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Fig. 1 Welding operator
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Fig. 3 Effect of hot wire current on the wire feeding
speed range of filled welding wire
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Fig. 4 Effect of dry extension of filler wire on the wire
feeding speed range of filler wire
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Fig. 5 Effect of welding wire spacing on the wire feeding
speed range of filled welding wire
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Fig. 6 Effect of main arc current and voltage on the wire
feeding speed range of filled welding wire
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Fig. 7 Relationship between deposition rate and weld-
ing current
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