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A study on narrow-gap welding by using electromagnetic arc oscillation
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where Wc is the critical gap width.
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Figure 1 Narrow-gap welding by using electromagnetic arc oscillation
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Figure 2 Influence of magnetic flux density on bead shape (oscillation frequency = 30Hz)
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Figure 3 Example of macro section of thick plate Figure 4 Arc length in narrow gap welding
(thickness:22mm, gap width:10mm)
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Figure 6 Welding current waveforms in narrow gap welding using magnetic arc oscillation
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