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Fig.'5 Schematic of arc pressure analysis
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Fig. 6 Influence of current on distribution of coupling arc
electrode TIG welding arc pressure
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Fig. 7 Influence of arc length on distribution of coupling
arc electrode TIG welding arc pressure
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Fig. 8 Influence of L, on distribution of coupling arc elec-
trode TIG welding arc pressure
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Fig. 9 Influence of electrode gap width on distribution of
coupling arc electrode TIG welding arc pressure
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Fig. 10 Influence of electrode diameter on distribution of
coupling arc electrode TIG welding arc pressure
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