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Development of holizontal automatic electro-gas welding process. (Report 2)

by Y. Suzuki,K. Nagatomo, T. Aoki.H. Sano
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Table. 2 Change of Welding conditions

Torch
R TR B A
b o Tracking contrailer Change Welding Relding Wire feeding
CCO-coamars uTshos conditions current voltage rate
i j'sssy (A) (V) (n/min)
i i o0
L gocooo Power
Pendaat ;coo source I fa
i controller 2 ondition 1 340 34 9.5
Condition 2 370 35 11.0
Fig. 3 Groove tracking control system Condition 3 390 36 12.0
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Ascent welding (5mm/ 5 O Omm)
Fig. 4 Result of line tracking control
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Fig.5 Result of width tracking control
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