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A Study on the Effect of Filler Metal on Fume Generation Rate in Gas Metal Arc Welding
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Fig.2 Veiw of fume formation
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Fig. 3

representation of conventional arc plasma showing constituents and movement of charged
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Relative input of welding consumable and

base metal on the amount of fume
generated by comparing the amount of
chromium in the fumes generated by

welding the stainless steel wire on the

STS 304 and SS 400 base metals
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Relative input of welding consumable and
base metal on the amount of fume
generated by comparing the amount of

nickel in the fumes generated by welding
the stainless steel wire on the STS 304

and SS 400 base metals



