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Abstract

In this paper, arc characteristics of V groove joints

using pulsed GMA welding were found out. The bevel

angles of 22.5° and 30.0° were chose to make the V groove configuration with the groove angles of 45  and

60.0°, respectively. In the experiment,

the arc current waveform measurement and the high speed

photography were taken to investigate the arc characteristics for a single-beveled asymmetric workpiece.
Consequently, the welding current was changed abnormally around the edge of groove. As the arc moved
close to the groove face, the welding current was increased rapidly because the welding arc was affected
by the inclined surface. Also the welding current waveforms were measured for the double-sided symmetric
workpiece to verify the previous measurements for the single-beveled workpiece, and similar current

waveforms were found.
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Electrode diameter 1.2mm, YGW15
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Wire feed rate 6m/min
Travel speed 8mm/s
Peak current 360A
Mean current 240A
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Table 2 Welding condition for V groove

Electrode diameter 1.2mm, YGWI15
Shielding gas 100%Ar, 304 /min
Wire feed rate 6m/min
Weaving speed 8mmy/s
Welding speed 4mm/s
Peak current 360A
Mean current 240A
Base current 106A
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