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A Study on Prediction of Bead Geometry in Robotic GMA Welding
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Fig. 1 Temperature field in weld pools for 2D conduction model
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Fig. 2 Temperature field in weld pools for 2D conduction and fluid flow model
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Tablel. Comparison of the calculated with the measured bead geometry

Bead width{(mm) | Penetration(mm)
Experimental results 9.98 4.37
2D conduction model 8.76 3.6
2D conduction and convection model 8.56 4.09
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