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Table 1. Experimental welding conditions

WELDING VOLTAGE|WIRE FEED SPEED
(VOLTS) (M/MIN)
22.0 3.0
28.0 5.1
34.0 8.9

Table 2 Comparison of slope (Al/AlLc) between Mathematical

and Experimental Model

(GMAW)

(unit: A/mm)

Mathematical Model

Experimental Model

co2

17 (V/min)

-3.19 -4.40
-4.90 -3.99
-6.44 -5.86

Table 3 Comparison of slope (AI/Alc) between Mathematical

and Experimental Mode)l (FCAW)
(unit: A/mm)
Mathematical Model Experimental Model
-2.38 -0. 81
co2
-3.87 N -3.25
17 (1/min)
-5.66 -5.31
Ar 80 + -2.71 -0.94
C02 20
-4.12 -~2.41
17 (1/min)
-5.83 -4.28
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