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(Recent Trend of Research Activities of MAG Welding in Japan)

LERARFIEYE #H M
Takeshi SHINODA, Nagoya University
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Fig. 14 Effectof Se+Scontents onmolten
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Fig. 13 Effectof arc voltage on porosity
formation in case of Zn plated steel

welds

Chemical composisions are listed in Table
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Fig. 15 Principles of DCEN MAG narrow
gap welding process



