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The aim of this research is to study the effect of magnetic arc oscillation parameters on weld profile
in GTAW of carbon steel. Welding arc was oscillated by controlling of applied magnetic field
direction and strength. In this experiment, arc oscillation can be manipulated by controlling induced
magnetic fields. Arc deflection in two (transverse) and four (Circular) directions was studied.
Magnetic flux intensity of 50, 100, 150 and 200 Gauss were set. Applied magnetic duration was
varied at 0.5, 0.75 and 1 second. Arc length were also set at various distance of 2, 4, 6 and 8 mm
from the weld surface with constant welding current of 110 A. Depth of penetration and bead width
were measured as a function of oscillation parameters. The results showed that arc oscillation
parameters can affect the shape of the weld profile. Arc length also affected heat concentration and
the oscillation amplitude of the arc. It can be concluded that weld profile can be controlled to obtain

desired weld profiles by manipulating arc oscillation parameters.





