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RESUMO

Oliveira, L. M. (2005), Uma Investigacdo da Influéncia dos Parametros de Pulso em Soldagem
com Eletrodo Tubular com Protecdo Gasosa, Itajuba, 103p. Dissertagdo (Mestrado em Projeto e

Fabrica¢do) - Instituto de Engenharia Mecanica, Universidade Federal de Itajuba.

Neste trabalho, apresenta-se um estudo da soldagem com Eletrodo Tubular pulsado, procurando
encontrar as condi¢des adequadas para soldagem com esse processo, além de estudar a influéncia
dos parametros de pulso sobre as caracteristicas da solda. O trabalho, dividido em trés partes
estudou primeiramente os processos Eletrodo Tubular ¢ MAG procurando compara-los.
Posteriormente, outras condigdes de pulso foram avaliadas, centrando-se as analises no processo
Eletrodo Tubular. Para finalizar, analisou-se a dureza e as micrografias de amostras realizadas com
os processos Eletrodo Tubular e MAG. Como resultados, encontrou-se que ndo ¢ possivel obter
melhores resultados com o processo Eletrodo Tubular, em relacio ao MAG, quando processados
sob as mesmas condig¢des, pois 0 processo com arame tubular exige maiores valores de corrente
média e velocidade de alimentacdo do arame. Além disso, encontrou-se que as respostas estudadas
no processo Eletrodo Tubular sdo bastante influenciadas pela corrente média, freqiiéncia de pulso e
velocidade de alimentacdo do arame. Em relacdo a analise metalografica, encontrou-se que as
microestruturas formadas nos corddes produzidos com os processos Eletrodo Tubular e MAG, sob

as mesmas condig¢des, foram diferentes.

Palavras-chave: Processo Eletrodo Tubular, corrente pulsada, soldagem.



ABSTRACT

OLIVEIRA, L. M. (2005), An investigation of the Influence of the Parameters of Pulse in Welding
with Gas-Shielded Flux Cored Arc Welding Process, 103p. MSc. Dissertation - Instituto de

Engenharia Mecanica, Universidade Federal de Itajuba.

In this work, was introduced a study of the welding with gas-shielded flux arc welding process
(FCAW), trying to find the appropriate conditions for the welding with FCAW, besides studying the
influence of the pulse parameters on characteristics of the weld. In the first part of the work, the flux
cored arc welding process (FCAW) and gas metal arc welding process (GMAW) were studied with
the objective of they be compared. In the second part of work, other pulse conditions were
investigated, concentrating the analyses on the flux cored arc welding process. To conclude, the
hardness and the microstructures of samples produced with both studied processes were analyzed.
As results, it was found that it is not possible to obtain better results with the flux cored arc welding
process, in relation to gas metal arc welding process, when processed under the same conditions,
because the process with tubular wire demands larger values of mean current and of wire feed rate.
Besides, it was found that the answers studied in the flux cored arc welding process they are quite
influenced by the mean current, pulse frequency and wire feed rate. In relation to the analysis of the
microstructures, it was found that the microstructures formed in the weld bead produced with flux
cored arc welding process and gas metal arc welding process, under the same conditions, they are

different.

Keywords: Flux Cored Arc Welding, Pulsed Current, Welding.
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