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Fig. 2 Heat flux density of the actual heat input
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Fig. 4 Maximum temperature of molten pool and pulsed
current during P-MPAW ultrathin sheets. (a) maxi-
mum temperature of weld pool; (b) pulsed current
curve
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Fig. 5 Time dependent variation in maximum temper-
ature of molten pool with different pulse para-
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1.5 A/2.5 A, =1 Hz; (d) 4=50%, I,/I,=1 AI3 A,
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