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Analysis of dynamic behavior of GMAW system using simple model
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Gas metal arc (GMA) $32 SHEFE AR A, $HEE, dojo ¢34
contact-tipol 4] E A7 A 2] A 2] (contact-tip to workpiece distance: CTWD), ¥$17] 7}, 9}°]°1
FTH 5% E F %oy, 93¢ £AFES dod AdG WY SAHNS gg 44
oo @, ¥ A7 MHFHY XA HAE 2RV A4 72T EAN $FEE,

CTWD, §37] /A §& g4¥o= s §AHAAN2RY FHAFY distd sj43de}.
43 Axd AAE sYsted 8471, golo] 8§ R ok3 e 5G4 L Fojof g+, &
£ @& F&oly L= WslE vHstajof g} oA da] AlLHE dolge
A sd 48P Doy pinch instability o8 L @& Zdo] Has, JYEFH

& si4sed 71&d A g-ste 544E ngsoor g
¥ dFdAEe ST FHATE #AE7] A5t £3E 8§ 5847 dFolg
2o gFARE 4587 4@ ¢ 29 AdEgd. A doe 49 EdH9 vu
st 2l gL FFeg.

2. 83 A£q9 24y

!

2.1 4 *l"%«l 544

AN =L Fig.1ol Yehd viet %:‘0] €719 ol FFFA=Z FAH Jod, ol
d437] Ak 83719 gelo] §§ R ok S44 L ATt §3V1Y 4L A
3 JYEA2 F4d RL J22 R¥FHE OgH 2o
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Lp 5 +RI=U,-U, €))

obz¢ E44oz §AFSL ofZAYL B of= Hole] BAE EIF Ayrend] 4 & AL
st}
U, =k +kyl+(kg+kgD £, (2)
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Geto] B ol77 AFaER ofaAGL 022 Fu AN

AAF F9oA TAGE A38H REdAE 2T ZE5) BlaEy F33] 2 &4
o] Y& Fugg ojddnz E370E TAGH stojojst 87 Aol Fo= Y
Ak §3o] olgdr] AAA Y FARSL §3 Z7)9 W= dFH Zo| yEd F
k.

Pes _,, ~@I+be %), ¢ =¢ +¢ (3)
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av, 2y ®d,’ (4)
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$3 9 olg AR J4LEF 2=do] Red] digtq 22} PPy LD pinch instability
o2& HEso sy, §2o] ojgsd {9 RyJt BT ogIT MUY
(£4=0). oI} Zo] $RE 54L& 4387 B ohvd deolg R A d {8
3=

2.2 @eho]3q9] ¢ 299

d2hold nEAY FH AFS HAstEd 4B 8HT 22l REqA AgHE I8
¥ 93 pinch instability ©]&# FAIE @& Edo] dast £AHY Ad(=FEH dF
olgolx @& {53 sde JFE vjAE A= EUZEN ARTIHos dFHA
opz olg It Gt Ui ¢ §5& ANFoZH GFALE 453

Wy mEg wé LdGHs] ddel G 2L AL Ak ) Y 27 9
Ao 7YoL $4ERS 27 AF WAL 4% WAR TN @ vF WY £
&3 §4% WFe gHe FAET @) MR wRP 4L Figaol vehd vt
2ol T WA= AsHH, 4 AN F5e A

@2olgo] @A Fig2ol UEhd wpeh Zo] F dA2 73, (1) 483 A 7Y
o] §3o] Ay FFoz=, ) Ady @FFI ¢4 oPHE FF L Ui, SN
FAd A g e xARYH AR o3te] AR, @ WF A st &
£o] P F&53 45 iR &Y FASE, 2 GANA Bemoulli §H L °l %
o gt FA A AFAAAY {&3 ol 2a85E AHANE O3F 2o fE
€.

2,2 2p2
PlzuOJa +_2_‘Y_ P2=E9.Ji+l
4 a 4 R
2 2
v, =\/—(Pl +g(a—h) v, = \/-p—(Pz +g(a—h) (5)
P

At,=AV, /v, = A=At +A
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3. 45 2 33

£4 N2" 33 542 Ve wE 1H S RungeKutta HLE ALdEH, G50
g R we §39 olgzAond dEAE AT F50d RES 7] &
o W& olast £¢ 4L YUl 45t o2& 729 473 1.20mQ 7 $AHEE A
3L Ao AZHE A4 E ARG Azho] e §HAF AQ, E540]9 W}
detol g A GFAE ALEAY.

LMzA0Z CTWDE 19mm, 99lo] $F455EE 100mm/s, $3H719 /AL E 19VE F
AL W, Az wWE LAHAFS AY, B4l WsE ALY Fig3dl YEU.
7 ASe AGe 47t 219A9 17.3VE AXEJYoH, detolda q44E w7l
QAP E AL BAET Fig3d dRRE £32dd 0& 53 F&olg 2= B of
Y do] 49¢ b 2dg AHEE 458 ¢ e & F Ao

HAo] JQe] ANEAHAE 714E AF doe3]9} vixd AAE Figsol Yo, 48
A &RE 50y =k dgto|gs 2xYo] neold. AJddAe A¥AdE U=
20% ALY A& HolAW 438 FFA A9EH} FFolY REFE dFFHA2H,
A A%Y] W FAE A&

dolg meo Ao JAF QoM E AdAFs} vnd AGA, nAF A
A 43E Zol7k 2gEY. ol ¥ dFAA AL o] dFo|Y WFE dxAl
@2 JHAsglens F33] FUHeE AR A% AARYY JFE A= 19
A &37] WjEd ez F3dA. Aoz 4FLHT dgolqd REqN A=
g9 53 AT S AREA d5ded 320 BE FFY F5ad o859 AN
£ A°] dash.

89

1. Ushio, M. and Mao, W., “Modeling of the arc sensor for DC MIG/MAG welding in open arc mode -A
study on the improvement of the sensitivity and the reliability of the arc sensor in GMA welding (1st
report)”, J. of Japan Welding Society, Vol.14, No.1, pp.99-107, 1996.

2. Lancaster, J.F., Physics of welding arc, Pergamon Press.

3. Heald, P. R, Madigan, R. B., Siewert, T. A. and Liu, S., “Mapping the droplet transfer for an ER100S-
1 GMAW electrode”, Welding Journal, Vol.73, No.2, pp. 38s - 44s, 1994.

-115-



Mean welding voltage(V)

Welding current(A)

0, 0,
2(a-h) ’
v V2
Fig.1 Schematics of GMAW system Fig.2 Modeling of short-circuit transfer
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Fig.3 Calculated welding current and voltage
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Fig.4 Comparison between calculated and experimental results
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