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Effect of S on Spatter Generation and Droplet Transfer
Phenomena of MAG Welding

Young-Ho An*, Jong-Bong Lee* and Won-Kyu Choi*
*POSCO Technical Research Laboratory, Pohang 790-785, Korea

Abstract

The effect of S content in welding wires on spattering characteristics and droplet transfer phenomena was
studied. In MAG welding using 80%Ar-20%CO, shielding gas, spattering characteristics and droplet transfer
phenomena were varied with S content of wire. Sulfur addition in wire reduced surface tension of droplet and

weld pool, and made arc more stable in MAG welding. With increasing S content, the spattering ratio and the

ratio of large size spatter (d>1.0mm) were reduced in short circuit transfer mode. In spray transfer mode,

spattering ratio, however, was increased when sulfur was added more than 0.020wt.% because surface

tension of droplets and weld pool was reduced too much even though arc stability was improved.
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Fig. 2 Effect of sulfur content on spattering
characteristics in 320A-34V
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Fig. 4 Effect of sulfur content on arc fluctuation
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Fig. 5 Effect of sulfur content on surface tension
in 320A-34V
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