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Effect of Welding flux on the GMA weld bead
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Table 1 Welding conditions applied in this study.

Welding voltage 26~34V
Welding current 260A
Wire feeding rate 7m/min
Contact T1;(>-Ct%-\;]V ]S))rk Distance 22min
Shield gas pure Ar
Welding travel speed 300mm/min
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Fig. 2. Weld bead and cross section for welding
voltage. (Feldspar)
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Fig. 2. Weld bead and cross section for welding

voltage. (Talc)
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Fig. 2. Weld bead and cross section for welding

voltage.(Bentonite)
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