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High speed GMAW system with external magnetic
field
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Fig. 2 Action principle of external electromagnetic field

ISRl Q2358 AIRAR MK, )R H A% Sk 200
mm x50 mm x3 mm. [F2%-5 K ER50-6, H EH 1%
1.2 mm. i HGRAPSAR IS R 92% Ar +8% CO,,
SMHFEA 20 L/min. FEE T ZS80E 1 k.

k1 BEIZSH
Table 1 Welding parameters
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Fig. 3 Schematic diagram of magnetic field generator
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Fig. 4 Installation location diagram of magnet
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Fig. 5 Measurement schematic of magnetic flux density
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Fig. 6 Effect of air-gap distance h on magnetic flux densi-

ty distribution
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Fig. 7 Effect of excitation current on magnetic flux density

distribution
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Fig. 8 Effect of external magnetic field on weld bead

shape
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