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Fig.t Used electrodes for TIG welding
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Fig. 2 Weilding stability in TIG melt run welding by the electode with shamp tip(45° )
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Fig. 3 Welding stability in TIG melt run welding by the electrode with truncated tip(45° ,® 1 6tip)
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Fig. 4 Effect of diameter of truncated tip on welding speed in TIG melt run welding
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Fig. 5 Estimation to depression of molten poof surface
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Fig.6 Evaluation of welding stability by using welding current and heat input

(a) Sharp tip(45° ) (b) Truncated tip(45° , o 1.6tip)
Arc length-dmm 200A 32 Ar gas
Fig.7 Appearance of TIG arc
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