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The effect of clamping condition on melting efficiency

of high speed plasma arc welding for EGI sheet
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Table 1 Fixed welding condition
Stand off 2.5mm
Welding speed 25mmy/'s
Current 30Hz Pulse(Ir 85A, Iz 30A)
Shield gas 100% Ar
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Table 2 Experimental condition for variation of
clamping force
. Clamping distance 2.5mm
Fixed Clamping materials 7.3 brass
Varied Clamping force 10, 20, 30, 40, 50kgf
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Table 3 Experimental condition for variation of
clamping distance
. Clamping force 30kgf
Fixed Clamping materials 7.3 brass
Varied| Clamping distance (1.5, 2.0, 2.5, 3.0, 35mm
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Table 4 Experimental condition for variation of
clamping materials

. Clamping distance 2.5mm

Fixed ™y mping force 30kgf
Varied Clamping materials | 7.3 brass, | STS 304
Heat conductivity | 120W/m.k | 16.2W/m.k
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Clamping distance : 26mm
Clamping materials : 7-3 brass
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Fig. 3 The effect of clamping force on melting
efficiency
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Fig. 4 The effect of clamping distance on melting
efficiency
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Fig. 5 Melting Efficiency for variation of
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Fig. 6 Dependence of melting efficiency on type of

base metal.
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