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Development of Welding Consumables for GMAW and FCAW

Tea-Hoon Kim, Yoon-Sang Lee and Woo-Hyun Chung
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Plate thickness:22mmt
Heat input:40kJ/cm
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Welding method : Pulse GMAW, Plates : SPCC 3.2t
Shielding gas : 80%Ar + 20%CO. Mixing

Welding condition : 230A-24V-100cm/min
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