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Fig.1 Appearance of weld
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Fig.2 Penetration of weld
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Fig.3 Microstructure of weld
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Tab.2 Mechanical properties of weld

Wik PLAER L/ MPa B/ (°)
A-TIG 1680 48
TIG 1600 52
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Fig.4 Effect of coating quantity on weld formation
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Fig.5 Effect of welding current on weld formation
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Fig.6 Effect of welding voltage on weld formation
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Fig.7 Effect of weld;';ng speed on weld formation
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