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Table 1 Basic process parameters
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Fig. 1 Drawing and real object of welding torch
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Fig. 2 Comparison of Welding arc shape
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Fig. 3 Comparison of welding surface appearance
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Fig. 4 Influence of oxygen flowrate on weld appearance
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Fig. 5 Influence of tungsten electrode spacing on weld

appearance
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Fig. 6 Influence of arc length on weld appearance
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Fig. 7 Morphologies of tensile fracture of welded joint
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Fig. 8 Specimen of face bending testing
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Fig. 9 Weld penetration tested on 12 mm thickness plate
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