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where, 7 Arc efficiency

V: Arc voltage(V)
I: Arc current(A)
Vt: Welding speed(m/min)
SHTR 239 7 AREY 4L Hrs
AAME G2 e AAZAS R

L 84 golofe] 837 vi=g FAste &3
759 %o 2o
2. $HW =S ¥ Bdoloh

odd AAzHozfH o #e FAg
el gl
Aw- Vw-t=Ab- V¢ ¢ (2)

where, Aw : wire cross section area(mm?®

Vw : wire feeding speed(m/min)

t time

Ab: bead cross section area(mm?)

Vt: trave speed(m/min)
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Aw: Vw

W- H=a 77 (5)
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where, L: arc length(mm)
b, ¢ constant coefficient
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Fig. 1. Schematic drawing of wire feeding
system for GTAW
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Table 2-1 Welding condition.

Welding current{A) .~ | 100 ~ 300

" Arc voltage (V) 10 ~ 17
Travel speed(ca/min) 5~ 2%
Wire feeding speed(m/min} | 10 ~ 24
Feeding angle( *) 10 ~ 25
Torch angle("?) 90 ~ 75
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1] Arc length : Smm

Travel spoed : 150 mmvmin ]
Wiro foed rate : 1.4m/min

*1|  wire toeding angle : 20

Torch angle : 00
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Fig. 3-1. The effect of welding current on
weld bead width.

(Waelding current : 200A
12; {Travel speed : 150 mm/mi
[Wire feed rete : 1.4mymin
14, Wire foeding angle : 20
Torch angle : §0
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Fig. 3-2. The effect of arc length on weld bead
width.
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" Welding cument : 2004
Arc longth : Smm 161
Wire feed rate . 1.4mmin
16 Wire teeding angle : 20 44
Torch angle : 90 5 -
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Fig. 3-5. The compared calculation weld bead
width with experiment weld bead width.
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Fig.3-3. The effect of travel speed on weld a5
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s 10 s 20 25 30 35 4o Fig. 3-6. The compared calculation weld bead

Wire food rate (m/min)

height with experiment weld bead height.

Fig. 3-4. The effect of wire feed rate on weld
bead height(150A, 200A, 250A,300A)
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