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Table 1 Material properties of A36 steel
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Fig.2 Schematic diagrams of weld pool convection in

normal and high speed GMAW processes
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Fig. 3 Numerical and experimental results in high speed
GMAW process at t=0.66 s
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Fig. 4 Temperature (K) field of weld pool at top view
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Fig. 5 High-speed photographys picture of weld pool
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