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 All listed procedures are starting points and may The result of welding at higher travel speeds is a At faster travel speeds, the bead-shape can 
require some adjustment depending on the specific tendency to produce more spatter, less become very convex (or ropy), and the weld will not 
application. penetration, more undercut, and a less desirable “wet” well.  There is a point at which the arc is set so 

bead shape. Depending on the limitations / short that the arc will become unstable and 
Torch angle, electrode placement, contamination, requirements of the actual application, slower stubbing will occur.  This forms a limitation of just 
mill scale, joint fit up, and joint consistency are travel speeds and higher arc voltages may be how fast the travel speed can be raised. 
factors that may require special consideration required.  
depending on the specific application.     It is ultimately the responsibility of the end user to 

As the travel speed increases in fast follow ensure the proper weld deposition rate, bead 
At higher travel speeds, joint fit up, wire placement, applications (1/4” to 14 Gauge), a tighter and arc profile, and structural integrity of a given weld 
and contamination all become factors that are length must be maintained so that the puddle application.
more significant. properly follows the arc.  Operators typically 

reduce the arc length control (Trim) to achieve this.    
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The business of The Lincoln Electric Company is manufacturing and selling high quality welding equipment, consumables, and cutting equipment. Our challenge 
is to meet the needs of our customer and to exceed their expectations. On occasion, purchasers may ask Lincoln Electric for advice or information about their 
use of our products. We respond to our customers based on the best information in our possession at that time. Lincoln Electric is not in a position to warrant or 
guarantee such advice, and assumes no liability, with respect to such information or advice. We expressly disclaim any warranty of any kind, including any 
warranty of fitness for any customer’s particular purpose, with respect to such information or advice. As a matter of practical consideration, we also cannot 
assume any responsibility for updating or correcting any such information or advice once it has been given, nor does the provision of information or advice 
create, expand or alter any warranty with respect to the sale of our products.

Lincoln Electric is a responsive manufacturer, but the selection and use of specific products sold by Lincoln Electric is solely within the control of, and remains the 
sole responsibility of the customer. Many variables beyond the control of Lincoln Electric affect the results obtained in applying these types of fabrication 
methods and service requirement. Subject to change.

This information is accurate to the best of our knowledge at the time of printing. Please refer to www.lincolnelectric.com for any updated information.

GMAW  Gas metal arc welding including metal inert gas (MIG) and metal active gas (MAG) welding.

Porosity  Gas entrapped in solidifying metal forms spherical or elongated pores in the weld.

Push Angle   The angle at which the electrode leads the weld pool relative to the direction of travel.

Synergic  A mode of control which automatically selects a preprogrammed nominal voltage based on the wire 
feed speed (WFS) set by the operator.

Work Angle  The angle of the electrode, off perpendicular, relative to the work piece surface.
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