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Fig.1 Specimens for edge joint by TiG melt run welding
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Fig.2 Specimens for lap joint by TIG melt run welding
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Fig. 3 Effect of shield gas on configuration of edge joint by TIG melt run welding(edge joint model A
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Fig.4 Effect of electrode shape on configuration of edge joint by TIG melt run weldingledge joint model B}
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Fig.5 Effect of electrode shape on welding speed in TIG fillet welding
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Fig. 6 Characteristics of fillet weided section by various electrode shape
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