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Fig. 1 Hyperbaric welding experimental system
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Fig. 2 Schematic diagram of welding power source control system
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Fig. 4 Electric field intensity of welding arc column be-
tween calculation and experiment
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Fig. 5 Weld appearances by different power source control value

440 F 440 F i

400 {1 400 b 60

360 - 360 B 150
< 320t < 320
S 280 1 g = 280 " ) 1 o W\w 40 g
B 240 2 & 20 ‘ )
g; 200 || z %’ 200 “ M HH 130 .
= 160 i B 160 ‘ TR LIS LR A 20

120 H|f % 120 LT I \I | { oE

80 - 80 T ! 10

40 :f 40 + 1o

0 1 1 1 1 1 1 1 1 1 1 1 0 L 1 1 1 1 1 1 1 1 1 1 1
0 2 4 6 8 10 12 14 16 18 20 22 0 2 4 6 8 10 12 14 16 18 20 22
B min(10%) B Rin(10%)
(a) LIRS BORRER] (b) IES )G

B 6 (BERREMSHARNENER.EEREE

Fig. 6 Welding voltage and current by different power source control value
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Table 1 Experiment statistical results
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