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Plasma Arc Welding
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MIG or
Submerged Arc Welding
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Submerged Arc W.
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Plasma Gas Flow Rate(l/min)
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Welding Current  (Amp)
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OZZLE| WELDING

10 cmimin
45360 joule/cm

300 A

26 Vv

5 10 cm/min
46800 jouleicm

280 A

27.5 Vv i
4 20 cm/min i
23100 jouleicm | ST

400 A
27 v
5 20 cm/min
32400 joule/cm

450 A
245 v

6 20 cmimin
33075 joule/cm L ¥
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25 v
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20 cm/min
37500 joulelcm)

(v 2 eﬁt 2w 2..&

BARR LR W

¥ (DSA lemad) &
t o

ko | > xR 2
3TFP-IMAFA

sBreRe iR en;

BErenr3tt-pmpi
» RIKE- A9+ 3§ <

“Light 6

B8 EDYRBE

204

a

€

S

T

@

5

(8]

o

£

=

[ N4 mmd

= do=20mends
L1 2 o
fa=20mer

3 4 5 6
Plasma Gas Flow Rate (1/min)
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olt. Va(V)
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Power W(WATT)

Arc Vi
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