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Development of Microcomputer-Based On-Line Monitoring System of
Spot Weld Quality
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Abstract

A new method of on-line monitoring of spot weld quality is proposed by analysing weld
votage signal. Weld voltage signal has been modeled by autoregressive model which is suitable
for on-line modeling scheme, and order of the model is detemined by F-test. From the chosen
model, dispersion of the fundamental frequency is calculated and correlated with weld tensile
shear strength. Upon experimental results, it has been shown that fundamental frequency
dispersion of weld voltage can be used as a good parameter like maximum thermal expansion
in on-line monitoring of spot weld quality. Microcomputer implementation of the proposed

monitoring method is also developed and presented.
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