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Fig.2 Travel speed compared with conventional process
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- Electrode Welding | Arc | Distance between { Oscillatory
- j:_"\ 2%@%}% % \E)f:y)'?‘—ﬁj]%)%{] - current | voltage electrodes width
1 =y . A o] Wire type @w_ | W (mm) (mm)
2fELILY AT TBERD B FHE T DLV [T Flux cored wire| 320 42 10~25 025

HEAERMEO L (LA E LT, 277 Beharg  [adlFlos cored wire| s00 142
fgﬁﬁf‘“/l/twﬁﬁxﬁy‘VﬁTH?ﬁ - Plate thickness : 50mm, Shielding gas : COz (Flow rate : 30 ¢ /min)
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Electrode Welding | Arc | Distance between | Oscillatory
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T A {fé & ﬁi ELT2 r‘% *@ TV H R ) current | voltage electrodes width

_ Yoo [Nof Wiretyee | a) | ) (mm) (mm)

BEEZEREL. A Lmr»bEM A |ist [Flux cored wire | 420 42 16 5
2nd | Flux cored wire 400 42

L TCERABEMNNL>7-, RET2 g |1st [Flux cored wire | 420 42 15 5
2nd | Solid wire 400 42

BB TL HARERBEMEO o st [Solid wire 420 42 5 s
2nd | Solid wire 400 42
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Plate thickness : 50mm, Shielding gas : CO: (Flow rate : 30 ¢ /min)
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