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Welding Position (0'Clock )

Fig.| Suitable Range of High Speed Spray-arc Welding Conditions
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Fi3.2 Suitable Range of Square Wave Current Welding Conditions
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Fig.3 Conditions of All Position Welding of Pipe
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Sguare Wave Current <—te—— High Speed Spray-arc
nr- E, 5.5 0 Clock
' Photo. 2 Appearance of Bead at Shifing Point
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