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Examples of SAW machines
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Twin - arc welding

DC power
source

Copyright © 2006, =% http://weld.hit.edu.cn FNFELFHREFERZRE

Tandem arc Welding

DC power AC power
source source

‘ ~30mm ‘

4 Direction of welding
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« There are several ways to increase productivity further,
relative to single wire only:

— Twin-arc: Welding with two wires and one power
source.

— Tandem: Welding with two wires and two power
sources.

ain: Welding with the addition of metal powder.

— Cold wire: Welding with the addition of cold wire.
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A6 Twin arc

A6S W/Twin Arc Kit
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Tandem arc Welding

Twin pool - Travel speed limited by undercut
Very resistant to porosity and cracks
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A6 Tandem Subarc
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Iron Powder Feed Unit

Copyright © 2006, k=% http://weld.hit.edu.cn FVEELEFHREFESLRE

YR HH

Welding speed in m/h

Copyright © 2006, k=% http://weld.hit.edu.cn FVEELEFFREFE LR E

Iron Powder feed unit
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« Higher amperage gives deeper penetration

Higher voltage gives wider penetration. The arc length

gets extended.
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» Longer stick-out gives higher deposition rate, but also more

Deepest penetration with positive electrode. Normally, the
shallow penetration. pest p p Y,

welding machine is equipped with DC positive electrode.

At constant amperage, the penetration gets deeper with smaller
w w w - wire diameter, due to the higher current density.
+ Above: Penetration at different stick-out

« Right: Deposition rate at different stick-outs.

=32A/mm?
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Influence of wire angle Examples of incorrect weld joints

The wire angle influences both * Welding with too high current and / or too slow speed, results
penetration, the weld convexity, and in an incorrect cross - section. There is a big risk for cracking.
the tendency to undercutting.

Backhand gives high penetration,

narrow and high weld convexity, and

relatively high risk for undercutting.

Vertical welding gives normal values.
Forehand gives low penetration,
wide and low weld convexity, and
relatively slight risk for undercutting.

¢ Too high voltage can cause an incomplete penetration

Backhand Vertical ~ Forehand

Root defect
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