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Timnudemrualumsisn 2.1 nszuumsiyeunnytiane Iiinanuduazeoslane uanszuiums
wouinazinanTuduazeoelarzuniiga Shiclded Metal Arc Welding (SMAW), Flux-Cored Arc

Welding (FCAW) (18 Gas Metal Arc Welding (GMAW)

M15199 2.1 1aA3A1 Threshold Limit Values [15)]

Threshold Limit Values-8 Hour Time

Substance
Weighted Average

Aluminum metal and insoluble compounds 1 mg/ m’
Antimony and compounds, as Sb 0.5 mg/ m’
Arsenic and inorganic arsenis compounds, as As 0.01 mg/ m’ (A1)
Beryllium and compounds as Be 0.00005 mg/ m’ (A1)
Cadmium 0.01 mg/ m (A2)

Compounds, as Cd 0.002 mg/ m’ (A2)
Chromium and inorganic compounds, as Cr

Metal and Cr III compounds 0.5 mg/ m’ (A4)

Water-soluble Cr VI compounds 0.05 mg/ m’ (A1)

Insoluble Cr VI compounds 0.01 mg/ m’ (A1)
Cobalt and inorganic compounds, as Co 0.02 mg/ m’ (A3)
Iron Oxide 5 mg/ m’ (A4)
Lead and inorganic lead compounds, as Pb 0.05 mg/ m’ (A3)
Manganese and inorganic compounds, as Mn 0.2 mg/ m’ *
Nickel, as Ni

Elemental 1.5 mg/ m (A5)

Soluble inorganic compounds 0.1 mg/ m’ (Ad)

Insoluble compounds 0.2 mg/ m’ (A1)
Zinc oxide 2 mg/ m’

Al: Confirmed Human Carcinogen

A2: Suspected Human Carcinogen

A3: Confirmed Animal Carcinogen with Unknown Relevance to Humans
A4: Not Classifiable as a Human Carcinogen

AS: Not suspected as a Human Carcinogen

* ACGIH issued a notice of intended change — TLV may be lowered
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Metal Metal Oxygen
Droplet o Droplet @&
Liquid @ Liguid [ ] -o .
Metal Metal }[etl:ll Oxide
Cinders
Metal Alloy Droplet Expulsion Metal Alloy Droplet Expulsion and Oxidation
AB(l) = AB(s) AB() + 0:(g) = AB,O.(s)
. . Oxyzen
Oxygen Condensation
. @ Primary
Metal _=——a EEEp _ Metal Metal -—-..- @ Primary

Vapor /7, @ Orides Vapor /"'"‘\ - Metal

- @ Oxides
Liguid Liquid
Metal Metal

Metal Alloy
Evaporation/Condensation/Oxidation
(UnFractionated)

AB(v) 2 AB(D) + O1x(g) 2 A.B,0.,(5)

Metal Alloy Evaporation/Oxidation
(UnFractionated)
AB(v) + O:x(g) 2 A:B,0.(s)

Oxygen
Volatile Agglomerated

Volatile o
Element f"_"\ - Metal

Vapor = O Oxides @) o
Liquid
Metal @ (]

Elemental Volatization/Oxidation Agglomeration of Particles

(Fractionated) A.0,(s) + A:B,0,(s) = B:0,(A:B,0,)(s)
B(v) + 0,(2) < B,0,(s)

311 2.3 uaasna’lnmanaduazestlans [15)]
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Element in Fume, Wt %

30 40
Filler-Metal Specification, Wt %

311 2.4 151 Mn uag cr luatuduazeadlanzannizuIUNMIFOU SMAW [15)]
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Size Range Detection
Characterization Method Comments
(micron) Limit
Size Distributions
Impactors 0.1-20
Aerodyamic Paarticle Sizer 0.1-25
SEM 0.5-50
TEM 0.001 -1
Elemental Composition
X-ray fluorescence (XRF) Bulk 100 ppm *z2>10
Atomic avsorption spectroscopy Bulk 10 ppm z>10
SEM-XEDS 1-50 0.10% z>10
Wavelength dispersive spectroscopy (WDS) 1-50 0.10% z>4
TEM-XEDS 0.01-0.5 0.10% z>5
Secondary ion mass spectroscopy (AES) >5 10 ppm Light elements
Auger electron spectroscopy (AES) >0.1 0.10% z>3
X-ray photoelectron spectroscopy (XPS) >5 0.10%
Chemical Speciation
X-ray diffraction (XRD) Bulk
X-ray photoelectron spectroscopy (XPS) Bulk

TEM Selected area diffraction (SAD) 0.3
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minaasuilumsduiiumslumsiniizionsnmsinaniuazeoslans (Fume Generation
Rate) 1A 1daM51524nANATIIL AWS F1.2 dmfunszunmsFonuazaama o saste il
1. FCAW
® E71T-4
2. SMAW
® E6013
® E7016
® E7010
3. Plasma Cutting
msdeniinsanszuaumse q ety fnsenanmsdunszoumsilgunnluns
Founazdadmiumsnaauazgenthy samdanszuviunsaanandunssuaumsiiaduniuasess

=y { o Y] o ] I 1
TanzunludSandineausons9uld Smsunszuiuns GTAW Hunszurumsniaiy

9 1Y K 1 ° Aa
azaaﬂaﬁﬂﬂﬂimuaﬂ@gum%ﬂugﬂmmwmimw

3.1 Jagnl¥lumsnaass
£ Aq Y S o < v s .
Fununlglumsnaseuiluiagmanndinsuey (Mild Steel) ASTM A36 YUIAAINHU

Y
FUITU 9 mm llﬂ’JHJﬂ’SIN 300 mm 4aUAINNYI 300 mm

3.2 gunsaliililumsnaaes
3.2.1 n3euson v (sMAW)
3.2.2 nseuren Wi (FCAw)

3.2.3 Lﬂ%@ﬂﬁﬂ Plasma

e@e

3.2.4 mﬂﬂ’slu (Fume Hood)

ca

P o [ a [
ugUnsainlFlumsialSinasasimsinanuduazeoslane (Fume Generation Rate) Tuns
o A =2 9 Yo o £y o
naavs aagla 3.1 9 ldhnsUsulgedeaniuaainuasgiu AWS F1.2 (Laboratory Method for
Measuring Fume Generation Rate and Total Fume Emission of Welding and Allied Process) 95 A

Mmsdmiunisasinianiutazaiuduazesdlarz1nesau (Total Fume) Y09M15i%ouuag

A A D)
NISUIUNTTNINYIVDN
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319 3.1 §gan U (Fume hood)

3.2.5 1AT9I%9

I sAq Yo [ a ¥ Y o I A v adg a J =
L’]J‘N’Q‘l]ﬂiﬂ!ﬂi%ﬁTﬂiU’JﬂﬂﬁNTmuTﬂuﬂﬂlﬂﬂ?ﬂf}&ﬂulﬂiﬂﬂ%ﬂﬂlﬁﬂ‘ﬂif)uﬂﬁﬂ'ﬂﬂﬁzlf)ﬂﬂ 0.01

[

nN5W BWoN19N15A1 Ao G&G Electronic Scale 111000 9317l 3.2

a 4 42 o
gﬂ‘lfl 3.2 IATONWIUIHUN
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3.2.6 1n3eviausaaululih
I { @ [ { o y 4 1 4 4 v
WugdnsalldauseduliihvaziiinngewmielniiuiunTeuFeuauisoiie

useau IWdh ldauindesnsnselal 8en19n15A1 A Fluke 117 Digital Multimeter

3.2.7 Air Pump

I A o A Y 9 g =< [ ~
WunsesganssauguioganiuduazeoslTanz Idamisoassyu lutwnunsoseimano

U

A g v Yya ¥ Y A .
mua@,gmmu”lﬂ gNONIINITAT AD Crompton Induction Motor

3.2.8 Plate Movement
< A A < ] vy < ~
L‘ﬂulﬂﬁﬂ\‘liJE)GlL!ﬂ?iﬂﬂﬂﬂﬂﬂWﬁWM‘uﬂJ@\uﬁaﬂ‘VIﬂﬁf)‘Uﬂl‘ﬁﬁ"lllWSQﬁMullﬂﬂ’JEJﬂ’JﬂJliﬂﬂ\iﬂclu

4 o A
VYUSNNMINITLTDY

3.2.9 Pressure Drop Gauge
I P 9 . = o ~ @ Y ~
Wuginsainldnaaou Air Pump NiusauMINNENTITOgARTUAUazeRs Tans Tamaiui
3 8‘]_413}11&!1@13 37U AWS F1.2 (Laboratory Method for Measuring Fume Generation Rate and Total Fume
Emission of Welding and Allied Process) é}?ﬂszuﬂ?mmﬂﬁ”uﬂuamaﬂawﬂﬂﬂim (Total Fume) U®4

A A =~ o
ﬂ”ISLG])'ﬂiJLW@ﬁ'E)UmEJUQﬂﬂﬁm

3.2.10 IR ULAN

WugilnsaiilFlumssunanlumsiion

3.3 msaeuieugilnsel (Calibration)

o A Y v o2 w Yy A
1. ﬂ‘igﬂ@Uﬁjlﬂff]llléll'lﬂﬂﬁ'gﬂﬂi]ﬂhlmﬁu@ Plate Movement

@ v 9

2. 1sznev Blower Wnugganiudioneay

Y v Y A

Y
=Y a I
3. Glﬁ%mmuu Plate Movement Lléjﬁﬁﬂﬁﬂﬂj”ﬂﬂju AUIUOPlate Movement wuszey 76.2

L v
mm 1AgAToUFUIIU 1
Y

< a
4. @3AIMIHYUVDI Plate Movement 11111781 60 TU1T
3}_, 1 a e’d' EX d' [ dy
5. a5 1ueesn s lumsiden aqll
Y] Y
- aaslleuana 127 mm/s

- nszua'lvilh 225 A DCEP
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- ugagulih 24 v
- 14 Constant Voltage
[ [
- @313 IMaveIN1% CO, 10 - 12 liters/min
- Travel speed 6 mm/s
o . J [ A Y o =K ¥ o
6. %4 Filter NOUNMTI¥0N 1A UNAUIHUR
[
7. oemduaveonudlla Filter 831114 Fume Hood
o 3 1 [ a a 4 4 o o
8. htluanldidh luudgeniu daadadiieTiduauiham
a s A A A o A 9 [ a 4
9.  NAAIAKIATOUFONINOIINIFOUNITONAUNATINFHYU Plate Movement
A o A <3 2 Y a = Y KR a d
12. demmawoutasa 1919 30 Jui udratlaadas
. A o o sol o v X
13. 9909 Filter iN0MN15FINNUD Laziunnna
o 2% .2 4 y 2
14. MIAWATUADUN 7-10 F100 11 AT
~ o 9, I Y o g g}/ ~ o g o g’/
15. wlasuusadu Iniudlu 26 v uag 28 v udhsduneun 5-14 Tagiausaduaz 12 a5

d' V] d' Y o 1a KX o A ]
16. ie'laan laninmsaiuaa linu £10% awuiasgv eauiiunmsnaassae 11

3.4 MIVDNUVUNMTINAAB
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a 3 a IR @ A v 29 9Y o
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]
A A

wilsmuua (Parameters) TUMIANHUNTZUIUMTANAI LW IZ TNUDINTZUIUNIS maﬂ%’“lumq

v
a

A wa O A o = Aa 2 a o < @ ' A o 1w
TJQU@‘V]’JIITJ W‘lf’)ﬁﬂﬁf’)\‘]ﬂfo\ﬁ/]lﬂﬂsuu%531uﬂ1ﬂ@‘§161ﬁﬂ553~1 LASNINITINUAIDYININDIANIDATINIG

INANITUAZ DY lany

Aax < [ Y
341 3FMInaasunumMnIudvuazendlay

¥y

lunszurumsnaaedldimageunislddanniu (Fume Hood) #'latinisaautlasuiain

113314 AWS F1.2 (Laboratory Method for Measuring Fume Generation Rate and Total Fume Emission
9 ]
of Welding and Allied Process) ﬁﬂ?iﬁﬂﬁﬂllﬂﬂﬂi@ﬂ@?ﬂ?ﬁ (Filter) ‘]J'iL'Jﬂ!ﬁ?ﬂﬂﬂ%@ﬂﬁﬂﬂﬂ?ﬂLﬁﬂ%?ﬂ

Y
lumsaniuniuduazesslany Ueazideansae Uil

1. wseugganiumuinasgufmue

2. MAUAMINITNBTA UUIATOUYFON SMAW

AN Y

v 9 9
3. WIUINUN Filter pad ngﬂﬂuﬁﬂHWﬂuﬂ‘ﬂ g
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13.
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& %‘ o Lﬂ' d‘ [ [N A Lﬂ' d‘ 1 A 9Y o =K ’.f Y]
Fahminalaren gy lumumsmaey nazadaieuimIuMIAde nd1tiuinimin
14 Filter Pad Uugganii

Yy
Ta¥191a90Y Plate Movement
A A ] A A Jq ¥ I~ a ~
Fumarounsouilaadag 11 Plate Movement Hyiiluinan 60 U190

a a 4
Taa2a% Plate Movement

A Y

v Y '

U1 Filter Pad UBIHUTHUNTAININITNAADI ‘Uu‘ﬁﬂm‘ﬂ A
@ g @ d‘ = A Y
HFIUIHUNAIALBOY uazuuvmﬂm"lﬂ

A 5
1WasuNNGIVOI Plate Movement
o A y - Y o g
NMINMIFIFOY MUVUNDUN 7-11 ¥19N 11 AT

MuIuenTIMsnaniuduazosdlare (Fume Generation Rate, FGR) 91naun139 (3.1)

Final filter wt.—initial filter wt.

FGR (g/min) = 3.1

Test time
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a v a ¢ av
WaN1IIVYAL IAINITHNANTIIVY

41 WamsaaUgUNI0INaTA (Fume Hood)

¢ v

nouNzizNININAaeIMIonsIMItnanTuduazes lans a1y 92A09iin1g Calibration
sAq Y < 1 o 1 2 o ag @
ginsanldlumaiumaiuduazestlane mumasgIu AWS F1.2 §amnuadisnmisuazaiuls
1 s A { o
A199 Tuns Calibration glnsal ilenadounazlasumlaud laldglnsailinnuamsolumsly
Y a o Y Yy A Y A A gy
NUATIAWNIATFING DI AWS F1.2 sazawsoihunlflumsnaaesldnaigndesazione 14

A 1 9 =~ 1 d' 1A d‘
Wi@hliJ T@fmami‘vmammwmﬂammaau”lnmu 10% UDINITNN 4.1

A15199 4.1 u,ﬁmfhmmgmmi Calibration [7)]

Melt-off Rate FGR Weight of Fume/Weight of
Arc Volts Ib/hr | kg/hr | (z/min) Electrode Consumed , %
28 8.4 3.8 0.63 0.99
26 8.4 3.8 0.55 0.88
24 8.4 3.8 0.43 0.67

A o . . o ) ' g Y 3
1110711n13 Calibration mwAusluaswisdumuIaIgIL wunglnsasnlslunsnua
Y] g’/ da/ =\ ] 1 I 9 1
atuduazeoslanzlunisnaaseniadl Twaniinaassoglurrsanuilullldvesniniiy
A I o 1 = [ PR o .3 dy o Y
aaaaou 10% i ldawunasgiuainan Jsasdwai gunsainvavuiiansoiunldlums
naaold laslinagndos mind uaziedio 1d 391duansnmanis Calibration a1

~
MITNN 4.2

M13719% 4.2 8951M3NAATUHUAz 099112915 Calibration

Current FGR (g/min) Farannuihldld | FGr (g/min)

Arc Volts /
(Amp) MUIATFIU Max Min nla
28 225 0.63 0.73 0.53 0.634
26 225 0.55 0.65 0.45 0.511
24 225 0.43 0.53 0.33 0.424
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A saq I < = o
woegnsainlFlumsnassuiluliawuiasgiu AWS F1.2 Beawnsaihnisnaassluns

< 1w a @ 1 1
AUABATINTNAATHAZEDYTaNZIINNTZUIUMTAN 9 @D 1)

4.2 Flux Cored wire Arc Welding (FCAW)
4 4 v d ] i a

TumsnaassmsFoudlonszuaumadon ldvdnd (FCAW) vzlimsnaassdosriionisan
¥ o a o o ad ' a Y
nIgasIMananivazesdlane laona i uazwansznuvealsziandianlasanensiianinaoed
Tane

ad
42.1 Uszanoanlasa (Electrode Types)
,;‘ o a <K o a @ ad A Y a
MINABBINININITNITUIDIBATININAATHAZ 003 JansYIBLan InTANNINNEHEA 2 518
: . . 2

Tagiieni1 Electrode A 11ag Electrode B ttazyiiminaasinioladuuunisote Touriilane (Transfer

Modes) 2 UV A0 1UVARDT (Short Circuit) HAZUVUAZODI (Spray)

M350 4.3 9A31M3NeAITUHUAz 009 1anza1N Electrode A

Electrode type FGR (g/min) W (before) W2 (after) Time (sec)

short[a] 0.11 30.31 30.42 60
short[a] 0.13 37.29 37.42 60
short[a] 0.14 46.12 46.26 60
spray|a] 0.1 25.39 25.49 60
spray[a] 0.06 27.31 27.37 60
sprayla] 0.07 31.64 31.71 60

M13°199 4.4 B031M3INAATUAUAZ D9 1a1EIn Electrode B

Electrode type FGR (g/min) W (before) W2 (after) Time (sec)

short[b] 0.15 24.29 24.44 60
short[b] 0.17 33.04 33.21 60
short[b] 0.15 27.46 27.61 60
spray[b] 0.1 31.56 31.66 60
spray[b] 0.12 35.24 35.36 60
spray[b] 0.09 35.26 35.35 60
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(% a (% Aaad 1 @ H
9A31MSINANIUALDD4 larz1noian Iasauaaslsennuanand a13199N 4.3 uay
{ o a an a 4
3199 4.4 tazyimaSeumsulumaanadienmsinszianuulsdsiu (aANova) lawa
= 1 (% d' gl.l dy = 1 g‘./

HAAIDINNNLANANAIZUN 4. 1 NI 1BazREAuAAIUBNAITNITIHEUNT 3NN TZANUD
ad 1 g = 1 3 a [ ]
aranasauazluumsaeloninlansinadeonsimsinaniuazeodlav Tasnisaie oy

az004 (Spray) 3218a31M3AAATUY Hosn1n15018 TeUIUVEAI9T (Short Circuit)

3
S 0.07583 0.10417
7]
Q
©
(@)
=
3]
»
C
©
|_
&_9) 0.1275 0.15583

A Electrode Type B

A =t [ a [ adg 1
319 4. 1 vaaamsnfSeumeusanmsinaaiuazesd Tarznnadn lasauazluvumsnis Tou
422  oanmsinaniuazesdlanylasna 1l mageudradanasgiv)

waannd lasiinsdsulssdaaniunazaeuiiou 1w lndifesnuuasgiu AWS F1.2 uda 39

q
P4

[ [ v d’ a <K Y o o < d' v
MMsianiuazend lanzinauuanNnszuIUms FCAW lagleaudsmuuana il hl‘]J'i/]!fVi3J1$f3fllﬂ‘1J

Y v
FUNUMDI1 TANaAINIT 19N 4.5

M3199 4.5 sasimananiuduazeod anz Tagna 1

AVG Before AVG After AVG after - AVG Before
1 27.693 28.303 0.610
2 28.243 28.803 0.560

3 27.853 28.433 0.580
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4.3 Shield Metal Arc Welding (SMAW)
v w a @ A aw dy 9 A
N153A0ATINSINAAIUAZ 004 1a1ZINNTEUIUNSITON SMAW  Tun153901 IFalalen
[ Y
(Welding Electrode) ¥1a181/521a% $9dananoons1nsnaniudg uanaenueen ldall
43.1 E6013
4 g I 4 { @ o
aralounsail Hansweniy (Flux) Usziang Ind Rutile) iuararennldlaonaldions

MInanIue wolszunar aauaaslunisan 4.6

M0 4.6 daTManan TuduazessTanzaINnIzuIUNMs SMAW @20a98 E6013

AVG Before AVG After AVG after - AVG Before
1 28.200 28.727 0.527
2 30.563 31.093 0.530
3 30.093 30.607 0.513
432 E7016

A o v a . Yo A Ay o
a’Jﬂlﬂf@uTJ53Lﬂﬂuuﬁ’]iwaﬂﬂﬂﬂﬁglﬂﬂl;uaﬂ (Basw) Gl“])'ﬁ’]wfl"]_lﬂ’]il%@il‘ﬂ@@\clﬂ'ﬁhlaiﬂﬁlfﬂu@']

v

a 9 d’ dald a [ d' Zy [ d‘
T@ﬂﬂﬂmga’m’mwauﬂizmﬂuu AIIMTINANTUD NN AduaAd A5 19N 4.7

M15199 4.7 BasIMaNan Iuiuazeod Tanz 1NNz UIUMT SMAW 328879 E7016

AVG Before AVG After AVG after - AVG Before
1 28.263 28.490 0.227
2 31.007 31.247 0.240
3 28.417 28.637 0.220
433 E7010

M13199 4.8 s IMaNanuduazesd Tanz 1NNz VIUMT SMAW §28879 E7010

AVG Before AVG After AVG after - AVG Before
1 29.423 30.193 0.770
2 28.987 29.783 0.797
3 28.240 29.020 0.780
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9 @ Sy @ = . A 2 g Ay
FIMITUVNUNADINITONTINITHADNAN (Penetration) a adareulsznniuiunaeinis
] < = (% 1 a Aa (A A Y
@fJ'Nulﬁﬂ@ﬂiJ ﬂ']ﬁ?ia’énJaﬂ@NﬂaW'Jlﬂﬂ‘I]WﬂﬂWﬁVIiJﬂﬁiﬂﬂ‘!ll%Tﬂﬁl‘ﬂuﬂﬁ;{\? ﬂ1ﬂﬁ"li‘1/\lf)ﬂ1j1]‘ﬂi$m°ﬂ

A YA o a [ A [T A
L“Kﬁgjaﬁ (Cellulose) nlnioasIMsnanIuAa nga aaaadluasen 4.8

4.4 Gas Metal Arc Welding (GMAW)

@

dmsumsiasanmaiantud lunszuauns oMaw 1dsuiiuisefeguuumsdieTewh
Tangfidwwadesasimsinanug saaalunsied 4.9 dermsinszinnunlslsiu (ANOVA)
nugduuumsdieTewirTanzdenadesasinisinaniua ediifediiay TasnsaieTounuy
82995 (Short Circuit) NOATINITINAATU ﬁaﬂﬁq@ naziiuauludiuvesnisaelounuuven

(Globular) 115N 3018 ToUNDUAL D0 (Spray) HOATIMTINAAIUD gaga aaaadlugili 4.2

0.28

0.24 -

0.2

0.16

FGR LS Means

0.12 T T
Globular Short Spray

Transfer Mode

d' = Q.I a % 1
g‘ﬂ‘ﬂ 4.2 LLﬁF‘Nﬂ”I5Lﬂ%ﬂﬂlﬂﬂﬂ@@]i”lﬂﬁlﬂﬂﬂ’)ﬂﬁ%@ﬂﬁiﬁﬁzmﬂgﬂlmﬂﬂﬁﬂTﬂIﬂu
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M3 4.9 waveaguuumsme Teudesnsimsinaniuduazoodlans lunszuIums GMAW

Transfer Mode FGR (g/min) W (before) W2 (after) | Time (sec)

Short 0.17 29.85 30.02 60
Short 0.18 33.26 33.44 60
Short 0.16 30.99 31.15 60
Short 0.14 28.15 28.29 60
Globular 0.25 3493 35.18 60
Globular 0.19 37.49 37.68 60
Globular 0.23 37.54 37.77 60
Globular 0.17 23.1 23.27 60
Globular 0.23 28.95 29.18 60
Globular 0.22 40.71 40.93 60
Spray 0.43 38.54 38.97 60
Spray 0.26 29.73 29.99 60
Spray 0.22 36.98 372 60
Spray 0.43 38.54 38.97 60
Spray 0.24 3791 38.15 60
Spray 0.25 38.3 38.55 60
Spray 0.22 30.3 30.52 60

4.5 Plasma Cutting
9 )
AMTUNTZUIUMIAA WIITUURWIZNTZUIUNT Plasma Cutting 1111 11999 10AAATU
{ { 1 o a o 1 1 1 I 2 {
wniiga Taouaaaluasiei 4.10 nuNdasIMsnanuzeg1ur19 0.4 — 0.5 g/min o819 5N F90
@ 9}3’; I = 9 A a é’ 1 3’/ & = @ dyd
asavia lanuiluiisenivazesslaneiinavumniu e lumsnsaivesmsdanszuaumsil Juia
A @ Y J 1 A A a [ A 1
Yo4TansNgnAanlueanuIAIY LAZITTINAABANUITIINILINATUATIBYT2NNDY ) 19U N130IN

WO ‘19



M50 4.10 O IMIAanTUAvaz e lane 1UNIZUIUNT Plasma Cutting

Plasma Arc Cutting AVG Before AVG After AVG after - AVG Before
1 30.930 31.407 0.477
2 32.257 32.680 0.423
3 29.657 30.117 0.460
4 30.930 31.427 0.497
5 31.097 31.590 0.493
6 32.710 33.163 0.453
7 30.583 31.067 0.483
8 28.580 29.020 0.440
9 27.843 28.320 0.477
10 31.017 31.473 0.457

4.6 myfsaumgudnsimsnanivazesdanzanNnIzUIUMIAG q
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il i M v
ATTUIUMITIHONLALAATILTENOUAIY FCAW, SMAW, 11ag Plasma Cutting (M13ui 1951

(%] =) % a = 1 /—ﬂy td' =) =%
MIUAAINAYDIONIINMINAAITUAz 0 TanzmaSseumanludinil Tasuaaslugdn 4.3 Usuaadu

A a ag Y A A a
az0041anzNINATUIINNTZUIUNT SMAW mamm%nﬂszmmmagiaﬁ (E7010) ¥96131015tNA

Y a = A a Ao a o o
AU FINGA Tuvaznararondszanudn (E7016) ¥DO131N15NAAIUC aga

#M5UNTLUIUMST Plasma Cutting 1oz FCAW Heasimstnaaiug ludsuailndifesnu

A A = Y ] = v W A J 2 Ao
IUBDINNTEUIUNTIBON FCAW Nﬁ’liW@ﬂﬁNl%uLﬂﬂjﬂuﬂﬂaﬂﬂL%@Nﬂi&;ﬂﬂgqﬂa (E6013) AN

a @ Y v A o A 9 v ' Y a J &
NITLNANIUA Glﬂammnu Lllmmﬂﬁlﬂ)’ﬂnﬁﬁw’E]ﬂ‘kj3Ji]$’dfﬂﬂ@l’)ﬂaWﬂﬁdwaﬁlfﬁlﬂ@’E]\iﬂﬂ‘i$ﬂ’f]1j1/iuxiﬁll’f]\1

AUAZD04 Ivay

] ' y
Tudauved Plasma Cutting 1Hee91nlidasimsinanudeunge i ldsuaulanzvaoy

Y 9
asa1y muaxeawaﬂammmm%qmﬂ%umﬂ i’JiJﬁ\iﬂTiLﬂ@ﬂTil,mﬂGI’Jﬂl’f]\i’fﬂﬂ?ﬁﬁl,uﬂil’lmi’f]UﬂTN

° Y a Z ] ~ v o a 4 ) )
Vnclﬂlﬂﬂul’f]ﬂ’f]un']ﬂ(’“u Wi’f]iﬁ/ﬁ]g%Uﬂﬂa$’f]’f)\‘liaW$Lﬂ@HJUﬂjuagaaﬁiawgn'lﬂmuuulaﬁ
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