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A Study on the Development of High Speed Pulse MAG Welder and the Evaluation of
Weldability
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Table 1. The condition for pulse MAG welding
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| ‘Base metal(mild steell | Speed | Feeding rate Voltage
W: 20mm, L: 300mm, € 12mm | 15 m/min |  3m/min 18V™29V
W: 50mm, L: 200mm, t: 6mm | 10 m/min__ | 357.9m/min 18V"29V
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Fig.1 Relation of output voltage and spatter generation weight (t: 6.0mm)
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Pulse frequency, Hz

Fig.3 Relation of wire feeding rate and pulse
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(b) 19.3V (b) 19.4V

(d) 244v (d)24.1v

(fy 283V (f) 85V

_ Fig8 Bead appearance by S-model Fig9 Bead appearance by D-model
(feeding rate: 3m/min, welding speed: 1.5m/min, t: 1.2mm) (feeding rate: 3m/min, welding speed: 15m/min, t 1.2mm )

(a)23.8V (a) 232V

(e) 284V (e) 28.7V
Fig.10 Bead appearance by S-model Fig.11 Bead appearance by D-model
(feeding rate 9m/min, welding speed: 1.0m/min, t6mm) (feeding rate 9m/min, welding speed: 1.0m/min, £6mm)
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