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unsigned int *ct, "ctt;
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Fig. 2. Algorithm for high speed sampling and saving data
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- 38 —

Fig.3. Current and Voltage signal for short circuit mode



Table 1. Welding condition for experiment

Factor Condition
Welding Speed 6 mm/sec
Shielding Gas 80% Ar 20% CO2 18 l/min
Welding Wire ER70S-G DIA. 1.2mm
Test Specimen 200x100x10
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Fig.6. Dialog box for selecting interval of welding signal

Fig.5. Dialog box for welding data file
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Fig.7. Plotting welding signal in time domain
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