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Development of Q-MEXS algorithm for quality monitoring by instantaneous
dynamic resistance pattern in multi—point projection welding
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Fig. 3 IDR pattern in projection welding
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Status of welding machine,
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Status of contact tip and materials,

Weld current

Weld voltage
Weld time
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Average dynamic
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Heat generation
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Fig. 8 Flowchart for ( Q-MEXS algorithm
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