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Welding Quality Improvement of Inverter Spot Welder
by Electrode Movement Control
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ABSTRACT

In resistance spot welder, the assurance of weld quality has been a long-standing problem. In this paper, the
relationship between welding quality and electrode movement is investigated and verifies experimentally that
the electrode movement can be used as a control parameter. We presented the welding quality improvement
based on fuzzy control using electrode movement as a feedback signal. Welding quality of resistance spot
welder is verified by destructive inspection such as testing of tensile shear strength. Experimental results

excellent compared to those of conventional constant current control.
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Fig. 1 Principle of spot welding.
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Table 1 Rule-Bace for fuzzy inference.

B E'NB|NM|NS|2zO|PS|PM|PB
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for variation of welding conditions.
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