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Effect of pulse parameter on weld quality in Al
5083-0 Pulse MIG welding

Ji-Yong Park

Division of Ocean Systems Engineering

Graduate School of Korea Maritime University

Abstract

The purpose of this study is effect of pulse parameter on weld quality
in Al 5083-0 Pulse MIG welding. The weld quality is comprised bead
geometry and arc stability. pulse MIG weld can control amount of
deposition. while the pulse is described by six parameters. main factor
of four parameters is the Ip(peak current), To(peak time), Thu(base
current) and F(frequency), these influence the deposition size and arc
stability. if select ideal parameter, deposition size similar wire diameter
and metal transfer appear which the OPOD(One Pulse, One Drop) not
occur spatter. once melting site become stable, this result can obtain
good weld quality. first test controlled four parameters after bead
geometry and pulse waveform analyzed. second test analysis the weld

quality of pulsed weld and DC MIG weld. The test results showed that

the pulse MIG weld is useful for good weld quality.
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3.1 GMAW % GTAW
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=
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3.2 Pulse GMAW

3.2.1 Pulse GMAW # 9]
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3.2.3 Pulse GMAW?®] -4
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4.1.1 23 Am 2 An]
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2 AR AYS 2UEY AHE 54 sglon, &RHI= de ASd=

B-one 715 AW7F AR H A

Fig. 10 €% 7](Daihen DP-500) Fig. 11 Kawasaki D plus
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571 Daihen DP-500
22 Al 5083-0
271 Al 5183 wire 1.2

(ER 5183)

A3 E}Q] Bead on plate
B37t~ 100% Ar(15!/min)
|fHEL 45¢cm/min
CTWD 15mm

=5 & F5 25T, 75%

Table 5.8 &4 A% =4
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Bt Bt SE] g3 | delxa | we]x H= | H=
T
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f
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(2) Hlo]| 2" 75 WHage 8% 249

=

l‘

2 2o Hlo] 2 FE 20A, 50A, 80AR FolFo] &4 &t Hjo]~
AF7F 20Ad M E &4 iE‘rE BEo A Tha B dAbo]l Yo, b
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