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Automatic control of weld bead shape utilizing arc sensor
in one-side GMAW with backing plate
By Yuji Sugitani, Masao Ushio, Wenjie Mao
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Table.l Welding paramcters control methods
rolating for holding weld bead height constant
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Fig.1 Formation of the weld bead in high
currnt and high speed rotating arc
welding process
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G:o Fig.2 Comparison of bead shape control results
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in one-side welding utilizing the four
soma | welding parameter control methods
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