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Fig.2 Mesh model
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Table 1 Boundary conditions of TIG arc
PIL Y B w/ (mes ") Pl o/ (mes™") R T/K LR

AB 0 dv/or =0 aT/ar=0 dp/9r =0

BC ou/or =0 aw/or=0 6 000 0

CD du/9r =0 v/ ar =0 1 000 dp/or =0

DE uy 0 1 000 a@/ar =0

EF 0 0 1 000 a@/ar =0

FA 0 0 3 000 -0 ( 3¢/ 0z) = I/mr?

2 BUERE M

TR R T 2280k A SRR G S 14
5, BRS BN %, SR B 40 oy 100
F150 A48 B A2 3.2 mm, 3PS 48K 499. 99% [
AR, T 10 L/min, fd IR Flu-
ent, il 13 UDF (user define function) ¥l T £7& SZ bR
S O 30 B AP AN IO, F5-38 5 UDS (user de-
fine scalar) Y M L IESE VTR 6 H HABERY TIG
SRHUIIAT AT TR, TS T Z4EAk AR
F N A R FL R ) AR H R R TR AT T R
T 7 A 7 0 53 A KL
2.1 ERZEEXNBEINEESS M

& 3 NASTR] L 3 R A TIG K5 el 9 3 3 20 A
ATLLE Y R AR 1Y TIG 5 e I 52 2 i Y ) A e

TR A, PEFE AT B AR DX 8, A I B8 5 8] e R
IR PR R A I LT A A A A T 1 Y O Bl
). R AR W AR R & A g
T A 2 14 153 S 1 K B0 B 5, 1) T A Bl S |

e ek ek B D D)

SCASEAREERRR2 220258

RETK

3 BIlEESH=E
Fig. 3 Distribution of arc temperature
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Fig. 4 Axial temperature distribution
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Fig. 5 Comparison of thermophysical parameters of argon
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