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Pulse Inverter-type TIG Welders Using DC High Voltage Arc Start Method
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ABSTRACT

Pulse inverter-type TIG arc welders are implemented and studied to investigate the performance of welding.
Welding currents are controlled to be pulse waveforms, resulting in stable arc and better welding performance.
In this paper, the arc start system with a short DC high voltage is developed. As the result, the arc will be
generated without fail even when the extension cable between the torch and the power source is 50m long. So,
this arc start system is useful especially when TIG arc welders are far away from the working places at a
shipbuilding yard. To demonstrate the practical significance of our results, we present some simulation and

experimental results.
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