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Abstract

The current waveform was analysed to monitor the weld quality in real time process.

The acquired

current waveform was discretely analysed for the top and bottom limits of peaks as well as the pulse
frequency measurement. Fast Fourier Transform was implemented in the program to monitor the pulse
frequency in real time. The developed algorithm or program was tested for the validation purpose. The
cross-section of weld profile was compared to the current waveform profile to correlate the monitored
signal and the actual parts. Pulse frequency was also used as auxiliary tool for the quality monitoring.
Based on the results, it was possible to evaluate the quality of welding by measure the current waveform

profile and frequency measurement.
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Fig. 3 Current waveform in welding process
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Fig. 6 Welding Monitoring System
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Fig. 7 Correlation of current waveform vs. weld profile
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