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Schematic diagram of operating principles of com-
pensation shielding gas for welding seams

Fig. 1

BOT IR AL G R AR AP IR T 5, REBBAT fR
PR R T A I 7 o DB R FRRR A E T3



86 BB

E118 % 36 &

AER (1) GIANT A FUEAE O S e 3 AR
PEARAE T IR Wi R A B AR S5 7 0 o
NETRE. (2) FEK R FERCS R A R G —
FREE bR ks KR SE W B AL 2 VERE ) 1 = KR 4 T
(3) X T R B RN 5, AT L KRS el 48 iy o
WA LS BC L ), AR VL RE S 80T 1Y% 45 18
SETRAL T A BB S HE it

1 AR SO SRR TR 3R 22 WA S SRR
PRI IR IRy o B A PR AP SR R R TR R
MARSHERT LI, =38 73 Y96 £ A 38 % 045 ik ILAS .
e S N G F B AR IR AR 43, BRI 5 4% Bl
TEFIRAP AT B U 26 22 LSRR A A8 3G hn =3 <Ak
ATRIEITT, 30 B S (A KRR 3 A I ORI AR S
B%) FC SR (B AME DR 4P SR S %) SR T =
& YEINEL SRR 2 FERL ] R ] 3 0 SRR AR I
I AMEEDR AP S Sk M T 5 A R R 5 A L
TG A S AR TR R/ INAT ] 3 AT S Y R I
ARG ORI ARG TAR IO TSR <
RASE TG P AR B SAR 1, 3
SRS T A F AR . AR T IR R
BT, RAP RT3 AR Z LN SR R xS
EEERLIR L AUHLAS , 7 B =@ AR A .
A SRR A R R T A, R S B B 1
SRS KNSR B, C ARG Tl R S R R
. C ST BRI R 0T B A SRS, BN =E
BITTE C it H B AR 2 A ] A W, R
BRI R[5 AAMEE A IS I i 1. B 11D T B
B B TR N, R AR sl . &
M A I T L %) SO i I S R I
B b AN R T A ST R SE SRS T RS
SRR, AU IR X6 A K 45 31 114 445 158 R s 3t
BRI RAER], AT B AR 5E ST | £ v 7 4
i, i RRAEAME R SRR R 1T E
TP S R AP S A T (A T 2 T s AR AR IS S
Kl 2 .

2 RBEREHHN

TEFE 18-8 7 B [T AR A 85 SNV P Al A5 T 200K
By, KRR e S GE A H NS T CR £ | 8
A BRAMECR I SRR R AN SR EF B RS R — 5
(07 2, HEAT T R T2, A5 R POW-
ER PULSE- Il # & jii Bk op oCAR v 950, 30 3 22 2 80
KPR R 1) =347. 8 A WE{ERTIE] ¢ =8 ms, ik
LA IR 1, =217.4 A JE(ERFIA] ¢, =7 ms, I
AW

(b) 20 S A A g

B2 BExENEE
Fig.2 Some part reform figure
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Fig. 3 Instantaneous current waveforms after wavelet fil-
tration
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Fig. 5 Instantaneous currents after wavelet filtration
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Fig. 4 Comparison between seam sections resulted from
welding speed of 2 000 mm/min
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Fig. 6 Comparison between seam sections resulted from
different welding speeds and gas shielding
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