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Abstract

Recently,in the industrial applications, accurate arc
control for welding machine are developed.

This paper describes arc control of inverter-fed arc
welding machine, and efficiency of inverter-fed arc
welding machine It is shown that the arc pressure and
arc stiffness of the pulse arc may be as much as several
times that of the equvalent dc arc,

Finally, the theoretical predictions are comwpared with
test.The potential of such a welding machine is also
described,
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Fig.6. Simulation result (duty cycle 60%)

g "astelch DA ol2AHE ©UE BaAges Wy
s{o% 20%,60% FE|B]E e lZURE AlBeloldel vy
T},

o
nbL
o rf

€ =8 2HE MY 3T El28A70) 2L x‘E—r--i
4718 %887 434 Jela FUdHe) F5HS

oo, AWEF ol8fA F& old A#E ‘7}%‘2-1*1 X
t} -r%“-i" 54& yasteigolch =Y S A% AME
FHAA ZU SHE U 4 e Hob A2 P Ao ¢
gl &e /g el Y Addd st da g2y
Adtol g AN gPA LR Fdo] 27

23289
(1] =56, ESNB5H, BRE o= “EE7-URE
& B T 221 B No.6 1991

{2} Shih-Liang Jung, Ying-Yu Tzou “Sliding Mode Control

of a Closed-loop Regulated PWM Inverter under Large
Load Variations”1EEE Transations on Industry
Applications 1993.

George E.Cook, Peter C. Levick, Doug Welch,A.Michael
Wells,Jr. “Distributed Microcomputer Control of an
Automated Arc Welding System” IEEE Transations on
Industry Applications 1982,

George E.Cook, Hussam EL-Dean E.H.Eassa "The Effect
of High-Frequency Pulsing of a Welding Arc” 1EEE
Transations on Industry Applications.vol.IA-21,N0.5
september/october 1985,

(3

(4

=

-159 -



