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Analysis of Molten Tip Shape by Maxwell Stress in GMA Welding Process
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Symbol Parameter Value O/‘\

a initial radius 0.8 (mm) ;
g gravity acceleration | 9.8 (m/sec2 ) E

anx19”’
™ permeability 1(IN/A2 ) '

p | eclectrode density | 7800 (keg/m’)

o |surface tension coeffi| 12 (N/m) ¥z

(@) ®)
Table 1. Parameter values using in calculation Fig. 1 Discretization of molten tip by slabs

(a) initial shape  (b) deformed shap
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Fig. 2 Molten tip geometry (initial length : 1mm) Fig. 3 Shape of molten tip with total energy
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Fig. 4 Length variation with current Fig. § Variation of arc covered area (220A)



