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Application of TIG Pulse Wave Form for Clean and Beautiful Welding Bead
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Fig. 1 Pulse current Waveform
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Fig. 2 Pulse Bead Cell
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Fig. 3 Riple of Pulse Bead
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Fig. 4 Pitch of Pulse Bead Cell
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Fig. 5 Shape of Pulse Bead Cell
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Table 3 Welding Condition
Pulse width, % 15, 30, 45, 60
Peak current, A 100, 150, 200
Base current, A 30
Arc length, mm 2
Tungsten electrode, ° 30
Frequency, Hz 05
Welding speed, mm/sec 5
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Fig. 8 Waveforms by various pulse width
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Fig. 9 Aspect ratio by various pulse width

Bead appearance(Ilp=2004,
£=0 5Hz, v=6mm/sec)
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Bead appearance by pulse width
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Fig. 11 Bead appearance by

pulse frequency
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Fig. 12 Bead appearance by pulse TIG
welding with up slope
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