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The Effect of the Arc Pressure Variation on the Penetration
as the Supply Position of Filler Wire in Pulsed TIG Welding
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Table 1 Welding condition

2 Mild steel 150x40x2t
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Filler $}olof A4 9 1.2

Ip 200 A
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Hx £ 50 %
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Table 2 Difference of water head in manometer
according to the supply position of Tungsten rod

528 Ul ot 4 (1)

of 42 Fs3

o}

Ah (m)
Position| a b c Non filler
Current 150A | 0.036 | 0.04 0.05 0.06
60A 0.016 | 0.016 | 0.016 0.02
P, =0xg<Bh(Pa) (1)
where, Pac: Arc pressure (Pa)
p: Density of water (kg/m°)
g Gravitational acceleration (m/s?)
Ah: Difference of water head (m)
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Table 3 Bead appearance and shape according
to supply position of filler wire in pulsed TIG
welding
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