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Summary

Spot welding is used as one of major welding methods of structural steel sheet for automobiles
from past to present. One of open issues is to eliminate chisel checks in quality control. The chisel
check requires the line stop for work and sampling process in addition to number of man-hours. If a
problem may arise, inferior products would occur by the same number as that of welding processes
ranging from a problem process to a check process. Our issue is, therefore, to automate quality
verification and conduct in-line inspection in a welding process. We have developed a monitoring
system which monitors the resistance between electrodes under the welding to assure positive
quality control, and have introduced it into a mass production line. This paper introduces the

philosophy of quality assurance and present conditions of practical use.
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Fig.1 Resistance between Electrodes and Growth of Nugget
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Fig.3 Resistance Decrease and Nugget Diameter
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Fig.4 Resistance between Electrodes in Spatter Generating
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Fig.7 Resistance Decrease and Number of Spot Welds
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