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Electrode Fig. 1 \%@

HAMIZ 2K D 0. 4amBEOL KM E 0.05~0.30 mn

Electrode force 270 kg f
Welding current 4—8 kA

Source frequency | 50 Hz 40R
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Fig.2 Relationship between pre-heat current
and pre-heat time

Fig.3 Macro section of weld
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Fig.4 Application for practical joint



