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A Study on Welding Performance Improvement of CO; Inverter Arc
Welding Machine by Arc Reignition Detection
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ABSTRACT

Gas metal arc welding(GMAW) uses a continuously
fed electrode as a filier metal. The arc is shielded
from atmospheric contamination by an inert gas,
active gas or inerf/active gas mixture delivered
through the welding gun and cable assembly. The
recent research topics on CO¢ arc welding machines
are focused mamly on the reduction method of
generated spatter by using new fype consumable
glectrode metal or inverter contral method. The
various current wavelorm contral methods have been
researched for welding performance improvement,
Until now curent waveform contral methods reduce
to spatter occwred by instantanecus short circuiting.
but, these methods is drawback that no reduce spatter
occurred by arc reignition. In this paper the previous
arc reignition current control method for welding
performance
machine is studied and compared the various cuorrent

improvement  of inverter arc  welding

control  methods with the previous arc regnition
amrent control method
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Fig. 1 Inverter controlled arc welding machine system.
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Fig. 2 Metal tramnsfer procedures of short circuit mode
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Fig. 3 Generated spatter in short circuiting mode.
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delay and previous arc reignition waveform control.
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Table. 1 The Generated spatter comparison according
to control methods,
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