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The effect of EN ratio in AC pulse Welding affected burn through on MIG Welding for
sheet Al metal
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1) Masao Ushio , Improve sheet Metal Welding Quality & Productivity AC Pulsed MIG Welding
System, IIW Doc. XII-1629-00, (July 2000)

Fig. 1 EP and EN of AC pulse Welding

_16_



1600

-

REEEE

™
S

Wire melting rate{cmyrin

the surtace of bese metal( °C)
Bp B854848

Fig. 3 Heat input by EN ratio
{6mm from the center line of bead) 1

Fig. 2 Relationship between EN ratio and wire
melting rate (MIG) p

{a) EN ratio 0%
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{c) EN ratio 40%

Fig. 4 Waveforms by EN ratio of AC pulse MIG welding
(100cm/min, 70A, 15V)
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(a) EN ratio: 0% (b) EN ratio: 20% (c) EN ratio: 40%

Fig. 5 Macro-section as various EN ratio in Al 5052 lap joint
(root gap: 0.5mm, 100cm/min, 70A, 15V )

(a) EN ratio: 0% (b) EN ratio: 20% (c) EN ratio: 40%

Fig. 6 Macro-section as various EN ratio in Al 5052 lap joint
(root gap: 1.5mm, 100cm/min, 704, 15V )

(a) EN ratio: 20% (b) EN ratio: 40%

Fig. 7 Macro-section as various EN ratio in Al 5052 butt joint
(root gap: Omm, 100cm/min, 55A, 14V)

EN ratio: 40%

Fig. 8 Macro-section as various EN ratio in Al 5052 butt joint
(root gap: 0.5mm, 70cm/min, 45A, 13.7V )
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