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Fig. 2 Schematic of gas focusing plasma arc welding
torch
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Diagram of gas focusing plasma arc welding system
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Table 1 Welding parameters
BT Y EBRRIA R (mmmin ) BT O /(L min ) FAERRO/(Lomin ) BRI Qy/(L-min )
PAW 150 120 2.2 0 20
GF-PAW 150 120 2.2 1.5 20
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Fig. 3 Weld appearances
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Fig. 4 Cross section of weld
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Fig. 6 Thermal scanning temperature distribution of
PAW weld
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Fig. 8 Thermal scanning temperature distribution of GF-
PAW weld
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Fig. 9 Variation curve of arc voltage
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