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more stable droplet formation has been achieved. 
Additionally, by introducing a fixed current section 
during the pulse’s descent period in the droplet 
detachment phase, the success rate of droplet 
detachment within the specified droplet transfer 
period has been increased. As a result, excessive 
droplet growth has been restrained, leading to a 
reduction in the generation of large-sized spatter. 
In the new REGARCTM process using the welding 
power source RA500, the basic waveform of the 
conventional REGARCTM has been retained, but 
waveform control has been further optimized to ehanrce the stailitym of thd droplet transfe moden inM
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3.2		 Development of dedicated welding wire

 The welding wire used in the present process 
must be capable of responding to an increase in 
the wire melting rate, which corresponds to an 
increase in wire feed speed, compared with the 
conventional process. As the wire feed speed 

increases, the reaction force experienced by the wire 
from the feeding path’s inner surface also rises, 
making it more challenging to maintain a stable 
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 The New REGARCTM dedicated wire, as shown 
in Table 1, has the advantage of suppressing the 
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