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Effect of S content on spatter generation and Arc Phenomena of MAG welding
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Table 1 Chemical composition of wires (wt.%)

wire C Si Mn P S
S-10 | 0.036 | 0.70 1.34 | 0.008 | 0.010
S-19 | 0.035 | 0.70 1.36 | 0.009 | 0.019
S-25 | 0.035 | 0.70 1.36 | 0.010 | 0.025
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Fig.2 Effect of S content on droplet transfer in
140A-20V
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Fig.4 Effect of S content on spattering
characteristics in 140A-20V
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Fig.1 Change of arc voltage in 140A-20V

80%Ar-20%CO, 320A-34V, 30cm/min
80 8
—O— arc current
| @ arc voltage
60 |- 6
a0 - 4
20 - -2
0 P R S SR B o
0005 0010 0015 0020 0025 0030
S content (wt.%)
Fig.3 Effect of S content on the standard
deviation of arc sjgnals in 320A-34V
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Fig.5 Effect of S content on spattering
characteristics in 320A-34V
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