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Waveform Control and Welding Characteristics in Pulse Arc Welding Process

Sang-Myung. Cho

1. M =
P2 ola8He A7 33 (Current waveform)&
Alojsted HAAF(Pulse current, peak current)$t
yo] A~ F(Base current, background current)®
A

TAEE 220 s NEEA oA 43S Yol
& “H‘ﬂﬂ}
4 A

H

dedo]l glojA]l AFRE Afstr] ¢13 293
A7} Atolg] 4<E (Thyrister) oA E#A|2EH 2 ¥ g
of we} Qe EAAeR F&HWAA HFe 7
< Aug 2P Alojshs Ho| folalzi).

otz & Hel glolA o2 (Arc force) > HF< A
o HiEee Aer delid dx, SHFY &4
(Penetration)2 o}axd] A9 wl#sle Z7}3ic)
EgE 7hAvg o}383(Gas metal arc welding)©ll
ol Bgagol golo] Hrdolx] FPAso Lgx|=2
olg)d wi= A=A BAHo] HF A FIgS A
T, o Ax|A AXET HAFY AFel wlgshs
7}4\_oi OLEﬂZ% o];}

whebr ofZ &Y L HAAF A&
ol &3l meEl 1 % EH7P A 8}
HeZ §H34 HAE & de
S %3] olelsld Folxl RAE Hael X
A2 A F JEE AFehe Aol Jr?ﬂu}

A7lelMe FHoMFE @ol ALHn e HFx
TIG&H, <efol '3‘—“4 H“ﬂr%@"ﬂ’ﬂ —‘?L

H

i

j}\

AMIGEA distel 71324 o H4E st
2. B2 ofz2EHol UM T

1k o

Al Mo k=g SoIA

KEgIEHER TS M214 H1%, 2003%F 2H

g e T 78R 40 AAE i@ Aol
. Fig. 194 12l %i_i NELELRERETIEP
H9e Aelaly] 99 40 AAE oo 2,

1) AlolZ AlZHCycle time, sec.), T @ B F7)

T(sec.)2 Hdsl= 2% v} md HA Zus
f(Hz) &= o3 22 #AIE 71
g2 F9= f = 1/T, Hz
2) "B~ AlZHPulse time, sec.), T, : HAZ
(Pulse width)o.2 &= 4% Qu, FAZLS |

Ato]Z AJZkf| A ARRShE Bl&(%) 2 JERd wje} A
ZHsec.) o2 JERE w7} ot

3) "~ HF(Pulse current, A),
(Peak current) TE 3 HA
current) 2 VER mx )t}
4) wlo]~ AF(Base current, A), Iy : Wiz
A5 (Background current) 8 2 wix 9o},

R

_-n—(Peak pulse

L=

HH, Fig. 1A AlelE AlZklA H2AZHS =
Aol o] AIZE Tyekal & & 9ok B4 IA TIG
LAl M e Fig. 1eM<} Zo] Hlo|x AF LolM H
2 AF LA A9 #1382 AF7E Asstez o
ol2x AIZFE AlelE AR F)M BAAHE
wWoAlZko 2 npR Algte] "Th whEbA 4d] lxle
wlo] 2 Algte] 23hd Fart gich

a3y, HA MAGERT 28 7tame o= 84

Pulse time

UUI

ycle tim|

Pulse current

Current, A

Base current

| Time

Fig. 1 Definition of current waveform in pulsed arc
welding process

27



28

A]—U(:)]

__!_ o

p

ME ol AR A AF/AA AR Asdte
d ImsecdFe] Alzto] ARE T, Hfz Hx Hf7d
A o)A ARAR] AF7E Adishe dHol® vz Al
o] AnErh wehd A MAGEHoY A MIGE
Aol e thed) o] Ty T HER A€}
- Tw @ YEEZ AIZHUp slope time), Hlolx~ A
FollA A ARAA] Agdhz A3t
= Tdown : THEEZE A|ZHDown slope time), H2
ATl A wlolx ARIA] akehs ARt
B ofA LA HAAF L= that 2ol B¢
@

j:‘ ﬁ-j\(i% ]LIV

= (LT + LTH)AT,+Tp)
3 HA TIGENe| EM

Hl AR AL o= g4l TIGEHS Had AFoz
FAsl= ol ol BAE S8AIAA &S &
oh HA TIGEHS B4 DCEN:W(‘%‘&E& A= -
22 +)oz Melsid A8-3)

HA TIGEHAMNE B €3 Fo olaAdg] A
9| @OP“'% Q&g £3AU(Welding power
source)& W QIHE HAgoln HHF EAZ 7}

A3 317] ] Zof] 7|33t &3 (Rectangular wave)
7} vlwa golatA dojxint,

39, A TIGEHS 2 AbelE ARY e I
ol whe} AF BA TIGERS 139 A TIG
gydo7 A FEE £ gz, oA ztztd| dist
o digth

o

o] EM
1o

31 MFu HA TIGEH

A2 Fu7t 0.5-10Hz3 =9 B2 TIGEHE A
ZFa B2 TIGEH gk s, &M= 0.5-2Hz
9] Fusg 2 Agstn ot A AFE HE
o]~ A7 2-10v) H=2 A A=, o #tol

won A48T vl&d $HEHe] Lol 3, o 2
o) U 509 89 ol s sl s

ks tﬂxﬂi ALF Q(=EI/v)°l
%1 masA gk e of
AF Agel v

#7 2§,

"z AR goldFE W
AR¥ESe AGFE vaAsel ST, BT U

n2 A9 B e A 9
g, d ARE % kel opA g2 Aol Al vl
ojZlo] npi wlwA 2
SeA A= z%—a— %°‘°l Fsle deer, of

Aoz &89 AlEA FE d2oire

FE djrda AFd Ha
ojdr| =7t A FATEME &
]o]/\ AB7} 628 Z0td
J Ao ot A W
7+ A9 %_Véo E&% H l b s =B
2 ggo] A or WAEE=
Fig. 2& 4% 14 2=z ojxzel £
S alM 2Hze AT Bx TIGEHES 283
me] Hx AF BPe Hel ot &3e 124
Alzteto] Ao 2 sl FuskA] &

M

ol A B
Adslal 641, 9AldIgke 2 gl ) o] o 84
w7t vlad w7] Wil Fo] 40 9fsie] &o
AN= AL WA st HHEAFE ik a4
At

Fig. 2 Current waveform in low pulsed TIG welding
for horizontal pipe(STS304, 3t) circumferential
welding”

e AFd A TIGERS 24 sl U

AL TIGEH Hlake] &<lo] 2

2) o]F FA BAld| disle] & o] HelR]7] 4tk
2789 A 2

[o3
4) vpse] §41A) olANES 7] 4k,
5) A& ASEH Bt At
o =4

32 1Fut HA TIGEH

B4 " Fuerd 100Hzo el &y A
TIGEH 2t & 4 Ut FulellA Artslo] sivls]
= TIGEH7 1= F82 924 F957} 500Hz7HA &

Journal of KWS, Vol. 21. No. 1, February, 2003



B2 ohag4el YoId g Alst §4 54

29

Ak, 2 9Tl e AR TIGEREE ¢
A kHzolM IMHz7HA 9} ZnFsh B2 TIGEHS
& 4 A ol Sl

Fig. 3¢ HA Fo4s) ofa ¢ge] 4AdAE B
ol Aotk Badl A% geol Avde 0= 39
1, ofAsE e Fdel A% 1mme] THE Hold 2
T B3kl 3k Falel A4 DC TIGEAS
12 Sk v]sled 10kHzolde] zmFal - TIGS
£ ahd 1 ;b o] quiol ) ol B 4 9l
259 2 TIGEHAME 438 Fag o8
B9 20 kHz2 ngaar, B dfs) wolx AR
T 2T "a Azt EghS uitold HEW
2 W7sle] &xsteE Aol sFssitt. ol zo] A
Firg wgspl =Y 83718 At 293
4 gojel Fdol HjmA golsiAA Hct.

3t slrg

o)
o)

4

oL 0

HURI

T

/L
77T T T T

Average current : 50A
Peak current @ 150A
Base current @ 5A

g — ]
= [ ]

Z

=~

< ooab —
o

o

7 Are length: 0.120 in. (3.0mm)

8 09 b Electrode : 2% Th-W, -
\a . DIA. 0.093 in.(3.0mm)

o Point angle 60°

E Shicld gas @ Ar 15L/min

Hole Dia. On =
Caopper plate : 1.0mm

.

L/ I 1 L
CONV. DC. 1 5 10 15

Frequency (kHz)

Fig. 3 Between arc pressure and pulse frequency
(TIG)

a7 A TIGEES B of=Zgo] AVl &
A28 v w2 He gHsE AR g8 e
Az 9ot

1) o}=e] ZHA o] Lafizict

2) Aol i FLeix olAe] x| £do] EA
2 ANA ger

3) vl ol Qg Herlkao] B3 {Eox o}
A o] F3sitt.

4) olA9] Aol 53| s7He HY 7484
T A8 Agtsid.

5) Z2AAF G = A<l o}Ar} Adojri},

¢

4. HA MAGEY?S| EAM

Zherg ol ZRH(GMAW) Zolld A= 7ixE

REHGHREREREE H21% H198 20034 2H

Ar80% +C0220%9] E37k2~2 sk MAG(Metal
Active Gas)&HANME F270A014e] FUAF 49
oAl Axglo] o]go] AojAm o]t AxLgo] o]
oAX = AHEZ7F A HAaH= Aol U,

Zefoll= MAGEH M9 ~Zgo] o8-S theto]sd
she AAF dde7ix] dojur s dlo] A9HE &
AetA 7FaAZ A8 & HAMAGERS o &
4 Fopol] AHgsl] AFe WS Ha lojA oo
et 714 3 AuHgit)

41 A MAGEXOAM S ME Tja He|

Fig. 4v B2 MAGE3HAY A/ #3E& Fele]
At d8He= 7 §o1E e AozA o
2e ol 7RIt

- It HlolA AR, A

-1, Ba A% EE 93 AR, A

- Ty © ¥l A3E, sec.

- T, : AAZ &= 93 AI7F sec.

= Tup 1 WOl AFAAAM Fa AFAA AF7F A5

sh=t] Azl AT sec.

- Taw © F2 HAFAA wlolx AFAA AF7F 2a

sH=d 2l A7, sec.

ol
-

(o4

Fig. 494 33 AF 7t 22 932 AL Tvs
ot g3 golo] BN BN ¥ WA B

Holl ofste] getg AT ojojA Ta 1 TuAl
o) 27l A SAL 9ds] &R oYt

=2 g zlo] WAMAGEA I ¥ £4%
olgfA|7|H Hx 3y dhtol] &4 3lr) ol3gH = 1
HA 1281 pulse 1 drop)9 olgo] dojzic},

A

A AC]

A
A 4
h
3
y

Current

Iy

A 4 A 4 »

Time

Fig. 4 Definition of current waveform in pulse MAG
welding.

29



30

BN
o
ol

42 Ax=g|o| o]

5l
[=]
HolMe| M7

rir

S RESIE B2 MAGS
7}y

t

Fig. 5% GMAWOA AE=rtaZd 89 COu7t
29 E§h|ol| we} 2o o|gio] o= YA A
2 Uil Aolth. MAGEAEAA Axgo] ogo]
dojzlE IA AFE 4270A10] 2 & + U,
CO7kxel &7} 27%°13 02 BolA|H AX#o|
o] dojz|7| Gt}

w}aw P2 MAGEHAY 33 AF e o 44

TRt w8 A JPACRE 184 1289 B
54 olFF& A& 4 k. o|FA Ha ARE A I
3 o] ARE WA s Hd AR7E AL dF
M5 AZgo] o3-S AL F71 olM A AdE <]
895

A 7} 2 Aeleh,

=4
AZ ol
“atold i wetolq s
100 L /@\ ¢tole] : A% 1. 2mm
W gjolo] £&7o| : 15mm
1
0 10 20 30

Ar 7tA 5] 'hab7k s 2881 &, %

Fig. 5 Variation of critical current by composition of
shield gas

43 EA MAGEHolAMel oty & of

4.3.1 71241 F 39 Aoi9 Jal

Fig. 62 H2 A{9 34 £ 93 Axd 27 I,
o Aol whet 1827 oY== %X—H At &
ZAE S vEhd Aotk ARE A719 [, ¥ &
A3 AF U T7h =P 182" n=go] dojAA
Azl AsAAYG ozt BeystA o 23y
I,7F U5 Zobd A3 Az Fo| Ay Ty7h v+
A =9 1827 12§ AR Retxn shuel
2201 & A7) st 182 o] dEt AF7E EEfol
ez §3o] 7|HM delolgoz HAY BT

30

ol 4
(F-Eei-2]

ERUNCE=T) b E S|
S W

F O A0 BOE HA0N
D 0rE ROtA

Q5
St
e

Al A=

x O 4

(et o

"

>
«%—%\‘ )

HES Ip, Y Tp THAIEE

2Tp gse a2
SELE WA /
*

1EA0IM0HM 128

St Lalglee R
AIRE O
.

h& g

¢

o_

=%
\;{.
.

Fig. 6 Relation between pulse current waveform
and metal transfer in pulse MAG welding
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