ugg gl Fgas 74

g9 %7

(A Measurement of restraint force on thin plate welding)
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where F : Gauge Factor

€ strain

R : Resistance

AR Variation of Resistance
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43S P& Strain Gauge
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where v : poisson’s ratio
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Bl : Forward Bending B2 : Behind Bending

Fig. 3 Dimension and Configuration of

welding base
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Tab.l1 Welding Condition

Distance |shiel-

from test

Dia. of | Welding

speed

Torch| Tip

ding angle | Angle

electrode
sheet gas

.| 23mm |3.4dmm/s 4mm Ar |90 °| 60 °
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Fig. 5 Comparison between forward

and behind tension force
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Fig. 7 Comparison between forward

Cooperation and behind Co-operation
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