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Fig. 1 Schematic of ultrasonic assisted GMAW system

2 REEREG M

21 BELETA

Kl 2 %38 GMAW ., % 22 8 75 4 Bl GMAW
Sk b e 4 B GMAW Je 1o i 5o A i s A I
R ONE AT LUE Y, 5% 2L 5 kol
GMAW J5 % Pt R () rh i R i U A T I I
(Y HE 4R . 302 R Ry 8 75 i S oy 5 B Z [T B T —
AR BB 1, 75 S AR BERE S ] i 45
TR, SO S0 B A B TR 3] T 46 1
YER. BUE AR R4, 68 5 IndE ol S X i
T TE VAT SRy A B A S A T eV SR T ) — R
VT W7 24 1) RV W 2 T it A e 1) g v D[] v
AILUE Y, 30 GMAW %6 #ad J JRH 200 173 fps
(R 86.5 ms), LM Bl GMAW % [# 1:5 J J& 14
27 158 fps(BF 79 ms), Jik vl 75 4l Bl GMAW
P P JE I 29 Ry 153 fps(RIF 76.5 ms). A 1Y 51 A
B B455 T GMAW 5 A T 1o P AR, b ik
R VR LS A T Sl 5 . Sk [7] DP9 T i
SL P RS AR L AT O RSN, A R R Y

(a) EiE GMAW 5t i

(b) HEEB D) GMAW 48 i I

(c) Mkl B GMAW S 3 I

B2 GMAW EiitiEEE (2 000 fps/s)
Fig. 2 Process of GMAW short circuit transfer. (a) tradit-

ional GMAW; (b) continuous ultrasonic assisted
GMAW; (c) pulsed ultrasonic assisted GMAW
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Fig. 3 Current signals of short circuit transfer. (a) tradit-
ional GMAW; (b) continuous ultrasonic assisted
GMAW; (c) pulsed ultrasonic assisted GMAW
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Fig. 4 Weld appearance. (a) traditional GMAW; (b) con-
tinuous ultrasonic assisted GMAW; (c) pulsed
ultrasonic assisted GMAW
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