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High Speed Welding Phenomena at Short Circuiting Transfer with

Shielding Gas.
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Fig. 1 Welding bead and waveform at welding
speed 1.5m/min
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Fig. 2 Welding bead and waveform at welding
speed 1.8m/min : Torch angle 20°
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Fig. 3 Welding bead and waveform at welding
speed 1.5m/min
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Fig. 4 Welding bead and waveform at welding
speed 2.2m/min
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Fig. 5 Welding bead and waveform at welding
speed 2.2m/min : Torch angle 10°
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