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Fig.1 Automatic welding machine track

for all position welding

[ 2 JRATER /DT SRS A | R
MER I M1 2 ARG L, M 3 R,
W4 REERE, O | EEIBIHAL . BEH 1 BN
R AR ERBEH, B 2 BRI PLEMRURR
B B BEH

M2 IEEhNFESHENAEE

Fig.2 Connection of track and moving carriage
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Fig.3 Circuit diagram for tracing and weaving control
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Fig.4 Count and contro] stop weave sequence
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Table 2 Welding parameter for automatic welding machine in all position

Welding Welding Welding ~ Wire diameter Shielding Control Welding current  Welding voltage ~ Welding speed
carriage source material ¢/mm gas mode I7A usv v/(m-h"")
Automatic . DC 400 Flux core Weari
- cavin
welding wire E70T - 1 1.2 100% €O, & 120 ~ 160 22 ~25 4.5~6
Lincon control
tractor Lincon
Automatic . .
P5000 HO8Mn2SiA 809% Ar +20% Tracing
welding 1.2 . 140 ~ 160 23 ~24 5~6
kenbiter wire ( China} Co, control
tractor
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it K ,2000.
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