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Effect of Transfer mode on the Overday weldment in GMA welding
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(Transition current)2} 3} &HAF7T o=
= Ry e A9 QS ARET e, 1
o4l woll s Az o] ReEyL WA o
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2.1 AEAE 2 dx1

Stz o2 AxY ¢1.6m WEHo)E &
dfoloj & AFE3FAT}. Qfolo] Foj FHEEY
ZHEL 30wt%ol ™ A== WA 50x150mm,
7 20mm 252 mild steel STS430S AM&3}Th.

GMA ¥ #)o] 872 600AF SCR 4715 A&
slo] S AL 24V-36V, & AF 240A ~360A
Holol sl W] =87 (bead on plate)= T3}
ot} 2HEY 2A7F AL (CIWD)E 22m, X357}
2~ Arg AFE Bl #3200 /min® 3P, €7
£L- = dmm/sec, £ £9<EE Tn/min®E 1A
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g3kl

=

=



ig 1ol vrEb I =3 (W),

BEAEEE A4 (Ap), S
gaiglom A3 ()8 olgahed 34
2 B =H PG A (S)S AEIGen o& ]
£9xA AVHE 24 A

]Ci"](H),
a2 (Ar)

(At off oo 2 2
O%Amlomom

A

P

(4, +4,)

lot
1
M

o

M

o
[n
H
oA
0x
"
1]
E

(@)

Sy

Bead Width (W)

&

Y
Bead Height (H)

Penetration (P)

¥

ﬂﬁ%QME

e

28Y

e

30v .

A

Fig. 2. Current and voltage waveforms measured
during welding.
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Fig. 3. Coutour plot of dilution anvcdlwspreadability as
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a function of welding voltage and current.
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