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Design and development of data acquisition

method for TIG welding power supply

DU Wenping, LIANG Dong, LEI Pengwei
(Xi'an Aerospace Engine Co. , Lid. , Xi’an 710100, China )

Abstract ; At present, the advanced welding industry at home and abroad uses information technology ,
networking and other means to monitor and collect the parameters of the welding process to ensure the
welding quality, but it is limited to automatic welding equipment. The power source of manual argon arc
welding belongs to non-automatic equipment and has no data interface, so it is difficult to monitor and
collect various parameters during the welding process. Aiming at the main welding parameters ( welding
current, arc voltage and flow rate of argon gas) of manual argon arc welding, a special welding parameter
acquisition box for the manual argon arc welding is designed, in which current, voltage and gas flow sen-
sors are inlegrated to realize the real-time acquisition of welding parameters in the welding process. At the
same time, the Ethernet port of the acquisition box is used for networking and centralized control of weld-
ing equipment, which realizes real-time monitoring, real-time acquisition of welding parameters and cen-
tralized equipment control in the welding process, so as to ensure the welding quality of products.

Keywords ; data acquisition; argon arc welding; data acquisition box; centralized management and

control ; system integration
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Fig. 2 Basic circuit diagram of chrrent transformer
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Fig.3 Pin diagram of chrrest sessor
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Fig. 4 Pin diagram of voltage sessor
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Fig.5 intereal schematic diagram of acquisition box
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Tab. 1 Descrintion of external interface in acquisipon box
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Fig. 6 Physical picthri of acquisition box
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Fig. 7 Overall business process of online monitoring and acquisition for welding parameters
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Fig. 10 Detailed real-time information of welding machine
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