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TRANSACTIONS OF THE CHINA WELDING INSTITUTION
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Schematic diagram of swing arc narrow gap weld-
ing
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Fig. 2 Diagram of high-speed camera and welding electri-
cal signal collection system
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Table 1 Parameters of welding condition
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Fig. 3 Droplet transfer of non-swing arc narrow gap weld-
ing
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Fig. 4 Droplet transfer of swing arc narrow gap welding
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Fig. 5 Droplet diameter and transfer frequency in one

swing period
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Fig. 6 Welding current in narrow gap welding
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Fig. 7 Arc shape and arc length in one swing period
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Fig. 8 Droplet transfer at different wire feed rates
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Fig. 9 Influence of wire feed rate on droplet transfer fre-
quency (v=200 mm/min; U=26 V;ax =46°;0, =
216°/s;d=13 mm)
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Fig. 10 Influence of swing speed on droplet transfer fre-
quency (v, =6 m/min; v =200 mm/min; U =26
V;x =46°;d=13 mm)
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Fig. 12 Welding current with different swing angles
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