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Overview of Research Methods for Narrow Gap TIG Welding Arc Characteristics
YANG Tao!, LI Xiao', LI Yuanbo? LI Guang'

(1. School of Material Science and Engineering, Xi'an Shiyou University, Xi'an 710065, China; 2. School of Material Science
and Engineering, Lanzhou Jiaotong University, Lanzhou 730070, China)

Abstract: As a high-efficiency welding technology, the narrow gap TIG welding method has wide application range in
industrial production processes. The research methods used in the narrow gap TIG welding arc characteristics were reviewed,
including numerical simulation research and experimental measurement. The influence of different welding process
parameters on the arc characteristics of narrow gap TIG welding was studied. Combining the respective advantages of the two

methods, more comprehensive research results can be obtained by experimental measurement and numerical simulation.
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Fig.1 AA-TIG welding arc pressure measurement system!'"
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Fig.2 Schematic diagram of self-made probe
measuring device!"®
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Fig.4 Physical field distribution of insulating fixed wall constraint ultra-narrow gap TIG welding arc
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