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Development of welding wire oscillation control system for mechanical
waveform control in GMAW
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Fig. 1 Schematic diagram of the wire
oscillation control system.
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Fig. 2 Schematic diagram of external current

Power
source +

controller.
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Fig. 3 Concept of wire oscillation control.
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Fig. 4 Welding waveform without control at
0.5/min.(191A, 22.5V)
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Fig. 5 Welding waveform with wire oscillation
control at 0.5/min.(145A, 21.7V)
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Fig. 6 Welding waveform with wire oscillation
and current control at 0.5/min.(113A, 24.2V)
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