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Abstract

The digital controlled SMA welding power source having the hot start current and short circuit waveform
control was developed. The inverter power controller was used an analog circuit and the short circuit waveform
controller was developed using a 8-bit MCU. For the evaluation of the developed SMA welding power source
it were compared with a domestic welding power sources. Using the high titanium oxide type and low hydrogen
type electrodes, the characteristics of hot start and short circuit was evaluated. Developed SMA welding power
source shows good start performance. Also, arc stability and low current weldability were improved by the

short circuit waveform control.
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(b) welding power source: B

Fig. 5 Welding bead and waveform domestic welding
power source at 90A
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Fig. 6 Waveform analysis of domestic welding power
source A at 90A
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(b) With short circuit control

Fig. 9 Welding bead and waveform at 60A using low hy-
drogen type electrode of 2.4 &
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Fig. 10 Welding bead and waveform at 80A using low
hydrogen type electrode of 3.2 &
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