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The Difference of CMT and CMT Advanced

GUO Bin, ZHANG Li—-chao
(Huazhong University of Science and Technology, Wuhan 430074, China)

ABSTRACT: CMT and CMT Advanced are two new welding methods which developed by an Austrian company
Fronius. This article describes the difference of these two welding methods through experimental and theoretical
analysis. In order to compare these two welding methods, CMT and CMT Advanced are used for the experiments of
aluminum alloy sheet docking in the context of same heat input, and using thermocouples to gather the cooling curve of
welding process, using vernier caliper to measure the deformation after welding and using X-ray to detecte the residual
stress along weld. The results showed that average deformation of CMT is 9.25 mm, residual stress of CMT is (287.2+
49) MPa, while average deformation of CMT Advanced is 8.56 mm, residual stress of CMT Advanced is (248.7+45)
MPa. Compared with CMT, CMT Advanced has a lower heat input, higher deposition efficiency, gap bridging ability
and welding stability.
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Table 1 The parameters of welding
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HE/V /A RV /A
CMT 12.7 96 13.1 90
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Fig.2 Layout of the temperature measurement points
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Fig.4 The physical map of welding
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Fig.3 Cooling curve of welding
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