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Fig. 2 Cross section of weld bead with PTAW.
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Fig. 3 Hlustration of Hot-wire GTAW system.
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Fig. 6 Cross section of weld bead (analysis).
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Fig. 9 Cross section of weld bead (analysis)



Fig. 2 Cross section of bead with PTAW.
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Fig. 3 Mustration of Hot-wire GTAW system.




