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Abstract: Welding technology is a key aspect of the manufacturing industry. With the application
of aluminum alloy expanding to more applications, the demand for advanced welding technology
for aluminum alloy is constantly increasing. The aluminum alloy welding process requires a multi-
output welding power supply to improve aluminum alloy welding quality. In this paper, we design
a novel type of multi-output converter that outputs dual DC or single AC according to different
welding process requirements and analyze its working principles in detail. Considering the influence
of load current variation on the circuit’s performance, we established small-signal models of the DC
and AC working modes and large-signal models of the system. Based on these models, we designed a
control algorithm for the proposed multi-electrode arc welding power supply. Finally, we constructed
an experimental prototype and demonstrated the feasibility of the control strategy. Based on the
welding power supply designed in this paper, the welding process control of aluminum alloy can be
more accurate, resulting in better welding quality.

Keywords: large-signal; small-signal; welding power supply; control strategy

1. Introduction

Welding constitutes a significant manufacturing process in modern industry. Alu-
minum or magnesium alloys are commonly used in the industrial production of the aviation
and aerospace fields due to their high specific modulus and strength, strong corrosion
resistance, and other advantages. However, oxidation of the aluminum alloy leads to
the formation of a dense oxide film, which has a higher melting point and faster heat
dissipation than the aluminum alloy. This results in faster heat input and dissipation of the
substrate during welding and leads to defects such as pores or deformation in the weld
beam [1]. To reduce these weld defects, researchers proposed to weld the aluminum alloy
by multi-electrode arc welding, where more than two electrodes are utilized to generate
welding current and the output current of one electrode is used to clear the oxide film.
After clearing the oxide film, the substrate is preheated to ensure that it can be quickly
melted during welding. Simultaneously, the output current of the other electrode is used to
melt the welding wire, whose droplets deposit onto the weld, forming a complete weld or
accumulation layer [2].

Multi-electrode arc welding technology requires a multi-electrode arc welding power
supply that has more than two current outputs. The power supply can adjust the output
current in real-time according to the requirements of the welding process. The output
current can be AC or DC, constant current or pulse current. Therefore, the power supply
must have a rapid response speed for the welding power system to meet different welding
process requirements [3-6].

There are many combinations of current multi-electrode welding processes, such as
tandem welding, dual tungsten argon arc welding, bypass electrode GTAW welding, dual
wire bypass coupled arc welding, arcing wire GTAW welding, and dual wire indirect
arc alternating bypass welding. These welding processes are composed of three or more
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electrodes and DC or AC current. According to different process requirements, different
welding power sources are combined with different welding processes.

Currently, the multi-output arc welding power supply is composed of several individ-
ual power supply sections, where each power supply has the complete rectifier, inverter,
transformer, and output rectifier unit. It is crucial that the multi-electrode arc welding
power supply has several electrodes, and the electrodes should coordinate with each other.
In some welding processes, the output of multiple electrodes must be synchronized or
have a certain phase difference, but the current multi-electrode arc welding power supply
cannot meet those requirements. Therefore, it is necessary to develop the circuit of the
multi-electrode arc welding power supply and design the control strategy on this basis,
such as the transient response characteristics under the multi-electrode arc welding process.

The power supply for multi-electrode arc welding is a multi-output current power sys-
tem. Studies have been conducted on multi-output current power supplies, whereas there
has been extensive research performed on multi-output voltage power supplies. Therefore,
the power structure of the multi-output voltage power supply can be used as guidance to
design the multi-output current power supply. The architecture of the multi-output voltage
power source is shown in Figure 1, which is referred to as the intermediate bus type. The
power supply in this architecture has a high overall efficiency, and its volume and cost are
low. Thus, this architecture is a suitable multi-output power supply architecture.
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Figure 1. Intermediate bus power architecture.

The control strategy of the multi-electrode arc welding power supply is the most im-
portant aspect of realizing multi-electrode welding. During the welding process, according
to the welding process requirements, the current will be in a stable state or change rapidly at
a certain time. The current change can be sorted into large-signal process and small-signal
process according to different welding processes. In the large-signal process, the current
changes over a large range, whereas in the small-signal process, it is dynamically adjusted
within a small range. Therefore, the large- and small-signal modeling should be established
before the control strategy is designed.

There are numerous small-signal modeling methods and many control methods based
on the small-signal model. For example, the PID control method is based on the small-
signal model. Ang et al. [7] studied the small-signal model of the PID controller based on
the simulator for the DC-DC converter. This small-signal model describes the PID control
process, but the model is not combined with the converter. The large-scale application of
digital devices realizes the real-time tuning PID control method. On this basis, numerous
researchers studied the adaptive PID control method [8,9], which can adjust the required
duty cycle value in advance according to the established small-signal model. Based on the
adaptive adjustment, Cao et al. [10] proposed the delay feedback automatic adjustment PID
controller, which reduces the complexity of the control and shortens the PID controller’s
intervention and adjustment times. However, it is not suitable for large-scale adjustment.
To make the PID small-signal model suitable for large-scale regulation, Du et al. [11]
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proposed a PID controller based on the nonlinear small-signal model, which can complete
the adjustment of some large signals but increases the complexity of the control system.

Small-signal control can only maintain stability at a steady operating point; however,
the stability of the system under large-signal adjustment cannot be guaranteed, in which
case the traditional linearized state space method is no longer applicable [12-14]. Therefore,
it is necessary to establish a large signal model to determine the feasibility of the system.

Large-signal modeling methods are still under research. The traditional modeling
method uses nonlinear switches to establish the large-signal model of the system [15].
However, this method is not suitable for the large signal model under different working
conditions. The behavior description method is likewise used in large signal modeling.
In addition, these two models are mostly used in simulation research [16]. Liu et al. [17]
used the ideal transformer model to replace the switch to establish the large signal model;
however, such a model can only be established in CCM (continuous conduction mode)
mode. The traditional reduced-order simplified model substantially simplifies the system-
level simulation and retains some module characteristics, which has evident advantages
in simulation. However, this method cannot provide theoretical guidance to analyze the
system [18]. Therefore, it is necessary to establish a new type of large signal model to
describe the large signal change process in the welding process so as to apply the multi-
electrode arc welding power supply.

Current multi-output welding power supplies involve combining multiple sources for
different processes, using three or more electrodes with DC or AC current. This requires
numerous power sources, increasing cost and impacting production efficiency. There
is a need for a flexible, cost-effective multi-electrode power supply suitable for various
processes. A power supply meeting the combination requirement can be achieved through
multiple electrode combinations. Characterized by ease of use, affordability, and efficient
control, this power supply holds significant potential. Research on multi-electrode arc
welding power supplies is in its early stages, with no suitable method for the main circuit
and control strategy.

In this study, we designed a topological structure for a multi-electrode arc welding
power supply, dividing the current change process into large and small-signal change
processes. By establishing models and analyzing the converter’s working principle, we
designed a control method and constructed an experimental prototype. The resulting
power supply offers improved response time and cost-effectiveness compared to traditional
multi-output welding power supplies, increasing its applicability, response time, and cost-
effectiveness as compared to conventional multi-output welding power supplies, therefore
providing a viable option for broader applicability.

2. Topology of Multi-Output Arc Welding Power Supply

The multi-output arc welding power supply proposed in this study is shown in
Figure 2. igl and z'gz are the target current values controlled by the controller; i51 and i,y are
the actual values.
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Figure 2. Topology of multi-electrode arc welding power supply.
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The converter includes a three-phase rectifier unit, a full-bridge inverter unit, a high-
frequency transformer, a rectifier unit, and a multi-channel output unit. The three-phase
rectifier unit converts the 380 VAC to 540 VDC, which is converted to a high-frequency
pulse with a frequency of 20 kHz after passing through the full-bridge inverter unit. The
turn ratio of the high-frequency transformer is 14:3. After passing through the transformer,
the voltage of the high-frequency pulse decreases and the current rises. After the output
rectifier unit, the voltage becomes 50 VDC. This voltage stays constant during welding and
is not affected by current output; hence, it can be omitted from the analysis in this study.

The multi-output unit is the most important component of the converter designed
in this study, as shown in Figure 3. S1-S4 are the IGBTs in the circuit; L and L; are the
inductors for stable current in the circuit; Ry and R, represent the welding arcs. In the
stable welding process, the welding current and voltage basically remain constant and only
change within a small range. I arc can be regarded as the resistance to analysis. Ig1, Ir2,
VR1, and Vg, are the welding currents and welding voltages, respectively.

The multi-output unit is composed of the buck chopper circuit, and according to the
different output, this circuit can be converted into a full-bridge inverter circuit. We use
different colors to represent different output patterns: In Figure 3a, the red and blue lines
represent two DC currents; in Figure 3b, the red and blue lines represent different current
directions in AC mode. Figure 4 illustrates the working principle of the IGBT in each mode,
and the color representation is the same as in Figure 3. The multi-output unit can output
dual DC or single AC, depending on the requirement.
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Figure 3. Different work modes. (a) IGBTs switch in DC mode (b) Continuous Current in DC mode;
(c) IGBTs switch in AC forward mode (d) Continuous Current in AC forward mode; (e) IGBTs switch
in AC reverse mode (f) Continuous Current in AC reverse mode.
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Figure 4. Principle of converter. (a) Principle of DC mode, (b) Principle of AC mode.

In the welding process, an inductor is used in the converter to maintain a stable current,
and its operation mode is always CCM mode. Therefore, during the welding period, the
output current and voltage remain constant. In the analysis, the welding arc is regarded as
a resistance, whose magnitude changes slightly within a certain range.

As shown in Figure 4, Sy, Sy, S3, and Sy present the drive waveform of each IGBT. V4
and Vg, are the voltages of the welding arc. Igj and Igp are the currents of the welding
arc. S5y and Sy are keep in turn off state. When S and Ss are switched on, the currents flow
through the IGBTs as shown in Figure 3a, and when S; and S3 are switched off, the currents
flow through the internal diode in S; and S, as shown in Figure 3b. So, in DC mode, when
S1 and S3 are switched on and off, the DC voltage is chopped, inductors L; and L, are in
CCM mode, and the current through the resistance is DC current. This working principle is
shown in Figure 3a,b, and the specific waveform is shown in Figure 4a,b. In Figure 4a,b,
T1 =50 ps, D1 and D; are the duty cycles of the driving waveform of the IGBT. The duty
cycles are changed according to the setting current.

At time T, S1 and S3 are switched off; the current on resistor Ry flows from V1,
through S1, L1, and R; to V,1_, and the current on resistor R, flows from voltage V1.
through S;, Ly, and Ry to V,1_. At this time, inductors L1 and L, store energy, and the
current continues to increase.

At time Tq, S is switched on and Sj is switched off; the inductor L1 continues to store
energy, and the current on R; continues to increase. Since S3 is off, L, discharges to stop
current changes, and the current flowing through R, decreases. At this time, the current
loop flowing through R, passes through the internal reverse diodes of S4, Ry, and L.

At time T, S1 and S3 are switched off. The energy stored in the inductor L; starts
discharging, and the energy in the inductor L, continues to discharge to maintain the
current flowing across the resistors R; and Rp. At this time, the current loop flowing
through R; passes through the internal reverse diodes of Sy, Ry, and L.

At time T3, S3 is switched on, S; is switched off, inductor L, is charged, and the current
flowing through resistor R; starts to increase. At this point, the current across resistor Ry
continues to decrease.
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At time T4, S1 and S3 are switched on, returning to time Ty, as described above.

As shown in Figure 4b, 51, S, S3, and S4 present the drive waveform of each IGBT. V4
is the voltage of the welding arc. I is the current of the welding arc. When the converter
is in AC mode, the welding power supply can output forward and reverse currents. In
the welding process, the frequency of AC current is generally 40~50 Hz. Therefore, in
AC mode, an AC cycle can be regarded as the combination of two DC modes, which are
the forward and reverse DC modes, respectively. Another difference with DC mode is
that when the S; or S3 is switched on or off, the Sy or S4 are kept in the on or off state to
provide the circuit with continuous current. The specific working waveform is shown in
Figure 4b, where T5 is the cycle of AC welding and D3 and D, are the forward and reverse
current duty cycles during AC welding, respectively. In contrast with the DC mode, in
the inductor discharge stage, assume that the loop controlled by S; and S4 is the forward
current as shown in Figure 3¢, and the loop controlled by S, and Sj is the reverse current as
shown in Figure 3e. When the converter works in forward AC mode, S; is switched on or
off. In this mode, Sy is kept in turn-on mode, while S, and S3 are kept in turn off states,
and the continuous current can flow through S; and the internal diode in S, as shown in
Figure 3d. When the converter works in reverse AC mode, S3 is switched on or off. In
this mode, S, is kept in turn-on mode, while S; and Sy4 are kept in turn-off states, and the
continuous current can flow through S, and the internal diode in S4 as shown in Figure 3f.
The discharge loop in the forward current is through Lj, Ry, Ly, S4, and internal reverse
diodes in S,. The discharge circuit for the reverse current is through internal reverse diodes
of 54, Rl, Ll, Sz, and Lz.

At time Ty, S and S, are switched on simultaneously, and the current flows through
Vo1+, S1, Ry, and S4 to Vy1—. During the AC forward period, S is switched off and on at a
frequency of 20 kHz, while Sy is always on. Therefore, this mode can be considered to be
the same as the DC mode, where one IGBT is used for chopping while the other switch in
the loop is always on.

At time T1, in AC mode, the current changes from forward to reverse, and S; and 54
are switched off. Then, after a certain dead time, S, and Ss are switched on. The current
flows through V,14, S3, Ry, and S, to V,1—. In the AC reverse mode, S3 is switched off
and on at a frequency of 20 kHz, and S, is consistently on. The mode in this case can be
regarded as the reverse DC mode.

At time T, S, and Sj are switched on, and S; and Sy are switched off, as at time T.
At this time, a complete AC cycle has been completed.

In AC mode, the dead time should be considered. For the converter in this paper,
there is no dead time in DC mode. In AC mode, there is dead time when the forward and
reverse currents are switched. In this paper, the difference with the full-bridge inverter is
that there is no secondary side of the transformer to provide a continuous flow circuit to
release the energy of the primary side when switching. Therefore, when the voltage on the
inductor and welding arc drops to the constant voltage, the internal diode of the opposite
IGBT would be turned off by a hard switch. Since the constant voltage is 50 V, the voltage
on the IGBT is relatively low, and the effect on the IGBT is small due to the protection of the
RC absorption circuit and the high voltage tolerance of the IGBT module. Due to inertia,
the change in the arc lags behind the change in the current, so when the current drops to
zero, the arc does not disappear.

3. Modeling
3.1. Small-Signal Modeling

There are numerous small-signal modeling methods, such as the state-space averaging
method [12], the time averaging method [13,14], and the description function method [15].
In this study, a small-signal model of a multi-electrode arc welding power source is es-
tablished based on the time averaging method. According to the time-average equivalent
circuit principle [14], the small-signal equivalent circuit of the multi-electrode arc welding
power supply can be obtained, as shown in Figure 5.
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VDC() D, C==R,

Figure 5. Simplified model of converter.

Taking the output loop controlled by S; as an example, the following switching states
can be obtained:

Switching state 1: S; is switched on, diode D; is switched off; the inductor L; and
capacitor C; are charged by the input power supply, and power is distributed to the load
R;. The inductor current iy ; rises linearly with slope e;. Let the state variable x = [i} vl7,
then the equation of state is:

{ irn = —va/L1+vi/Lq )
va = i11/C1 — va/(R1Cy)

Switch state 2: switch S; is switched off, diode D, is switched on, inductor L; dis-
charges to load Ry and capacitor Cq, and inductor current ij 1 linearly decreases with slope
—ep, then the state equation is:

i1 = — 150 o)
o 1
Vs = —g,c;Va

The rising slope e; and falling slope e, of inductor current are respectively:

{ er = (v; —va)/ L1 3)

er = vs/ Ly

Additionally, since the two groups of parallel chopper circuits have the same structure
and device parameters, the state equations of the control loop of S, can be obtained as

follows: .
{ i.LZ =—vy/Ly+v;/La @)
vp = i12/Co — v/ (R ()
iy = —7;0p ®)
Z}b = —ﬁvb

The rising slope e3 and falling slope e4 of inductor current are, respectively:

{ €3 = (vi - vb)/LZ (6)

ey =vyp/Lo

According to the converter principle introduced in Figure 3, when the converter
outputs two DC currents, the current is controlled by regulating the duty cycle of the S; and
S, driving voltages. According to the different current values of I5 and I, the converter
can be divided into four states, as shown below:
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Thus, combining Figure 6 with Equations (1)—(6), letting the state variable x = [iL1 v,
ir> vp]", the model of the converter in DC mode can be obtained by using the state space
average method:

¥ = A% + By, @)
Among them,
0 —Lil(ll—dl) 0 0
1
Ad; - 0 0
A — C1 R]C1 8
0 0 0 —f£(1-dy ®
0 0 & &G
T
B= [Lildl 0 Ldy 0} )

When the converter outputs AC, the simplified model is shown as Figure 7,

5y L
g——cT Y Y L
d; [

Sz L
= L o—o— (Y 'V YL,
sz = +
C=—FR Vlrl[];

(a)

(b)

Figure 6. Switch status of S; and S, in DC mode. (a) i; = i, S; and S; are switched on at the same
time, (b) i; # iy, S1 and S, are switched off at the same time.

Sl Ll
o o e Y Y Y\
<> Vbe Dy C==R,
S2 L2
o o i Y Y L

Figure 7. Simplified model.

By analyzing the working mode in the AC mode, the following switch states can
be obtained:
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Switching state 1: S; and S; are switched on, diode Dy is switched off, the inductor L;
and capacitor C; are charged by the input power supply, and output power is sent to the
load R;. The inductor current iy ; rises linearly with slope e;. Let the state variable x = [i;;
v,]7, then the equation of the state is:

{ %Ll = —0va/ (L1 + Lp) +v;/ (L1 + Ly) (10)
v, =i11/C1 — va/(R1Cy)

Switch state 2: S; is switched off, diode D is switched on; inductor L; discharges to
load R; and capacitor Cq, and inductor current ij ; decreases linearly with slope —e;, then
the state equation is as follows:

: 1

i1 =—740

.Ll L1+L2 a (11)
Oa = "Ry Y

The rising slope e; and falling slope e; of the inductor current are:

e1 = (vi —va)/ (L1 + L)
{ er =0/ (L1 + L) 12)

In the AC state, the converter can be divided into four states, as shown below:

Therefore, combining Figure 8 and Equations (10)-(12), the state variable x = [i} 14 U+
ir1— va—]7, the state space averaging model of the converter in AC mode can be obtained
as follows:

¥ = A% + By,
+
— Rl [Va
(a)
—R] Va
+
(b)
Figure 8. Switch status in AC mode. (a) AC mode (+) switch status, (b) AC mode (—) switch status.
Among them:
0 —ri(1-di) 0 0
1y __1_ 0 0
A — C1 1 Rlcl (13)
0 0 0 i (1—ds)
1
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1 T
B:[L1+L2d1 0 ripds o} (14)

Small-signal disturbances are applied to the state space average model as shown in
Equations (8), (9), (13) and (14), namely:

1L1 Iy + i, 2 = I + i
=V, + 7,0, =V, + 7 (15)
d1 =Dy —i—dAl,dz =D, —I—jz,dg, =Dj +dA3,d4 =Dy +dA4
In this form, Ir1, I12, V4, Vi, D1, Dy, D3, and Dy are the steady values, and the “*”
symbol variable is the small-signal disturbance.
Therefore, the expression of the small-signal model in the DC mode is as follows:

i = T[ (1= D1)0a + (Va + V;)dy + D19;]
00 = @(Dllu +Innd — i)

16
i1 = 515 [=(1 = D2)dy + (Vj + Vi)da + Doty (10
Oy = T(D21L2 + Irady — i)
The expression of the small-signal model of the AC mode is as follows:
iy = m%(l — D1)0a+ + (Vay + Vi)dy + D18y
~ 1 2 # 2
Oay = 507 (Dripy + Ipqdy —114.) 17)

Z¢L7 m[ ( D3)Z7af + ( a— 1 Vz)dAB + DB@i]
Op— = (Dle +Iods—ip-)
According to the small-signal model of the converter shown in Equations (16) and (17),

the small-signal model of the converter shown in Figure 9 can be obtained when the input
voltage disturbance is ignored.

(b)
Figure 9. Small-signal model. (a) Small-signal model in DC mode (b) Small-signal model in AC mode.

After obtaining the transfer function of the equivalent circuit, the equivalent small-
signal block diagram of the converter can be determined, as shown in Figure 10. Herein,
G(s) is the transfer function between duty cycle D(s) and output I,(s), and E(s) is the
error transfer function between I,(s) and I. Gy(s) is the transfer function of the PWM
generator, H(s) is the transfer function of the sampling, and G,4(S) is the transfer function
of the controller.
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Figure 10. Small-signal block diagram of the converter.
The final small-signal model is as follows:
U, 1
Gpe(s) = Ge(s) == (18)
‘ dl 1+SZ%+SZL1C1
U 1
Gac(s) = Ge(s) 7 (19)

dil 1+ SM%F + 52(L1 —+ Lz)cl

3.2. Large Signal Modeling

Since the small-signal working state is a response to the small-signal disturbance,
when the power supply output changes rapidly, it will be in the large-signal working
state, and a large-signal model is necessary to describe the transformation process of the
converter [18-20]. During the large-signal process, the welding current changes rapidly,
and the current control strategy must be fast and accurate to ensure that the current can be
adjusted to the given value. In this section, we establish a large signal model to describe
the working state of the converter in the large signal process. According to the small-signal
establishment process described in Section 3.1, the averaged global state space model can
be generally described as follows:

x = A(x,u)x + B(x,u)u
{ y=C(x,u)x+ D(x,u)u (20)

where x is the system state variable; U is the input variable; Y is the output variable; A, B,
C, and D are the system matrixes of the response. According to the working principle of
the converter mentioned above, the converter for welding processes is a non-linear system;
if using the same large-signal control strategy for all large current changes, the current
response time would be different. Therefore, the large-signal working phase should be
divided into n sub-phases.

. n
x =Y wi(X;, Up)[Ai(X;, Up)x + B(X;, U;)u]
i=1
n (21)
y= ‘21 wi(X;, U;) [Ci(Xi, Ui)x + D(X;, Ui)ul
1=
Among them, X; and U; are the state and input variables of the model, respectively;
W; is the weight function corresponding to the local model, which can be a Gaussian



Electronics 2023, 12, 1800

12 0f 18

function [21], a trigonometric function [22], an exponential function [23-25], etc., due to the

requirements.
0< wi(X,», Ui) <1
n

’21 wi(X;, U;) =1 @)
i=

Because the output current range of the converter is large, an individual weight
function cannot cover the entire working range, so the global working area of the converter
is divided into three local working areas according to the actual working conditions of the
converter.

Thus, the large-signal model of each sub-phase is obtained, after which the weight
function is designed, finally yielding the global model. After the welding arc is generated,
the voltammetry characteristics of the current and voltage are specific. For example, in the
TIG welding process, the voltammetry characteristics are U = 10 + 0.04i. When the current
changes, the voltage changes along with it. As shown in Figure 11, the current is limited
to 300 A, and the work phase is divided into three segments, namely, 0-100, 101-200, and
201-300 A. Therefore, the benchmark operating points of the large signal are (14, 100), (18,
200), and (22, 300), respectively. In different working periods, the coefficients of the weight
function are different, and the function of the large signal changes accordingly.

I(A) A
U=10+0.051
300 |- - —m 2
E Range of
250 200A~300A ' Weight Function 3 \
200 ..................... d v I"_
i Range of .
150 100A~200A | Weight Function 2 | Large-signal
! Model
100 ............... fd :_ ..... E_
50 | 0A~100 e i Rangeof
; i Weight Function 1
i E >
»
0 5 10 20 25 UW)

Figure 11. Region divided by large signal model.

Considering the complexity and accuracy, the Gaussian function is selected as the
weight function:

wi(x) — r.”i(x) (23)
X opj(x)
j=1
where
3

il ) = [ [ (L L Pl — 2 b en

i1 1+ exp[m;(x; — xjo — b)]

where m;, x;9 and b are constant terms.
When the input voltage and load current changes are considered separately, the weight
function can be designed as follows:
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o 11/ expl—mig (ig—igoi—a)]
:ul(lg) - 1+exp[mig(ig—i80i—u)] (25)
(ion) = 11/ exp[—my , (i1oad —iload0j—b)]
Hi\toad) = 1+explmiy, ; (i1oad—T1oadoj—D)]
wherein Ai
13 100 13 Aijpado
. e — = —_—— . = M b = 2
ngo AigO a 27 Mitoado Aijpado ’ 2 20
Therefore, the large signal model of the converter can be approximated as:
Gd01(1+s/wz) 3 1
G = —wval A\~ ' 7/ 72 . 27
() = w1 (¥) = +;[w’(x)1+sL/R+szLC] &7

4. Control Strategy Design

The above analysis shows the small-signal and large-signal models of the multi-output
power supply; based on these models, the adaptive control strategy of the converter system
can be constructed, as shown in Figure 12. After the load current is measured, we can
determine whether the power supply is in the small-signal or the large-signal work process.
If it is in the small-signal work process, then we adopt the small-signal control strategy. If it
is in the large-signal work process, different weight functions must be selected according to
the current value. The transfer function of the output to the control signal is as follows:

Octrl

w;(Ig,110ad) Gei(lg, f1oad) (28)

n
o i3

According to Equation (28), the controller can be described as follows: when the
working conditions of the converter (I; and ij,,) in a large range of current change, the
weight function would monitor the change of working state in real-time and be adaptive to
adjust the action of each local controller weight coefficient to ensure the system has good
global control performance of the work area and a good transient response.

Therefore, during the welding process, the method proposed in this paper can be
divided into large signal processing and small signal processing. The limitation of tradi-
tional PID control methods is that the PID adjusts using the same K}, and K; parameters for
all current modulations, which results in inconsistent results for small and large currents.
Therefore, in this research, the current is divided into three ranges and combined with
different weight functions and PIDs in each range, thus the adjustment effect is consistent
in different current ranges. Based on the above theory, when the current is switched from
a small to a large value, the weight function will be switched first so that the current will
quickly rise to the required value.

| Small signal control

|
|
4—:— Local Controller :
|

+ I
7] Converter 5 [ Loadl |
O_g— Circuit T3 Load2
X |j—————- —r ==
|
|
| Weight Local :
: Function1 [ Controller 1 |
|
|
. |
1 Weight Local
< |
PWM : Function 2 Controller2 | |
|
|
| Weight < Local :
: Function 3 Controller 3 |
| |

Figure 12. Control strategy.
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5. Experimental Verification

To testify to the above theoretical analysis, an experimental prototype is built; the
experimental prototype is shown in Figure 13. The HMI for multi-electrode output is
designed, and the current and voltage can be set by the touch screen. STM32F407 is used as
the controller to output the PWM to control the multi-channel output unit. The load box is
used to simulate the arc, and the resistance of the load box ranges from 0.05 to 4 (). The bus
capacitor is placed behind the constant-voltage output unit to stabilize the voltage during
welding. A total of six 2200 uF electrolytic capacitors are used.

Screen

Figure 13. Experimental prototype.

In order to prevent the IGBT from being misdirected by dv/dt when the IGBT is turned
off, a reverse turn-off voltage is applied to the IGBT in the drive circuit. The IGBT drive
circuit designed in this paper has a +15 V/—8 V drive waveform, as shown in Figure 14.

Time:50us/div  V: 5V/div

|
ey !r;_ = _1#9: el = — = (: [—:
+15V |
|
-8
= = == =0 .M == == ="z
-8V | : | F“

Figure 14. The drive waveform of IGBTs.

The rapid change of current will produce high voltage at both ends of the IGBT, so it is
necessary to set up a protection circuit to protect the IGBT and to choose IGBTs with a high
withstand voltage as well. In the circuit, the IGBT modules with a high withstand voltage
value of 1200 V are selected. Moreover, an RC circuit is connected in parallel with the drain
and source of the IGBT to absorb the peak voltage caused by the fast shutdown. The RC
absorption circuit in this paper has a resistance of 6.2 ohms and a capacitor of 10 nF.

Experiments are designed to verify the performance of the converter. First, the experi-
ment is conducted to check the current output of the converter in DC mode and AC mode.
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In DC mode, the converter could generate two current outputs of different values. In AC
mode, the converter could output the same forward and reverse currents. In addition, in AC
mode, the times for forward current and reverse current are 21 ms and 4 ms, respectively.

The small-signal model and the large-signal model are also testified to. To verify the
performance of the control strategy, the adjustment time could be observed and compared
with the traditional PID closed-loop control strategy.

The experimental waveform in steady state is shown in Figure 15a,b indicate that the
output current in DC or AC is relatively stable and the inductor is working in CCM mode. In
steady-state operation, the output current is stable, indicating satisfactory system stability.

Time:20ms/div Time:20ms/div Io1 (50A/div)
“1 o 1 I ( 1 ()0 A/ d lV ) .“H".Lkl.‘m“h mi M. \(MMMMMM UIJJL‘LALW IJMJ uhlﬂb%)ﬁin“rlu

e
leOA

90A

{fr' e

e
H—!

Io2 (100A/div) ‘

(a) (b)
Figure 15. Steady state output waveform. (a) Dual DC currents (b) AC current.

In the working state of the small-signal process, the duty cycle change will not be
drastic. When the input voltage changes drastically, it can be quickly adjusted to the given
current. As shown in Figure 16, compared with the traditional control system with PI
regulation only, the current system changes steadily and adjusts quickly. During welding,
the stable current can keep the welding arc stable.

Large- and small- signal control

118us

Time:200us/div>—t——1 I (20A/div)

Figure 16. Small-signal control output waveform.

By observing the conversion between large current and small current, it can be seen
that the large-signal control strategy designed in this paper can realize fast adjustment. As
shown in Figure 17, only 187 us are taken when the current rises from 50 A to 250 A, and
only 245 us are taken when the current falls from 250 A to 50 A. The response time is short,
and the system has a small overshoot.
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Time:10ms/div Io1 (100A/div) Time:200us/div 187us: : Io1 (100A/div)
————
. e
! | |
50A ‘ | 250A ‘ 50A : : 250A
. e e
-
| |
| |
| |
| |
| |
| |
(a) (b)
Time:200us/div | 245 | loz (100A/div)
| |
| |
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| |
| | %
| |
| |
1 1
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(©)

Figure 17. Large current and small current response waveform. (a) Large current and small current
(b) Small current rises to large current (c) Large current drops to small current.

In the welding process, the large signal generally also appears when the current
changes significantly. Therefore, the current direction change in the AC state is the most
typical application scenario. As shown in Figure 18, compared with the traditional PID, the
current changes faster in the AC state, and a higher welding frequency can be achieved in
AC welding.

Large- and small- signal control

Time:200us/div Lo (200A/div)

Traditional PID control
Time:200us/div

,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, N 2 T D S

Figure 18. Large signal control output waveform in AC mode.

6. Conclusions

In this paper, based on the intermediate bus power architecture, we designed a con-
verter suitable for the multi-output arc welding power supply and introduced its topology.
Based on the designed topology, different IGBTs can be controlled to realize dual DC current
output or single AC current output. When two IGBTs are controlled to switch on or off, the
converter can generate dual DC current output. When an IGBT is controlled to switch on
or off or to stay in the on state, the converter can output AC current. The working principle
of the converter is analyzed in this paper and can be easily applied in a converter.

The small-signal model of the converter in DC and AC modes and the large-signal
model of the system are established. The small-signal model is based on the time-averaging
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method, while the large-signal model is based on geometric segmentation. Based on the
established small- and large-signal models, different current changes would be controlled
by different control strategies to realize the rapid current adjustment.

An experimental prototype was designed to verify the model we proposed. The results
showed that the converter designed in this study has good stability, and the control strategy
can rapidly respond and generate the output current compared with the traditional PID
control in both small-signal adjust and large-signal adjust, such that the welding current
and adjustment ability are significantly improved. Furthermore, the proposed converter
shows the availability of higher-frequency welding.

For future work, the research on multi-output power supplies for multi-electrode arc
welding will focus on improving the current response speed and current output synchro-
nization at high speeds to achieve higher AC current frequencies, as well as continuing to
advance the control method of multi-output power supplies.
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