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A Study on Parameters for Judgment of Matal Transfer Mode in GMAW
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Table 1 Welding condition used in experiment

ffelding Mixtures of | CTWD'

current(4) Ar%/C0s% (mm)
100/0

% ¥elding speed Welding Wire
|
|
!
| 80/20 }
I
i

(mm/min) voltage(V) type

60/40
160 0/60 15
20780
: 0/100 !
! 10070 :
80720
| 60/40
240 /80 15
; 20/80 i
| 0/100
L 100/0
i 80/20
' 60/40 ;
260 e ] 15 !

. 20/80

N 0/100

! 100/0

! 80/20

60/40

280 10760 15 360 27-31 YGK15
20/80
] 0/100
I 100/0
80720
60740 .
300 10760 15 360 28-32 YGY15
20/80
0/100

CT¥D: Contact Tip to Work Distance(mm)

360 20 YGW15

360 24-28 YGW15

360 26-30 YGW15
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Fig. 1 Wave form of typical welding current and arc voltage in 1604, 20V,
20%Ar/80%C0; gas.
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Fig. 2 Wave form of typical welding current and arc voltage in 3004, 30V, 0%Ar/100CO.

gas.
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Fig. 3 Wave form of typical welding current and arc voltage in 280A, 28V,
80%Ar/20%4C02 gas.
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