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A Study of Elector-Gas Welding for thick plates
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Fig.2 impact value of High Heat Input TMCP
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Charpy V-notch impact result of weld metai for high
heat input
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Fig.3 impact value of weld metal for
high heat input

Charpy V-notch impact result of 2pole technique in
WM
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Fig.4 impact value of weld metal using
2pole technique
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Old Copper shoe

New Copper shoe

Fig.6 CO; gas flow
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