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Effect of Mixed Gas Composition ratio in Middle and High Current GMAW on
Spatter Generation
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Table 1 Welding condition used in experiment

Welding Welding Mixtures of CTWD' Welding speed Wire
current(A) | yoltage(V) Ar%/C02% (mm) (mm/min) type
240 26 100/0
280 29 60740 15 360 YGWI15
40/60
300 30 20/80
340 33 0/100

* CTWD: Contact Tip to Work Distance(mm)
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Fig. 3 Welding current and short circuit time Fig. 4 Short circuit time ratio and spatter generation
ratio on gas composition rate. weight on gas composition rate.

16'w T I T I T I T I T
&b 100%Ar () 40%
B & 80% 7 20% 1
A 60% %
T 1200 -
g £
2 -4 L
2 5 W
o
Q
] : 800 -
s 3
g 8
13 o L J
s s
8 by
o £ a0 N
o.
7]
- 3
0.00 1 PR | 1 | i F
240 260 280 300 320 340 0.20 0.40 0.60 0.80 1.00
Welding current(A) Ratio of no. of {SC 1o TSC
Fig. 5 Welding current and ratio of no. of Fig. 6 Ratio of no. of ISC to TSC and spatter generation
ISC to TSC on gas composition rate. weight on gas composition rate.

_33_



