syt (Fabrication)
awew (Welder) - 7w arg s afesw

v 2.2.71 & =tE e

GMAW # =tw 3w =it SMAW wiiw & v i sigwant &1 g (Advantages,
disadvantages of GMAW over SMAW process and applications)
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gitwat (Disadvantages)

afeT U wE &

T gar fywew aRefea i@ & gaa Jare § Tt Sare HIAT
& gafiy e AT # GMAW &7 9T &1 &% |

FTIT (Applications) : 38 ST T ST FH1a e, AT
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syt (Fabrication)
awe¥ (Welder) - i® og s afe

v 2.2.72 & g=RE e

GMAW #% wiww (Process variables of GMAW)

IGAW ¢ IH S F A § AT (Eirtad w1 w A g
* CO, Af&T # fFR R F 1 TFR T@TY

¢ CO, afew & forg et s afedT deniiew & #+X SR a9y
* CO, afesT s #1 STaT Fea w9 afesT ghrar # awsen |

afwr gk dvwfieT (GMA welding process param-

eters/variables)

feraferfra araeet :t GMAW/CO, afes it afedar sfsberm & wrat
ST @FaT |

TAFEIS MTHIY
AT G A I
T At

fees atrse
afesTr aistioe
sffesT A\
gad &fis
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zawiE (Electrode) : 3w fad ST amelt &g &1 #ers & forg
I R v AT oY o ferfa F afr forar st & s sw=r
Fh g GO 9T R ST 2 |

TAFEIS AT HT ATAAT FET ST AMRY & & AT enget F
I famm o =T 2

A aEX &8 & 0.8 mm, 1.0 mm, 1.2 mm, 1.6 mm ¥
2.4 mmel

afem #T (Welding current) : a@X #ig &t i Fe &
=T AT | ST STET AT AT & AT FH AT TATET e
T ST 36T ST Tt & | T o T8 J3el & forg famm Aterg
% afedr g i AT 3aT | T g FLE A A AAeI &
forg Fe IToa et wTfey o gad Srevhe AT gor 1 i T
STaT 2 1 (gmaw) AfET &t aFerar gadgre @ T 91X 3= #ie
THF FF & |

GMA afesT &Y a%elar goaaie 9T J= 8T qea %1 THI,
T HO 2| e WFIT I AT STeT 49 47 mar &

TER i 5a o gtar © A faga awr off fe gl

FAE HA-ET AT BT F AR 2T &

CO, 3R # amaR W X 1 | (Je A« Raman mw 7)
IR T T, m/min]

TR A™ (mm)

o TR ATHA (28 - 32 V)

T FRTHRT sdw (16-22 V)

0.8 5.0-15(150-250 amps 2.5-7.5(60-160 amps)
1.2 5.0-15(200-350 amps) 2.0-3.8(100-175amps)
1.6 5.0-8.8(350-500 amps) 1.5-2.0(120-180amps)

T SR (Arc voltage) : 3feT wfikm # uF aga #t weaqut
& g w9 § FIF I€ 3 & SIET GTIcle ST w1 HF &F Hf
THTIAA F¥ah GTq SR & TH HI (A FAT & | 3Tk qieesy
FHT ST &g 1 AIETS, SIS HT THY, TATEIS H aA1EE AT ATHT
T 7 9 AR Far 2|

oo & forw g Ay fxfaat &1 s &1 daer dev wr |

Tk afesw #Y ofig (Arc travel speed) : I ae vl & e
T Tgd &1 ffiae 3¢ X qF AT € AT & Af i T AER
T Tgere &t woTfad FXar g1 FfT ek & wfy w9 & v
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AT 3c I aS ST FT 81 AT & | SHH-S8 A1 3 1A a9 AT
& aTT &1 AT FT I HH & AT & | Tqh TRUTHEET T iger
# T o7 ST | ST ATAT A Al A S | A fie F @™
ST Fe AT BT & FAT(H (b Hea agd Ao AT | fuifore
BiaT & A fhee fed agd feT Hed 56 ST & & 931 &
forg st 7t &1

&= srse (Stick out) : 7E @UH g9 & Iid A ToFGE T
% = g9 21 (Fig 1)
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FH AT 9F o< | SHAS ARMF 1 ITAN FLH FY Tbct &
(Fig 2) ® gitar & 7 &oT &1 10 & 15 & g & AT &
FATE TG ST © |
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syt (Fabrication)
awe¥ (Welder) - i® og s afe

v 2.2.73 & g=RE e

GMAW # uig zwwe & v (Modes of metal transfer in GMAW)

IgAYT : T IS F ofd # v fwAforfad & # A

* CO,afw # faftm v & og giawe & aR | aweret s awor #%i |

Hed giaw & e (Types of metal transfer) : GMAW/CO,
FfeeT wfokaT # dce Hed & goagie AT & Farang & fafsm ade
T wEERd fFar Sar @ st mer 72 et @ Fad
faferfaa == fafeen @1 ST e & awtET €1 &
ST &

— o g

~ A FTHH

— 9é afde ar Rw giaw
— T T

T T & AT THR SAT & 98 IAFEIS a1 H ATHE Hee
A, AT qreest AT Al g1g T AT Far 2|

B T (Spray transfer) : & gH®Y # ToFgiE a9 & qgd
HEH gaT &l AT & ATEAN & THIE & forg 3aagle & 3 & asir
& grer Sar g1 (Fig 1) & g & for S=v #de a9a &t
ATT9IHAT BT 21 (28 to 32V)
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Vi HTE SIETT H ST a<el & ITANT ST

o Y H eTHar

| I WAT ATl qTAY SN A ATIHAT

i Iee TSI Fe gioed fhoe a% difda &

ii I agd afow 7S &

v 3EE W W § Iedes de fwadt & o oo sifes
HHT & ST Bl 2 |

TR FTHEY (Globular transfer) : 38 g # %ad o a1
F T HHS T FLE YeAT T ZTAGL (6T SATAT & A6 5 gar
F &TE FYE TeAT T ZEHY AT AT €| I8 ZHEH a9 eiav &
S AT F¥e FA BAT & | FEAT Aeest I 23 T 27 qhee 2|
(Fig2)
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31T USAE TAFEIE F ged & T8t dcs IS &l AT & | A A

F AT AT 1T & | 3HAT Aeest I 16 & 22 qtee & | T© AfAF
AT & el el 3t afesT w2 @& &1 (Fig 3)

7% ATUF F TTAF AT & TaAer STTHAT B AfeT A ATATA
Zar €, o oot ferfaat @ afew & forw s g 21
«aT & g@®Y (Pulsed spray transfer) (Fig 4)
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