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Influence of Shielding Gases on Tandem GMA Welding
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Table 1 Welding condition.

Welding process Tandem-GMAW
Base metal SS400 t12mm
Wire YGWI11 ¢ 1.2mm
Welding position Flat (Bead on Plate)
Inter-wire distance 19mm
Welding speed 65cm/min
Pulse mode Stagger
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Table 2 Each electrode condition.

Leading Trailing
Current 320~330A 320~330A
Voltage 32~34V 32~34V
Shielding gases ~ Ar-10~30%CO,  Ar-10~30%CO,
Gas flow rate 25L/min 25L/min
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Fig. T Relationship between shielding gas composition
and spatter amount.
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(a) Leading: Ar-30%CO:
Trailing: Ar-30%CO:
Fig. 2 Comparison of spatter under welding.

D=6.41 mm

(a) Leading: Ar-30%CO2
Trailing: Ar-30%CO2

(b) Leading: Ar-30%CO2
Trailing: Ar-10% CO2

D=6.17 mm

(b) Leading: Ar-30%CO2
Trailing: Ar-10%CO2

Fig. 3 Comparison of cross-section and penetration.



