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STUDY ON SPLASH OF TWIN ELECTRODE SINGLE ARC WELDING

Shandong Architecture Engineer College ~ Luo Hui
Shandong University Zou Zengda, Wang Xinhong, Qu Shiyao, Wang Yufu

Abstract The effects of transfer shape about droplet, stress of droplet, gap between twin electrode, barrel form and motion
manner of electrodes on splash factors of twin electrode single arc welding were studied by the high ~ speed photographs.
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