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The objective of this independent study is to study parameters affecting weld deposited area in
Flux-cored Arc Welding (FCAW) and Gas Metal Arc Welding (GMAW). In this experiment,
welding currents were set at 150 , 200 and 250 Amp. Travel speeds were controlled at 5, 10, 15
and 20 mm./sec. The E71T-1 and ER70S-6 filler metal with 1.2 mm. diameter were used in this
study. Gas mixture of 85 percent argon and 15 percent carbon dioxide was used as a shielding gas.
Welding was done on single V-groove weld with 1G welding position and fillet weld with 1F

welding position.

The result showed that welding deposited area was a function of welding current and travel speed.
Correlations between welding parameters and weld deposited area were plotted as a contour plot.
Empirical equations were also developed to determine weld deposited area. It can be concluded that
contour plots and empirical equations can be used to predict weld deposited area as a function of

welding current and travel speed with acceptable degree of accuracy.





