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[72¥ 1] The Schematic Diagram of Welding Spatters production
by SMAW and Ignition of flammables from scattering[11]
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[72¥] 2] The Schematic Diagram of welding equipment setup
showing the SMAW electrode and Base Metal

[3% 1] Compartment and Experiment Specification

Measurement Specification

Model : Rolwal MMA—-200E
Power voltage : 220 V

. . Rated input capacity : 7 KVA

Welding Machine Actual output current : 20~220 A
Efficiency : 60 %

No—Load voltage : 65 V

Collector Size : 500x460x640 mm
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[72¥ 3] Maximum particle size results according to
experimental conditions
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[72¥) 4] Results of Welding Spatter Generation under
Experimental Conditions
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