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(A Study on Fuzzy Control for Inverter Welding Machine)
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Abstract

Fuzzy theory is recently finding wide popularity in various applications that include management, economics,
medicine and process control system. This paper describes application of fuzzy logic in a current control system
that use a inverter welding machine.

The Fuzzy control is then extended to the current loop control, replacing the conventional proportional-inte-
gral(PI) control method. The fuzzy control algorithms have been developed in detail and verified by experiments
of a inverter welding system. The experimentation study indicates the superiority of fuzzy control over the PI
control methods. Fuzzy control seems to have a lot of promise in the applications of welding process control
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Table 1. The Fuzzy rules

NB |NM | NS | ZO | PS | PM | PB

NB NB | NB|NB|NB|NM| NS | ZO
NM | NB|NB |NB|NM|NS | ZO | PS
NS |{NB|NB|PB|PS|ZO | PS | PM
Z0 NB |{NM | NS | ZO | BS | PM | PB
PS NM|NS | ZO | PS |PM | PB | PB
PM NS | ZO | PS |PM | PB | PB | PB
PB Z0 | PS |PM | PB|PB | PB|PB
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