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(A Study On Inverter Arc Welder for Energy Saving in Power Station)
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Abstract
In this paper, the welding characteristics of inverter arc welder for energy saving is presented. DC arc, pulsed
arc and high—frequency arc are compared on the basis of welding characteristics and energy saving.
Especially, Superposition of pulsed arc and high—frequency arc is researched.
According to the simulation and experimental result, Superposition method is superior to ohters in the aspect
of energy saving and welding characteristics without defect.
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