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D Current Voltage Travel speed Torch Wire feed rate | Deposition rate Deposition weight/
[A] [v] [em/min] manipulation [m/min] [kg/h] weld length [kg/m]
Al Stringer
200 245 30 - 6.7 36 20
A2 Weaving
Bl 200 245 15 6.7 36
B2 250 26.0 20 . 85 45
Weaving 39
B3 300 280 25 11.0 59
B4 350 310 30 132 7.0
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