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Effect of Heat Flux on the Penetration Shape of TIG Welding
with High Current and High Speed
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Table 1 Welding condition for melt run TIG
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Photo 1 Surface bead and cross section for 300A
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Fig. 1 Relation between welding speed and

bead width
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Fig. 2 Relation between welding speed and
aspect ratio
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Fig. 3 Heat flux distribution with He mixing ratio
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Photo 2 Illustration of penetration shape and
weld area at 300A, 30cm/min
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Fig. 4 Effect of He mixing ratio on melting efficiency
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