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A Study on Numerical Analysis about welding arc at alternate supply of welding gas
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Fig. 1 Schematic diagram of GMA
welding process using alternate supply of
shielding gas
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Table 2 Basic characteristics of shielding
gas
; . Ionization
A
Gas v °0H ] B_ohng Densntly energies
(vol.2) point('C) | (kg/m’)
(eV)
Ar 0.934 -189 1.784 15.76
He | 52x10° -2689 0.178 2456
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Table 3 Welding conditions employed in
simulation
Flow Welding | Welding
Suppl CTWD
Gas :aptli)oy rate (um) voltage Speed
(L/min) V) (cm/min)
ArHe | 33 1614 15 25V 0
Temperature Time 3 000E-O1s

1427E+04
1226E402
A e

Probe value

2.000E+01

14T4E+02

+0
§.00

(a) t = 0.30 sec

—~ 235 —

Average value
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Temperature Time 3.300E-01s
1 4ZTE G4 Probe vaiue
GagE | g 4.180E+02
Average vaiue
3873E+02

(b) t = 0.33 sec

Fig. 2 Temperature distribution of Ar

and He with alternate supply
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(a) t = 0.30 sec

Velocity Time 3.300E-01s
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(b) t = 0.33 sec
Fig. 3 Velocity distribution of Ar and He
with alternate supply
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