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Fig. 1b : Twin—wire with each tip
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Fig. 2 : Adjustable metal transfer from Electrode1
and Electrode? in pulsed—arc mode

Fig. 3 : Controlled metal transfer in the Twin arc process
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Fig. 4 : Welding program for preventing lack of fusion at the start
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(Before welding) (After welding)
Fig. 9 : Fillet weld after seal weld in horizontal position on chassis of fork lift truck
2 2F TAH2 S 22l
D JIS G3101 SS400, ESH: 12t(4h), 20t(atH)
21 AWS ER70S-6, YHSItA: Ar 82%, Co2 18%
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Table 1. Comparison of welding parameters between twin arc welding and the others

9}056{

LS @1.2 @1.2 @1.2 @1.4
2H0I &2 &% | 10m/min 8m/min 12m/min 12m/min
AE e 31V 30V 32V 35V
MNE HF 225A 200A 256A 380A
0l2 8&%/h 9.59Kg/h 6.39Kg/h 8.70Kg/h
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