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Fig. 3 Collection circuit of welding voltage
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1 GTAW
Table 1 Comparing emulation error of backside bead width in plate pulse GTAW
10~ 30 impulse 31~ 60 impulse 61~ 90 impuke
Sverage Maxium error Sverage Maxium error Sverage Maxium error
Brror index
W /mm W,/ mm W/ mm W,/ mm W/ mm W,/ mm
Conventional FC 0.15 0.36 0.21 0. 45 0. 14 0.41
FNNC basic on GA 0. 08 0. 16 0. 14 0.29 0.11 0.27
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