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FIGURE VI.2 Examples of parts utilizing joining processes. (a) A
tubular part fabricated by joining individual components. This product
cannot be manufactured in one piece by any of the methods described

in the previous chapters if it consists of thin-walled, large-diameter,

tubular-shaped long arms. (b) A drill bit with a carbide cutting insert
brazed to a steel shank—an example of a part in which two materials
need to be joined for performance reasons. (c) Spot welding of
automobile bodies. source: (c) Courtesy of Ford Mtor Co.
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TABLE Vi

Comparison of Various Joining Methods

Characteristics

g g 4 z

s = ¢ 4
¥ 3 & S 2 z
Method a & 3 = = S
Arc welding 2 3 1 3 1 2 2 2
Resistance welding 2 1 1 3 3 3 3 1
1 1 1 3 1 3 2 3
2 3 1 2 1 1 1 3
2 3 1 1 1 1 2
et 3 3 1 2 2 2 1 3
Seaming and crimping 2 1 3 3 1 1 1
Adhesive bonding 1 1 2 3 2 3 2

Note- | = very good: 2 = good: 3

= poor. For cost, | is the lowest,
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(Gas Welding)
Oxyfuel-gas Welding (OFW)

« OFW describes any welding process that
uses a fuel gas combined with oxygen to
produce a flame.

+« The most common gas-welding process is

oxyacetylene-gas welding (OAW)

— OAW is typically used for structural metal
fabrication and repair
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FIGURE 30.1 Three basic types of oxyacetylene flames used in
oxyfuel-gas welding and cutting operations: (a) neutral flame;
(b) oxidizing flame; (c) carburizing, or reducing, flame. The gas mixture

in (a) is basically equal velumes of oxygen and acetylene.
(d) The principle of the oxyfuel-gas welding process.
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