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Effect of Longitudinal Intermittent Alternative Magnetic Field

on Weld Formation in Tungsten Inert-Gas Arc Welding
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[ ABSTRACT] This article introduces weld for-

mation of low carbon steel, stainless steel and Al alloy
by TIG welding in longitudinal intermittent alternanive
magnetic field. Through large number of technological
experiments and measurements of macroscopic weld pa-
rameters, rules of the effect of applied magnetic field on
the weld formation in TIG welding have heen discov-
ered. The experiments show that welding velocity and
welding current of TIG welding in applied magnetic
field also effect weld formation.
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Fig.1 Sketch of welding equipment
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Weld face formation
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Fig.3 Relationship between weld width W

and magnetic induction intensity B
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and magnetic induction intensity B
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Fig.5 Relationship between weld width W

and magnetic field frequency f
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Fig.6 Relationship between weld depth D

and magnetic field frequency f
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7 Relationship between weld width W

and welding velocity v
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