AL BNULALERTINNTANYITD B VRR @ EWR
170
a o ) A 9.428
YBANINIAEMSUTOU DN GMAW £ 168
. nszualvidn MRR EWR E 106 &
aninsa £ 104 €
(A) (mm?2/min) (%) g 162 =
5 [
. 25 16.854 793 2 160 5
ND9LRADY = &
3 24.854 74.4 %3 158 &
(Brass) & 15 =
35 22.439 79.5 = &
< 154 2
2.5 10.471 155.4 e o
NN @
3 8.894 150.4 150
(Cu)
35 6.735 1575

Aszualii (A)

UM 6 dammsvdnilenuuagdnsimsanvse

YRBENINIANBIMAIEVSUTBET DN SMAW

M9 4 wanesnnsiaieruLazSnTsAnvseved dninsaneunieuar oA MU s den
GMAW wuBidninsaneanaeiisnsimsudnitionu (MRR) whiu 16.854 - 24.858 mm%/min wazdnsn1sdnvseves
518nTnsa (EWR) Wiy 74.4 - 79.5% dmsudidninsanesunsiisnsinsudnibeaiu (MRR) winfu 6.735 - 10.471
mm¥/min wazdnsmsanvsevesdidninsa (EWR) whiu 150.4 - 157.5% isldnszualin 2.5 - 3.5 ueuuds veci
aowindidninin dwsudidnlnsavewasdsmnsdadenu (MRR) gaaainiy 9.428 mm%/min uazdnsnsdnuse
yosBidnnsm (EWR ) Wiy 164.3% Ainszuaiinln 2.5 wewuv$ FeflraeutragadlowSeudisuiunszudlii 3 uas

3.5 uouUUS uansfansmzun 6

B VRR @ EWR Il MRR @ EWR

30 80 160
. 79.3 .
é ’s 79 . g 10.471 158
O X SO X
IS 8 = IS ~
S o< S 156 o
— 20 - = =
[a's = (e =
= 16.854 76 & < 154 &
z " = H £
& 75 ug g 152 vG
3 @ > (@
:g 10 7 § :g - g
F O F &
S = & s &
£ 72 £

0 71 146

2.5 3 3.5
nszualndn (A) Asgualndn (A)
UM 7 danmsvdaillenuuagdnsnsdnvse JUN 8 dnsnmvdaillenuuazdnsnsdnuse
YBBENNTANBAA BN UTETDU GMAW YBBANINTANDWAENTUTBTRU GMAW

JUT 7 ne3euiieudnsnisedailenuwazdnsinisinunsevesdidninsaveuniesdmiusesiion GMAW

Anszualnii 2.5 - 3.5 wouuds wuiinszualnii 3 weuuds 16n51n15v3ALT 091U (MRR) gagawwiniy 24.854
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mm%/min LagdnIN1sanrsevedlaninga (EWR) G‘i’wqmﬁﬁu 74.4% \louSunszualii 2.5 way 3.5 weuuu$ $6ns
nsvimdenusniuaydninisdnusevesdidninsareuinsgeesnadnauidiowioufisutunisuiudnssualii 3
waNLUS
dmsusenidon GMAW fignatrsadaedidnlnsanonsidnsnisvdaidenuy (MRR) geaniiify 10.471
mm%/min warsnsnsanrsevesdidningm (EWR) 155.4% finszualiii 2.5 weuuds dledSunsvudlwitifiatudu 3
war 3.5 wonudd nudndasinsvdaiiecu (MRR) fuwltuanasarsnsinsanvsevesdidnlnsn (EWR) anasuas
LﬁuﬁummﬁmﬁﬂﬁaEJLLammamiLﬂ%‘&JUﬁ&JUMLLﬁiazamwé’qgﬂﬁ 8
MnnMserzisaviiisuiiousasmnsedaiionuy (MRR) uazdnsnisdnusevesdidnlnsn (EWR) vesses
\Heuuardidnlnsaris 2 Ussian aguldidasnissdndenu (MRR) vessoeaiden SMAW way GMAW WisliBidnTnsn
neuvdediganimslddidninsamewns waziindnsnisdnvsevesdianivin (EWR) ﬁﬁwﬂ"mdmnamwmiﬂé’um
nszualih fosnanauifivesdidnTnsaiilélunismaaesis 2 Ussiam Samuuansnaiu wu draudumlai
s dunaumanll wartdedun fdwmadeussansamnsimesiolansuarmsdnvsevediininsaiiananse
Usuanlatalaulazdonnassiunuideees Hardeep Singh wagmug [12]
4.2 HaruvEUiaLaaY (Ra) WAZYUIAYBIFAELN-08N
nansUsELANA LM URILRAY (Ra) Yeaniligianzsenilion SMAW anmsatriasmedidninsameuvdes
wazvasuauiousumnszuali 2.5 - 3.5 wouwu$ fmmuneruRaeasUssana 2.2897 - 2.5595 um uaz 1.9457
- 23445 pm dnusenilion GMAW fignianzsiedidninsaneandosuaznounsiinszudliiin 2.5 - 3.5 wouuus e

mwwmuﬁuaé‘aﬂizmm 2.6313 - 4.7462 pm Wag 3.8205 - 4.6572 ym ﬁqmswﬁ 5

M15797 5 AuveUiRae (Ra) Towmitgzseeieus e Bianinsane unanasnauag

AMUBETURIRAY (Ra), (Um)

nszualnin - - - -
se8L%au SMAW/ s081%a1 SMAW/ s08L%al GMAW / s08L%au GMAW /
® Adninsaneunios Aaninsanaung Adninsaneunios Adaninsanaung
2.5 2.2897 2.226 2.6313 3.9033
3 2.5595 1.9457 4.7462 4.6572
3.5 2.4412 2.3445 4.6787 3.8205

'
a

SUN

Y

9 nymuansnsIsufisuaameuineds (Ra) MNMaAEITuUNAdeUTEIT 0L SMAW Uat
GMAW fredidninsauaznisusunszualniiiiuansnaiu wudnsesidon SMAW fignianzgsiiedidninsanosunad
wnlduaumeuiamae (Ra) Aeudetesdioldnszualiiin 2.5, 3 uay 3.5 weuuUs Audsu B?fqﬁmm"’wqml,vhﬁ’u
1.9457 pm Finszudlil 3 uenuys WeiSeuifivuiusesidion GMAW figniagsedidninsanesvdesdinszualylii
2.5 uauuU$ wudAnumeuieds (Ra) TAdigawindu 26313 um tusandiifuiianumveiuiueds (Ra) ves
wifsgiziidardeudnatosldfunansemuansasimsudaiionu (MRR) uagdnsmsinusovesdidnlnsa (EWR) 7
Aoutnsinandvisavienmsulssesnszualinfivenzauuazasnndosiunuansimalniivesdidninsausaz

wilagniunaaes
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A sMAW/BENTMIANeIEeI @ GMAW/BLEnINsanesvaes
B sVAW/SEnTnsamesuns @ GMAW/BIEnTnTanesuns

6
e 54 47462 g g787
El v ‘e
e 39033""/"
E a4 1 0% ™3.8205
o) L ¢ k
G |
< L
=
5 5 ]
c I 2'6‘3/13 2.5595
= 2285 e A
g o B
€ 27 22260 T .
I 1.9457
1 T T T
2 25 3 35 4

nseuabnin (A)
JUN 9 Anuvenuilueie (Ra) TesrilsgzmeBianinsanesniouaznotndlunszualiihiuansiei

szvaunumadeugninvuauTaR Y (G1N) wardiuas (geen) eeseidnuarveapaEiilay
dvswaniadendniidvun leun soeiden Sidnlnsn waznszualidh dmsuiagminndedesile tnga JIS SKD61
MNMsEiIensEUIUNIAnezielniuanwungianzduaresnvessesieudmssi 6 wuirginivue
w1y, Fadurnaduriiuguénasdidnlnsailflunmeasauasivuinseenaeudradnnivuemesgidinn

Roulun1smaaes wansnuae Azl uALoaNTRITELITON SMAW Uay GMAW fsguil 10 uargui 11

A13797 6 VUINFLLT AT 0DNVDITRULTBNMEBIANINIANDUNEDILAZNDIAY

IUAZR1E (Mm)

Aszualudn so8LT0Y SMAW so8LT0U GMAW
(A) Bianlnsanaanios Bianlnsanasung Adninsanaamies Bianlnsanasung
i 399N i 90N sl 99N i 399N
2.5 1.1050 0.6449 1.2425 0.6229 1.1188 0.7052 1.2431 0.6127
3 1.2122 0.8567 1.2529 0.6074 1.1637 0.8408 1.2619 0.6151
3.5 1.1495 0.9329 1.2534 0.6973 1.163 0.6665 1.2160 0.5981
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V25 A
'1:24252

) 3pan/2.5 A

V) s080/3 A

V) §4/3.5 A

AL

V) 3\i/35 Vi) 5991/3.5 A

= - n-':“ E 2
(n) BénInsAnoanans (@) BLANINTANDILAS

5UM 10 dnuaiz3ianzidiiareonvedsesiion SMAW

1) s98n/2.5 A

) 3125 A Il) joen/2.5 A

1) 5491/3 A

V) 5:41/3.5 A

8] ‘}

uoyal

S S
(@) BLANINTANDILAY

(n) BLENINTANDINAD

JUT 11 dnuaieiiansdiuaroanvedsosition GMAW
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5. d3U

1) soenden SMAW fignauriadeBidnlnsaneandes n1susuanseudlaiin 3 uenuud f8nsnisvinide
$Ugsdn 21.458 mm?/min, §n5In158nn5898180TNTA 82.1% Lazsouiden GMAW Aignaursadedidninea
Nawnand n1sUsuAInTEhalnii 3 wauwus ﬁﬁmﬂmsﬁmﬁamuqqqm 24.854 mm?/min, 8M51A158NNTRVBY
8ianlnsn 74.4%

2) AnamEUALeds (Ra) Ananvessesidon SMAW fignaursasmedidnTnsamaauns msusuanseualaii
3 uewuv$ fiAn 1.9457 um wagsoslden GMAW fignathiadedianlnsanoauns msusumnszudalnih 2.5 uewuys 4
A1 2.6313 um
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