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GMAW-P is an advanced form of gas metal arc welding process (GMAW), which pulsing
energy has been influenced by the parameters such as peak current, background current, peak
voltage, background voltage, peak time, background time, and pulse frequency. The effect of
pulsing energy parameters on weld profile of aluminum alloy was studied, by welding AA1100
aluminum alloy with selected wire feed speed of 33.87, 38.10, 42.33, 46.56, 50.80, 55.03 and
59.62 mm/s and selected weld travel speed 0£2.12, 4.23, 6.35, 8.47 and 10.58 mm/s. The results
éhowed that increasing wire feed speed.resulted in increasing frequency. Whereas peak and
background current only slightly increased. Peak time tended to be constant but background
time decreased by increasing wire feed speed. Arc voltage also showed the same tendency as
welding current increased. Pulsing energy tends to be slighﬂy decreased. However pulsing
er.xergy was higher enough for melting of clectrode wire to compensate for higher wire feed
| speed, the pulsing frequency was increased. There also resulted increasing of the average power.
The heat input also depended on welding travel speed. Pulsing energy and heat input quantities
gave significant effects on weld profile and weld metal area. The results also showed that if heat
input was decreased, weld width and penetration was decreased but weld reinforcement was
_inéreased. As heat input was increased, weld width and penetration was increased but weld
reinforcement tended to decreased. Heat input and pulse energy had a linear relationship with
weld area. However, the same heat input derived from different levels of pulse energy can give

different weld areas due to melting efficiency, heat dissipation and thermal properties of

aluminum. The results from this study can be used for selecting required heat input and pulsing

energy to obtain desired weld profile.





