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Abstract TE]SOBIB
This research involves the parameters affecting the quality of brazing joint on galvanized steel sheet
using GMAW-P process. The welding joint was a filler metal penetrating type. The study focused
on the penetration of filler metals into the gaps between joints and the loss of the galvanized coat at
the {ront edge; the heat-facing area and behind the joint. The parameters were the distance of the
gap between joints (Fit-up distance), wire feed speeds, travel speeds, work angle, arc voltages,

frequency, and peak current.

It was found that the distances of the gaps between joints had affected the penetration of filler
metal. The penetration increased with an increase in the fit-up distance, i.e. 0.25 to 0.75 mm.
However, when the fit-up distance is larger then 0.75 to 1.00 mm, the penetration decreased. The
penetration was also affected by a parameters including, wire feed speed, travel speed, frequency,
and peak current. When the wire feed speed, the frequency, and the peak current were higher, the
penetration of the filler metal increased. In contrast, the slower the travel speed, the deeper the
penetration. A number of parameters also affected the loss of the galvanized coat. When the arc
voltage, frequency, and peak current were higher, the loss of the galvanized coat increased. In

contrast, the slower the travel speed, the higher the loss of the galvanized coat.

It was concluded that the suitable parameters for a joint welding on galvanized steel sheet, In this
study a thickness of 1 mm., for GMAW-P process, the optimal parameters were fit-up distance from
0.25 to 0.50 mm., a wire feed speeds of 2.60 m/min., a travel speeds of 1.20 m/min., a work angle

of 45 degree, an arc voltage of 16 voltage, a frequency of 30 Hz, and a peak current from 375 to

400 amps.



