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Effects of welding condition and wire alloying element on

the spatter generation in GMA welding
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Table 1 Chemical composition of wires used

Wire C S Mn P S Cu Ti (w%)
SR 008 0.62 1.08 001 0.01 029 —
SC 008 0.84 1.47 001 0.02 013 —
KC 009 059 113 0.01 0.0t 0.16 0.14
MG 0.06 079 142 0.01 0.01 0.22 0.19
“ Figure denotes spatter weight in gram KC EEE SR
07 1411 co, MAG
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Fig. 1 Variation of spatter weight and metal ransfer mode
with welding conditions.
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Fig. 3 Comparison of spatter weight between SC

and SR wire

Fig. 4 Comparison of spatter weight between MG

and KC wire



