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Use of Accelerometer for Monitoring of Thermal Expansion and Contraction

in Resistance Spot Welding Processes
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Fig. 1 Schematic diagram of acceleration

measuring system
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Fig. 2 Accelerometer output and thermal
expansion(Mg alloy)
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Fig. 3 Accelerometer output for
current{Mg alloy).
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Fig. 4(a) Accelerometer output and thermal
expansion during weld time

200kgf,

10kA, Mg alloy)
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Fig. 4(b) Accelerometer output and thermal
expansion during weld time

200kgf,

20kA, Mg alloy)
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Fig. 5 Filtered accelerometer outputs.
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Fig. 6 Comparison of accelerometer outputs for
Mg alloy and steel
(Electrode force : 200kgf.
Weld current : 10kA)
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"In—porocess monitoring of micro spot
weld quality using accelerometer" (FC3-—
2, p358~p359).



