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Abstract

In this study, the effects of the current pulsing conditions on the spatter generation rate
during the CO, gas metal arc welding (GMAW) were investigated. Normally using the inverter
type power supply, of which the welding current waveform was regulated to reduce the spatter
generation rate, but in this study pulsing was imposed on the welding current. Observation of
the metal transfer phenomena during the pulsed current GMAW indicated that the droplet
transfer from the electrode via the short circuit transfer and the repelling transfer mode could be
minimized by selecting optimum combinations of pulsing parameters, which include base and
peak current, base and peak duration. It was also demonstrated in this study that proper
combinations of the pulsing parameters led to reduce generation of spatters during GMAW
shielded by CO, gas.
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Fig. 1 Schematic diagram of current wave for short
circuiting mode.
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