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Effect on fihe welding properties of the shape and material of electrode tip fo
TIG welding
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Arc Pressure, Pa

Table 1 The condition for TIG melt run welding

Electrode 2%Th—W(¢3.2mm), DCEN
Shielding gas Ar gas
Arc length 4mm
Operating current 50A — 300A
Welding speed 100mm/min — 700mm/min
Dt
0.83mm
1.0mm 60°
|
/\ésoo — ! ot - H 0-3mm | L 2.0mm
{(a) Sharp tip (b) Truncated tip {c) Bevel tip

Fig.1 Various electrodes used for TIG melt run welding(2%Th—W, ¢3.2mm)

Front view Side view
(a) 60 ° Sharp tip (b) Bevel tip

Fig.2 Appearance of arc by various shape of electrode(100A, Arc length : 4mm)

Electrode : 2% ThC,-W Operating current : 200A
Electrodes diameter : 3.2mm  Arc length : 3mm
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Fig.3 Arc pressure distribuition by manometer
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Fig.4 Welding speed characteristic curves by various electrode tips
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Fig.5 Welding speed characteristic curve by the truncated tip with various tip diamet
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