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Fig. (17) KW Measurements at Different Points on Cutting Path at 1100 mm/min Cutting Speed and Different
Current 150, 160, 170, 180, 190, 200, 250, 300 and 350 Amp. for Sppecmiens No. 1,2,3,4,5,6,7,8 And 9 .
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Fig. (18) KW measurements at different points on cutting path at 800 mm/min cutting speed and different
Current 150, 160, 170, 180, 190, 200, 250, 300 and 350 Amp. for sppecmiens No. 1,2,3,4,5,6,7,8,9 .
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Fig. (19) KW measurements at different points on cutting path at 800 mm/min cutting speed and different
Arcvoltage 150, 160, 170, 180, 190, 200, 250, 300 and 350 Amp. for sppecmiens No.
19,20,21,22,23,24,25,26, 27 .
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