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A Study on the Back Bead Control in GMA Welding of Sheet Metal
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Fig.1 Relationship belween short circuit frequency and
root gap at various welding speed

Root gap
Weldin mm) ]
speed ?mm /3)

0.5

3 burn through burn through burn through
4 too high burn through burn through
5 good too high burn through
6 good good too high
7 too low good good
8 no full too low good
penetration
9 too low or no full low
penetration
10 no full ' low
penetration
11 narrow welded

area

Table.l1 Estimate of back bead at various welding condition
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Fig.2 Relationship between welding speed and short circuit
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Fig.3 Block diagram of back bead control system
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Fig.4 Back bead shape with constant welding speed

o 10 T T T T
0
@
a
0
A
SE YT A
SRR .
0 | 1 H 1
0 20 40 60 80 100
Data number
{a) Controlled welding speed

no gap 1.2mm gap-

NN S NN
0 100 - 209 300 mm

(b) Photograph of back bead

Fig.5 Result of welding speed control at continuously
increasing rool gap



