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Effect of MAG Processing Parameters on Weld Characteristics of
Hot-Rolled Low-Carbon Steels
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ABSTRACT

This study investigated the influences of MAG welding parameters on appearance, morphology, and acceptable
welded zone for hot-rolled steel welds. Metal active gas (MAG) welding was applied on JIS G3131 low carbon
steel to produce a bead-on-plate weld. 70%Ar-30%CO, was used as shielding gas. The results showed that the
welding voltage maintained at a constant value, and it was found that penetration depth of welds increase as the
current increases. The welding current maintained at a constant value, and it was found that the bead width
increase as the voltage increases; however, its reinforcement was decreased with increasing the voltage. In the
MAG acceptable welded zone (voltages: 21~22V; currents: 120~140A), a sound appearance, morphology of JIS
G3131 steel plate with 2 mm in thickness can be achieved.

Keywords: MAG welding, Process parameter, Weld characteristic, Hot-rolled steel, Acceptable welded zone.



