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Schematic of welding torch in rotating arc welding
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Fig. 2 Schematic of site selection in Vickers hardness test
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Fig. 3 Weld bead at different rotation frequency
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Fig. 5 Effect of rotation frequency on section area of weld
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Fig. 6 Microstructure in fusion lines of 70 r/min
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Fig. 7 Micro-hardness of different rotation frequency
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Fig. 8 Weld bead at different welding speed
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Fig. 10 Effect of welding speed on section area of weld
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Fig. 12 Micro-hardness at different welding speed
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