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Fig.1 Development of arc welding power source
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Fig.2 Comparison of pulse current waveform Fig.3 Correlation between
arc time and penetration
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Fig.5 Droplet transfer of special pulse MIG welding for small current range
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Table 1 AC pulse welding methods and their feature
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Fig.8 Example of AC pulse MIG welding Fig.9 Example of AC/DC hybrid

superposed low frequency pulse control pulse MIG welding
3.2 €M ;&ﬁﬁvﬁiﬁ&%ﬁ " [YGW12 51T (406mm) - Ar20%COz: | o
1

HEEART (72 L OBEHEZIL, i
ARy MNEENZHRINTWD, Ll
BHARY MNAETIXY — 272 W E)»
HEELIATZENMLETHY ., BB
(ko TIIBBETFAT DO DE B ot Sommins

oM W o
AP YOO L

i 17V
(A PELBER - 64 min)
TRMAEY  33He. ENLLFE 50%

ERERTDIREDHREMLDIL (a)@% (DCEP) v7isiE  (b)BERSA B
LB LRRD, Fig.10 Current waveforms
< B A EELT, in small current MAG welding

W DBRBEVLELLRVA, EEOBEADEELE BHELIHBROEALIZELRIREL
mmtil FOBRASESFOM AL ZE T 5L, ABBKICERLEARAE(BEDLD) Z2ELH W
Lo T- BN BB, Fig. 10 (D) ISR IIRA R R~/ BT, 20X MEE MR T572D
BB SNTEBEFETH D,

AR WA EICED B ABDIER, VA YRR EOHEMEV ST AERDBAEL, NAZD
B5 1k . vy AT BTV OO m LR O REBHIENTED, $12EP/ ENMBIERFH
WAL S DI LITE ST, IARESROE — FAR O #l#G FTRETH D, REO0. 6mmt, F
o7 2mmOERT HRBREMF~OBAKRL, Fig. LUIRT, BR2XFvry72H1 T2
KR O THAITHL b O ARE AT it~ 7 T ClE R R BE R R DR D,

F—16

NI | -El ectronic Library Service



Japan Wl ding Society

33 XTI REBNHT 1T BEER

A= ZHIHR T 1 7 B BIRORZFRE R BT,
HH 50~60HzFE B ICE ESIN T\ 5, L) LFig. 12
DI RZIMBEEBEEMES DL, 7T— 2 OE PN
HANL, B (DCEN) ICHWT — 78R o5,

E=RERICRBRIES R AR O R EIIFig. 13
DIHTHY. BEEBERT DI > TEIRARIRS, S
E—Rigxsgme ., 2V —= MR iR 45, (b) BEEZRYTBEIE

(XREER  33Hz . ENEELLE - 50%)
:@ct'ﬂfcﬁﬂﬁﬁgﬂlid‘%Yﬁ@ZVG%KﬁE%&ﬁéfly)\ 7 WA JWoZWT BUAS0g Mmoo
H RBOGBMML . L= rF o n

NA=DATRDOWERE | 7= /R 5bo&BINE | L T T T
M TORFT 4 7 tE B DOIEESCE IR P KX Fig.11 Lap joint welding
VY, for extremely thin steel plate
ge AC 100A EP duration ratio (dep) : 30%
i ‘
[
e
fa”
-
i 3
T3
&

& (a) 50 Hz (b) 100 Hz (c) 200Hz

Fig.12 Current and voltage waveforms of AC TIG welding in typical AC frequency
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