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Table 1 Basic experiment condition of pulsed GTAW with wire filler
Frequency  Base current Diameter of electrode Angle of electrode ~ Arclength  Flow of argon  Diameter of wire Dimensions
f/ Hz I/ A ¢/ mm 0¢) L/mm ¢q/(L'min~D D/ mm (mmX mmX mm)
1 30 3.0 30 3.0 8.0 0.8 280X 80X 2
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Fig. 1 Shape variation of weld pool during pulsed
GTAW with wire filler
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Fig. 3 Shape parameters definition of weld pool
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Fig. 4 Type identification of weld pool image
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Fig.5 Extracting edge points of weld pool image
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Fig. 6 Results of edges regression for weld pool



