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Table 1 Welding conditions using Hot-wire

Hot wire welding

It (A) 95 135 180
Ve (V) 10
Iwire (A) 80

Wire feed speed (m/min) 1

Welding speed (cm/min) 7.731

Table 2 Welding conditions using Cold-wire

Cold wire welding

I (A) 95 135 180
Ve (V) 10
Iwire (A) 0

Wire feed speed (m/min) 1

Welding speed (cm/min) 7.731
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Fig.1 Welding equipment
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Hot Wire Method Cold Wire Method

I(TIG) = 95 A, I(Hot wire) = 80 A I(TIG) = 95 A
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Fig.2 Appearance of weld bead

Hot wire method Cold wire method
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Fig.3 Cross section




Vickers hardness, HV
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Fig.4 Graph of Vickers hardness test
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