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Principle and Characteristics of AC Pulse MIG Welding

Dong Cheol Kim, Hyoung Jin Park and Mun Jin Kang
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Fig. 1 Current waveform of AC pulse MIG welding
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Fig. 2 Block diagram of AC pulse MIG welding power source
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Fig. 4 Block diagram of DCEN

Fig. 5 Bead shape of DC pulse MIG welding
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(b) Voltage waveform

Fig. 8 Current waveform of AC pulse MIG welding
(EN ratio 20%)

Table 1 Gap bridging in relation with the EN ratic

EN

. Bead Appearance
ratio PP
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