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Porosity in Aluminum-Alloy Weld
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Fig. 3. Schematic representation of hydrogen adsorp-
tion in the molten pool
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Fig. 4. Typical temperature variations in arc-melted
pools of aluminum and iron
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Table 1. Data for Hydrogen Contents and Estimated Temperatures for Arc-Melted Pools in Iron

and Alumininum
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Fig. 5. Comparison of abilities of aluminum and irom
to absorb hydrogen gas
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