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Effect of Electrodes on High Speed Welding
—Study of High Speed DCEN TIG Welding by Magnetic Control of Arc(Report2)—
by UKITA Sizuo, MASUKO Tomoki, IRIE Toshiyuki and IKEHATA Akitomo
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Influence of magnetic flux density

on high speed welding 30,000mm/min.
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Fig.3 Influence of touch angle on Fig.4

magnetic flux density 0.02Wb/m?2.
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Influence of electrode materials

on magnetic flux density 0.02Wb/m?2.
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