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Abstract: W elding experm ents were conducted on Q355D stkel pbte wih a thickness of 30 mm usng 12 mm sold core wekding wire
GMAW process. Sensitivity research on weld seam form ing size control was carried outby adsting the welding process param efers. D uring
this experm ent, diflerentweld bead cross-sections were obtaned by ad usting wekding cunent, vollage, and welkding speed param eters whik
ensurng that other welding process param efers such as wekdling position, w ire elongation, and shiekding gas flow rate rem aned unchanged.
The research results ndicake that an ong the three facbrs of wekding cunent, welkding voltage, and wekdling speed, welding voltage has the
m ost spnificant mpact on weld width, Pllowed by wekding cunent. For welkd seam height, weking vollage i ako the most sensitive
nfluencing facor, Plbwed by welding cunent. A tthe sam e tim e, regression equations were obtained based on the welding cunrent, welding
volage, and welding speed of GM AW wekling process for the w dih and excess heghtofihe weld seam according B the experim ental resu kis.
Key words: GMAW ;Q355 m ateral;welding process param efers; form ng control



