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ABSTRACT

In this paper, a studied the SAW system being developed
shipbuilding and plant industry with changing welding
method to progress productivity. It studies a SAW system
using one sensor instead previous one which is using two
sensors. It suggests SAW system which has AC output
with high current makes high speed welding and DC output
with accurate arcing makes detailed control.
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Fig. 1 Component of SAW system
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Table 1 System parameters

Input Voltage 34 380[V]
Output Voltage 50[V]
Output Current 1000[A]
DC Link Voltage 537[V]
Switching Freq. 20[kHz]
Transformer k 14:5:5
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Fig. 2 Control diagram of SAW system
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Fig. 3 AC mode control method and
operation modes of SAW system
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simulation of SAW system
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Hsh F3he WEe] Jbsd SE uald QuE EEAE
Agelolint EREekle Adetel dHsarh @
e o] S4 Aolst AAl §4 4BE wols
SAW AZdolH §H2A £41 vES] Aol #e A g3t
Y52 A% dgolt

|CH TlE AT AR ¢

FUCH(S204471)

gle) A Xd?"?xx}"ﬂﬂ 2012 -r7il =3l
(2] ARl 9] 5% “/AME ofa §31719] sAFA /Y B A
T B A7 AHAASE =wA, A 48 AE

[3] Jian Min Wang,

1999.4 page

“A Simple Inverter for Arc Welding
Machines With Current Doubler Rectifier,”IEEE Trans.
Ind. Electronics.,, vol. 58 mno. 11, pp. 5278 5281, Nov.
2011 Nov.



