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Development of high current AC-MAG welding process

by Noboru Kiji, Toyoo Kurehashi, Tohru lijima, Yasumasa Nakanishi
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Fig.1 Schematic illustration of experimental apparatus Fig.2 Observation of AC-MAG arc

Welding current: 800A
Ar Ar+10%C02 Ar+20%C02 C02

Fig.3 Cross section of AC-MAG weld bead

Sielding gas : Ar+10%C0, Sielding gas : Ar+10%CO,
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Fig.4 Change in welding voltage and current
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Fig.5 Relationship between mean re-ignition Fig.6 Relationship between mean re-ignition
voltage and COz content voltage and welding current

71

NI | -El ectronic Library Service



