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The Application of 66 to Evaluate the Effect of Wire and Torch Angle on the
Arc start Characteristics in CO; Welding
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Table 1 Experimental condition for arc starting test

Welding condition Progress angle of torch
Solid wire |Flux cored wiref Forehand angle Backstep angle
Wire feeding rate | 7599cm/min | 758.5cm/min 0", 10", 20", 30° , 40°
Output current 245A 245A CTWD Base metal
Output voltage 25V 30V 15mm SS5400, Black rust
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(c) Forehand angle 30° (d) Backstep angle 30°
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(e) Forehand angle 40°
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Fig. 2 Arc start success ratio and

welding resistance to progress angle of torch
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Fig. 1 Waveforms by the different progress angle of torch
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Process Capability Analysis for current 20 Process Capability Analysis for current 20
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Fig 3. Distribution of current as the different progress angle by 60 analysis
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Fig. 4 The relation of Cp to current
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Fig. 5 Comparison of Cp to current for Fig. 6 Comparison of Cp to current as the
solid and flux cored wire torch distance from root in fillet welding
( progress angle 0° ) .by 60 analysis ( work angle 45" )



