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Fig. 1 Schematic diagram of the test device
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Fig. 2 Effect of copper vapor on arc morphology under external DC magnetic field. (a) 0%Cu; (b) 10%Cu; (c) 20%Cu;

(d) 30%Cu
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Fig. 4 Effect of copper vapor on arc pressure under
external DC magnetic field. (a) 0%Cu; (b)
10%Cu; (c) 20%Cu; (d) 30%Cu
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Fig. 5 Effect of copper vapor on surface current density

of anode under external DC magnetic field. (a)
0%Cu; (b) 10%Cu; (c) 20%Cu; (d) 30%Cu
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