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TRANSACTIONS OF THE CHINA WELDING INSTITUTION
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Table 1 Basic process parameters
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Fig. 1 Drawing and real object of welding torch

2.2 8 mm & SUS304 ANEMIEREEIRIE
2.2.1 @RI

FMAR A HLIN AA-TIG L2 FIRE38 TIG KAy HL 5
TEHNE 2 s, B 2a h 3 Bl H ORISR 2% 111
VEHIR , 76 A AR RN T Ak =22 (eI kB e

(a) BB HE A AA-TIGKE LK

(b)TIG/E IR

2 EIEEXLE
Fig. 2 Comparison of Welding arc shape
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Fig. 3 Comparison of welding surface appearance
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Fig. 4 Influence of oxygen flowrate on weld appearance
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Fig. 5 Influence of tungsten electrode spacing on weld
appearance
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Fig. 6 Influence of arc length on weld appearance
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Fig. 7 Morphologies of tensile fracture of welded joint
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Fig. 8 Specimen of face bending testing
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Fig. 9 Weld penetration tested on 12 mm thickness plate
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