NMYINIAYIVAIINILLIUEN:

UnJLAST: KIWWVIAIDANSSY

LGLANYDIVASUIUMSLTOU

ar\'7allc
GTAW/TIG

AJ291V3V AP IEENINENFAIAASAISKadUAzaE
ssaululas

.....
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& - 2| s Evolution of the Arc o |

|

In T T = I i

dunnassufi 1: gaiSuduuaomsAuwy nmssy 1940s (Heliarc): Wauunnswuoumstd gniequu (Aerospace & Nuclear): ldouniugine |

nszuaaua15niwwh fmodiduunauiioundryimnwoaomim (Porosity) D15nau '{.Argnr}}_lnqwﬂ uwnasgiunooridinsu |
tumsidavaghifovuawnbiBou nmsKaodudiuthndniunfidoomsnouauysniuuy

 — st Al T - iGolnsvadwuvulsdounwsoo (Zero-defect) |

| T {0 : | ] a 53 : 1iE 10 : | = e ) : i |

Discovery of Electric Arc Phenamenon. Development of Heliarc Process. Transition to Argon (Ar) Standard. |

Early experimental applications. Helium (He) Shielding Gas Inteeration for Zero-Defect Structural Integrity for Aerospace =

[V:-40-60V DC, |: 100-300A, Aluminum & Maenesium. & Nuclear Components. =

GAS: None/Air]. [V:15-25V AC/DC, I: 150-500A. FLOW: [V:10-20V DCEN. I: 50-3S0A, FLOW: 8-15 L/min Ar, =

L & L]D—EU L/min He, POROSITY: <TX]. | L PURITY: 99.999%, DEFECTS: O PPM]. | 5

GTAW TulsuAtnSavia uctdu ns:udunAd (Paradigm) vavnisus:nauBudiudAdnssundavnisautbugis:avlulas

[PRECISION MICRO-ASSEMBLY PARADIGM]




PLASMA COLUMN DETAIL & ARC PARAMETERS

Tungsten Electrode Strike Voltage: ~1 kV/mm
(1soaulwgoiwaionou:
ADIUAIUNMULDOUSSENNA

a:asiowanaun)

|

Arc Voltage: ID-Zl(} Volts
(1sodulwvihurugou
duagnus:g:riToNa:otanu)

>

POWER SUPPLY & THERMAL DATA PANEL

stuulw Constant Current (CC)

1 I - J = ] " J
Ikavwlwsnu ‘nsziialwavn’ nis:e:Kwvvavaisnoilasulu

UavAuAIUSaUNUNDUIIa:NISN:quaviuvIU
(civonsUu CV yavmsidau MIG)

Cs1601 H

GR . VeikV I %I S5 x 18
BB 3.5 .50 : 10 % 5 3 %10
Aun1sSwavvIuAIUSaudns (Heat Input Formula)
i ol
Ve VxIx60
(H = AowSauIdngduoau, V = isvaulwwh,

. 1=nsmalwin, S = anuiSaflumsiaunud) |




ELECTRICAL POLARITY ENGINE MATRIX

DCEN

(DIRECT CURRENT ELECTRODE NEGATIVE)

DCEP

(DIRECT CURRENT ELECTRODE POSITIVE)

AC

(ALTERNATING CURRENT)

®

AN

®

&)

©

-@

Ay al e
MSNSEBAINSaU: 70% Miduo iy / 30% Avivawny

L ar - ﬂt‘ -y Lo o
AtUANUR: instinaniings duuisnumvan
dLAULAE NoILLAY iﬂLﬂLﬁHH

oy 5 o
A1SNS2378A77U58Y: 30% Y1euvu / 70% Mivivaimu

- F - = i &r [ =3 -"-J.“ (v 3
ANANUR: Buanties vdnsenlaAnmI NG
- Ci I & L3 d [l
(Cleaning Action) uAvvdimusaulnuasazanedne

= L= :
NISNSEINUAINSDU: NSSRIBAIANILEND
(50/50 U&uldisne AC Balance)

ANANUR: suTBAveIMsBuanuazudnaanlyn

wanedmsuagiilivnuasuuntiioon
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TIG TORCH ASSEMBLY: EXPLODED BLUEPRINT & SPECIFICATIONS

d

Back Cap (thUanae):
Ununuuduliazenoiwe
NISIVINVWUNAUIIAU

Collet & Collet Body
(rdalan):
gnalaninsaia:un
ns:ualwﬂﬁ’lgﬁaanm
VUIRRBIWORIU:

#

Wous:ansmwgagn | | Gas Lens (nfidiaud):

 Ceramic Nozzle/Cup

aunsnuidsudnnany IJasu (_ﬁuﬂms'liin):
nslnaveumesondudou NKUARFNIANG
(Turbulent) 10usUISBU vunannunitudiaiay

- - e = ’ ” =
(Laminar) Bunvainulalnavu (15U 1U6S 6 = 6/16 UD)

. .

Tungsten Electrode

(aonmvaiAu):

INFAUBSIVWANWIU
.

A

_.-'

s:UUNSISUSNTBau9s High Frequency (HF) Vaus:zg: 1.5-3 UL, Ko Lift-Arc WoUauiuivaimuludeunnisin=6udiu (Touch Start)

- A NotebookLM
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TUNGSTEN ELECTRODE: METALLURGY PALETTE & POINT GEOMETRY (AWS A5. 12)

| TUNGSTEN METALLURGY PALETTE (AWS A5.12)

Pure (WP): 2% Thoriated (EWTh-2): | 2% Ceriated (EWCE 2) 1.5-2% Lanthanated:  Zirconiated (EWZr-1):  Rare Earth Mix (EWG):
nvainu >99.5% NUAIUSBUYY ISUDISNYIBANS: AR alunus:=avr AC/DC mumumsdmﬁau Us: ansmwauern
AC aaUItBU DC 91$nUvgn Jaonne nainudiny Uareisaununiu Snynsunaulugiu AC nns:uuTwwa
& [UnupoUSOUEY

ANAOU: UNUDUANIWSJIE

l POINT GEOMETRY & PREPARATION

0.01-0.03 U2

1
_f

A

Uareikav (Pointed): Ju DC
[Pes:=luvuiuroaon (Longitudinal) iwolo1snluzhe

LIH'IHFIEIISHLI (Truncated): vau DC ns:iiegy
ArepoenlAliWuUASIU 0.01-0.03 T AuUanea:an

Uajenau (Balled):
U AC NSIAVIAUINONS:01BRILSOU
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Argon (Ar) Helium (He) Mixes (Ar/He & Ar/H2)
unawumuaauuuu thA2USaugoun Wauw Ar/He (25-75% He)
HUHHJ'IETIH’IFI a1$nuvLa: afelvaly [dUakaauwavvILgY lwaauqan:nuuuua AUSaU /
Uppauuudtgaunudsiulaaoen @msuaamuam-suﬂnauuan) Wau Ar/H2 [glowr:auautaaiqauan
UTKUnIUN 1 IWUAIWLISIUaMTARD I
aavlsdaasilkavinniioisnau KulBAukanmM<Suaulaaua
2-3 1M

P
= _

L

dasymslkavovis (CFH - Cubic Feet per Hour)

Koouund (Torch): 15 - 30 CFH

UnUavsintsoudiukav (Back-purging) :

5 - 10 CFH (:wWuundikSunaduautlad)

msiaulnla (Open Butt):

Torch 18 CFH / Purge 40 CFH

&1 NotebookLM



BEVEL ARCHITECTURE & JOINT PREP

3? D

V-Bevel:

\ yuuiauiasgiu 37.5°
<?/ / \ (Yusau 75°)
7 GeudKsSuvuLBaniio

i 5°

J-Prep:

NS doudksuaroatooLlud
\ (Orbital TIG)
4 anaradula 30-50%

Root Face 1.5-2 wu. ua:s

Rmnt Gap 1,523 2 (UL
lwaﬂ1suuanu1UHau 100%

as:uouns TIG lanslknuaduandsn

Step 1: uvanswwwu (Degrease)

{Go:8lau (Acetone)
k€oasiazarenlunvaAsiu

|

Step 2: udaaonlsa (De-oxide)

dulsvascaatautaan
(KUlAzlaWIz191:9V
Javanlsanoutdounun
(loglawnzagiitiou A1203)

!

Step 3: auau (Deburr)

(G1ASavIdEsauALYDUSDBICD
UavAumsazauavanusn
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TIG WELDING TECHNIQUES: ANGLES & MANIPULATION

e !
=l ./ uutlau (Travel Angle): 5-15° 'T*
> 19uvlUauKav i
&é (Push/Drag Technique) |
[
Cig '

= lWﬂWUllﬂElFIEIUllU] ‘. ‘\

T

777

———————

///////// _ samﬁ‘auuu saulﬁauWalﬁn

(Butt Joint) = 90° (Fillet) = 45°

|

—> sto H1v215N (Arc Length): 1.5-3 .
(du = ANUSDUSIVAUE/Us:kBaURa)

CRITICAL OPERATIONAL RULES

Filler Sgnchrnnnzatlnn misUauadaidaudiovldudvka: tas Kuadaduwanvalauldauia
WatavAumsuutlau

Walkmg the Cup [mnumnuuumnn:a] dksSunio 5G/6G (GuaufdgsITAWLSaBUIALLAzAgRIIEDL

ClalLlE)‘DlWE)FI'J'IIJUDS"CIUEJC]H'IHHSSU

/4

&1 NotebookLM



7 — _ F
daqlak:uan1svan1stawzn1v (MATERIAL SPECIFIC CHALLENGES & SOLUTIONS)

—

& Challenge: Buaanlsdoarasuiksasgondiddlant: 3 it

Solution: (Bns:uaaau (AC) 9vKo: DCEP o *[\ /\
n1AdWa=91009nlsa / 9uKd: DCEN \/ \}Z
ds1vuakaau (adaltiv 4043 KSo 5356)  _ac! _I

& Challenge: thAousouan ye18a2gv S
[dgvdavauaiio Sugarlng (09nBlaBUAUKAD) E .

{ﬁnauaaufmu a, dindu/an = Sauld/unaluwa) CO,

duautad Duplex davBunawaululastou

x& Solution: ASUALFLUIEOU %

Gs

. o | & Challenge: Tademsqaguuiatuainiea ;:_l

[a K n U U nﬂsg'] a\) aounuiiwevianios

)

,"’ Solution: dovlgaunsaiwulfanIuLUIKAY %%

\\\k

A

(Reactwe Tltanlum/ erconlum) £ jﬁ% (Trailing Shield) nSaGoumelu
. . QnouANUSSY1NIA (Glove Box)

w-"'-‘-

. r
ﬁ'i hbtebkaM




v e s

/COMPARATIVE ANALYSIS: TIG vs. MIG vs. STICK WELDING

| Axis 1,
53 F!l’Uﬂ'IWIlUDlUE}U
(Quality)

TR

AXxis 5 AXIs 2
tunuaunsou AJIULSD
(Equipment (Speed)
Cost)
L A
] | a_.h 3/1&;‘;:{‘ s
”' f""
Axis 4 Axis 3
ANUEEID VIUUWUUIY
(Skill Requirement) (Sheet Metal)

e EVALUATION MATRIX (SPEC SHEET DATA) =

N\

TIG (GTAW) AEUNIWELAQ, AWM,
VIULHUUBDALEBL, NNY:guuN, QUASNISIAEY

MIG (GMAW) n[umwn AIILISIAVLIN,
VIULNUUAYA, nnu.m -Uaunanv, aUnsms*nmU*mnmu

Stick (SMAW) AuNIWUIUNaY, nmmsad'lunmu
VIULWUUILAILA, AnG:UUNaTY, adnsms*nmm_l

[ The TIG Paradox "L L: A

na1unumius~a~ma - LW TIG 9=UALSLLIUCDKUIY
gonaauaziviusinga udiduns:usunisiagonis
ROI aogafuviulasvasiuanga (nadving/ualnaes)
I_IWS'I:aﬂFi'ﬂﬁ'{i']Hi}']ﬂﬂ']StiOUD’II.I (Zero Rework)

o
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_ (TIG WELDING HAZARD ZONES & PROTECTIVE MEASURES (SPEC SHEET ANALYSIS)

| Eyes (UV/IR Radiation) | = =

915N TIG a9 NazNwSvasulsIng
Iws1:=[uDAdULY

Lens Shade Guide: <50A (Shade 8-10),
50-150A (Shade 10-12),
I_>150A (Shade 12-14) g

—

Lungs (Toxic Fumes/Gases)

e Nslalsu: INAINNISIANAIVOVDINA
$9Uq DNNSARNSauUan

e WUNVAINUWAUSAISEU (Thorium):

ouRSIEINNULUANIWSIAIIDIRES:IU

pavbs:uunAnLu (Local Exhaust) il

I_Té‘,kin (Arc Burn) =

B i [

Sva UV nw:ﬂnusuusanmuaulmﬂna’m[m _ EE=En
HovaouiFontiv/anulwinga 100% Environment (Asphyxiation)
A - 11%91$NoUKLUNNIIDINA
P o | | — . h’lﬂSi]TUl'IElU?"ﬂ‘HUI‘IWU Taaantil?u
IRl i e : I_m'[nmmnmmHTQInﬂIugm P
= o~ = 5




_ DIAGNOSTIC TROUBLESHOOTING TABLE (SPEC SHEET DATA)

Udunwsov (Defect)

dilHaKan (Primary Cause)

5sunlu (Rapid Solution)

[ == 3-
nvdataudutdau
(Tungsten Inclusion)

UargadaduuaHaau /
915AISULSVIAUDUUANEd:UQKAQ

. - L =
wWasulds:uuisuansn HF
waziRedarelHovAtKUI:ay

DN Foovosity)

unanau[uwa / UFICJ'IUBLI /
WUHJUF‘IS’]UU']UU

asJvdouaasilHa (CFH)
[~ [ — L _—
naztsaninva=:aaandaea:3lau

E E msduaniuauysal
(Lack of Penetration)

as=udalw (Amps) auAull /
unyusaeaauAutiulu

WU Amperage UazIWUUUIQEa0I 10

(Root Gap)

m}m SDEUHIVNUDU
(Undercut)

LaunuSAulY /

d19HOLTGDUNIVINUUDUUDHADU

a0nAWISIUMSLAU U3:aqnIIVEND

9150 (Arc Length) (Hauav
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"_ T e e S S S W S
~ FUTURE TRENDS IN TIG WELDING & DIGITAL INTEGRATION (2025+ ANALYSIS)

IS

—.l

: ﬁ/ r Pulse TIG & Digital Form —

ig'é| M|

|RIAS

1\ [ B |

J U U XU L’ h :

I_Digzjitalizatitan & Traceability al I_Hicgh Frequency Pulse TIG i
msaameuanihumnms uu Data Logging ﬂounumslhavaaluafan :S:AUDMBU
lwauunnmuannuuomauehhsumsmsaoaau aswuuomamnandmauusm||qunﬂwam

uaunau'[u[nsumsvmnihry B I_nnu :Joanav

=
iiinalulag@ie:n1oanweia ngirannvdAanssuvel GTAW 2:[Luduidagunlan:
AdWa=01Agudn (Cleanliness) - nasundouniingn (Protection) - N1syaNIsSAdIUSaUNIUUEgn (Heat)
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