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A Study of Heat Input Distribution on the Surface
during Torch Weaving in Gas Metal Arc Welding

Y Kim(Precision Mech. Eng. Dept. HYU), 5 Rhee{Mechanical Eng. Dept., HYU)

ABSTRACT

In weaving welding where a V groove exists, the heat input distribution is an important factor that determines the
defectiveness of the bead shape, undercut and over-lap. In this study, the amount of heat input, which is determined by the
welding current, voltage, speed and weaving conditions is caleulated through numerical melhods. Furthermore, the heal input
distribution as a two- dimensional heat source was observed when apphied to each groove. Therefore, a heat input control
algorithm is suggested to prevent the defects generated from undercut or over-lap, which was venified through an analysis of

the heat mput distnibution.
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Fig 2. Groove and arc length on V groove
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Fig. 3 Heat input distribution on 'V groove
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Fig. 5 Heat mput distribution on U groove
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Fig. 6 Atc voltage variation with voltage control
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Fig. 8 Heat distribution with voltage control
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