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Development of Holder Ampere Control Arc Welding System and It ‘s Usefulness
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ABSTRACT According to the industrial development welding technology is necessitated to
develop in the direction of full automation, high efficiency, energy saving, and full
safety. In this study, thus, a simple holder ampere controller for welding systems is
developed and applied to arc welders and its capability is examined and tested. The
results are as follows:

1. It has a simple structure, since the primary AC power for the welder can be directly
controlled using a triac.

2. It can control the electric power strength in several steps as well as on and off
easily, since a small-sized variable resistance is installed in the small controller on
the welding holder.

3. In real field applications a welding system with this controller increases the working
efficiency greatly compare to the conventional arc welders without the system, because the
controller can control the ampere onsite far from the main power supply.

4. It can reduce the probability of the electrical mishap due to electrical leakage, since
the electricity is disconnected as soon as the switch is off or welding person’s hand is
taken off from the welder after the work or for rest.

5. It can control the welding depth in the beginning and do the crater treatment well in
the ending of welding, since it always supplies the relevent amount of electrical current.
Therefore, it can improve the mechanical properties of the welding zone.
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Fig.1 Holder ampere control arc welding system
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Fig.2 Metal arc welding machine applied holder ampere control system
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(a) Moving shunt core (b) Holder ampere control welding system
Fig.3 Welding beads by welder of moving shunt core and holder ampere control welding
system
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