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A Study on the High Dynamic Performance of the Inverter
Arc Welder
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* Dept. of Contr. & Instru. Eng. Seoul City Univ.
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Abstract - Along with the rapid growth in A= #ZH 7h2x(shield gas)2 g7~V 2L
microelectronics and power electronics WS T ERIAE TE B SRS
technologies, various advanced control methods D7 258 AFAA 7]F(blow hole)o] &R
have been successfully implemented in real time FLE A RS B¢ R0l 288F 9}
and shown to be useful in controlling CO: arc olo]Z Ahgst= SRt A¥ Jlay olmg]
welding  systems  with  high  dynamic A7NE-E44 A, vl= #3 &4 F&H opFe
performance. In this paper, the slope of welding A J38 T A ALscd o ¥ str E
currents is controlled not to be so high in the Fol Wt CO,, MAG, MIG 522 EF37]
case of short circuit welding mode. This results = @ CO, & AW 712 A8 Ao B

in 1 atter. In addition, the data-base is
in fess spatter. In addifion, the datarbase s ¢ clmae) 94 QE RN Te
constructed for the optimal welding conditions.
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4o FAHEZE 188%Bd HUAEAN. V. €0, = O+ 0 =
Bemedos)?t &4 AT EAAbeld) olmE BA
ANA o Gz ¥z 878 e 2o £78 9 TH, e e JdEA s F59 F4
i ®4 oba &FH(carbon arc welding)g % € dHeR B8] qEd &8 I& 2AAT
ARn, 1889delE Aok gguopmz  WHeE & A
(Slavianoff)7} &7FHg-(v] HE)E HFoz e
=% ol3 §H(metal arc welding)E EHE A Fe + O — FeO (2)

olz gHe A F AN ERT ¢ Yed @

L= HE o3 fdeoly E FuUE GMA(Gas 7 "k o] 4slEe] 2§74 FH8E g4 I
Metal Arc)&FHeltt, Azaes £45L EFd et dakget A st s

(holder)®l 71932 %A (base metal)®] 7}7te] 3}

of AF BT A7 AFE BIY A o}z z FeO + C — Fe+ CO (3)
22 WEA EJBH AN M2 &§, 38
A BEEx obF sl L& FRYelT & o] ¥ge g1y ArtoleA AslA dojrir] o
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2Fe0 + Si — 2Fe + Si0,
FeO + Mn — Fe+ MnO . (4
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EET §§ =7t @) HEe o] SuE7l

Aol A Zhe] Tl AFENR) THE W22

Zel 2(slag) B FHo] Lo¥cl mapa Jarde
o] Aol AR 1L H
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—burn back time —output short check

~burn back level —crater current level
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3. 844G 2 AR Ao
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g A3y A% Aole 98 e gL B
A 5e YT (2 2 FR)
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