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Development of Plug Welding Process for Cast iron and Mild Steel Plate.
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(a) Macrosection by fixed torch (b) Macrosection by rotating torch
(2204, 1.0sec.) (2Hz, 220A, 1.0sec)

(¢) Macrosection by rotating torch (d) Macrosection by rotating torch
(10Hz, 300A, 0.6sec—200A, 0.6sec) (10Hz, 300A, 0.4sec—300A, 0.4sec)

(e) Macrosection by rotating
torch(10Hz, 300A, 0.4sec—
300A, 0.6sec)

Fig.2 Various macrosections by plug welding of thick cast iron and thin mild steel plates
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