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A Review of Welding Current Waveform Control and Mechanical Control Technique for
Reduction of Spatter in Short Circuit Transfer
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2ol ZAo9] 48 AAE F&l 0.3mme] & =7t
Az 8780 7Fseth. Fig. 30(a)e &3 &%
2m/min9lA A 1mm €%0F 2ol 2AM ol
(fillet) 83 Al8] vlE &io]H, Fig. 30(b)= &4
4% 1.5m/minlA W7 Al(backing sheet) $i°]
A4 0.8mme] &Fvly g 27l ol (butt)
£ Aol vz Yot | Fig. 31L& 100% COp
37l22 $3 4% 3m/minolA 2.3mme 972HE
vz & ZgolE(bead-on-plate) &4 Al v|=d4d
olt}, dutdor AR HIAold] o3 &4 Al £t
@2/ ol 2 AN o 7] wEke] WA
o Hdl 2m/min® &3] 7Fs3ht, CMT Z=2A|
29| AL Al o] FHEgle] Ho] olYPHEZ Fig.
313} o] %z 1 8Ho] 7hsdit)

5 & &

AG7IA B FPAAIENA S AR, 53] F5717
o A%she dA 489 /NEs HEe 1f/7t Althel

RE@DY AE FoAL, AFel 2TdE A
2 7HE AR2AE AL, A8 ol Basel,

KEHEHE-REHEEH H254% $OW, 20074 10A

(a) Fillet weld on 1.0mm AlMgs sheet backing with
welding speed of 2.0m/min

(b) Butt-weld, without weld-pool support, on 0.8mm
AlMgs sheet

Fig. 30 CMT welding of Al alloy sheets®

I i

Fig. 31 High speed welding bead shape on steel

by CMT process at welding speed of
3m/min using the 100% CO:

ole] wa} oF 0.3mmol o2& % wge] % 7}
zgQlEx 729 §3 2 ¢FuE, e 3EsH

& 2% A9 83 AAH ez so7la e F
Aolet, ojs} 2 2ol HLsle] &HAFE, Ee
w8 Al AN e B9E Suskkl) Ak

A, E3RY A AFE A8A40] EolofsiH,

A, &4 ¥ 2989 AA, &4 2 Hes
2 22HQ T o) TSR] Folok sk,

AR, 1&5834E 7Fss st Ad e 8%
g3 dvlel FAES AAE 5 8l

JA, 83 A dE7FE A st 829 2 &
F HEE A28 F e &34 A 7€

AT o] 22 &4 AdelMe g7l Fitske 3
g 715e 7R 8Bl AT Bed AHd
A2E Aol WS A8 7|AA Ao A7l TF
& 7189 AF FIA e dAE 5T d71AHY o
o] obd & gitt. dSjelXe oln] Z1AA Aofo A
A77} gkt AFHT e, IUoME ofF o]
of g AF7L o]Fo) A F3 v} WM £ 7]
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