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Effect of Process Parameters of Heat Input Efficiency
in Condenser Discharge Welding
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Condenser projection242 E&HAEEC] A2 Lgd AeolA condenserd] F3HE
A7l energys YAl WA ERA B3 Y ¥ AHRE ol&3e &HIE
olty. watA, spot&HF e AYEFH WEe Ve HAY ERIIT Yo, A
BAd Q7tEle AR Fyo] IukAFLHe aRAE A Y2, &, condenser®d
Ae 4 & g9l whAd patternd vl #FL Aol FFE= MY FA9} gormz
spot £HFR B} Y FuF FF Ao sleol asdith Condenser&HAA §HF
o QA7tEE energydl ¥ F, &3 4dFE 2FAR WPl = condenserd] &F
3 A Agte] FAE ol &3t A4rsn T 2y, olHF &FH YEF AL wH
L &3 A9 142 HFE o|&de Holmz SFHAA AN TS WA AAAA
o BHU ASE A BFY 7 gtk 2 B Y AR SHE AT
o= EBE7sm §HR FHol & olERE F47) Bol §3 FABY A oEgol
ga&tk 2 A7odME condenser§H FF HHJEAT AP dpeoE FA
monitoring 7] &€& ©]4389 &3 ¥ AsE AZFsn 2 FAE wgez &3 94
g e Brixle T W4Eo] ddle HEE 3 Aolth
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E A ALSE 2AEL BT A¥AHol 5% FAH "@iFolen, AT
20/20 g/m’e] SlATFE AANF thg WAL HL BTN st A4E EE
chromate $2o] EF oot ¥ F 1L &3 ZHL HAFE Aoz FAH A,
48 % HHA 1/ 71E€7E vUelle AgE dYrle e Id5-E TR USSR 44
o] AgHd dsle 4 AAEHT. £33 L high speed camera®t condenser&3
¥/} monitoring system& AA BEIIPT 2 AHXE EAE §HE 34 A3 &3
dd 5&E A S
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a9 18 &3 AF Atolo]l AEHE AR & AHA 87L& ANFHHELE | F
A A A AF FFEXS 47 BAE VR Aolth 2 £ At F
7Vl et ARUE 1FgFH R FUEn AL € & Ao a3y, AA A
He 4% ARols a9 290l WA 7eve Fad A FAME Asstzgle
o ¥& HARGGANME 53] AF7IL717F Foldt) olg|d o]fE spatter A I
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A BAZE = Aoz WwHAY 08 3 A S£FZXA WM 318 AAA

A AT 3 dEFL F4sAe B39 HAH SH4FHE B Jeg,
PEzA =& 2 olddME shite T4 vehle ud, #9449 == $3S
QoA FFLEE AL Eole Y Fede 270 ol peakE BATE 7]
AFLEe 7o 2 HUd 2AdME FET forging GEol U7 Aol &8585
o] g o) spatter® AT, 2 FI} §FH IHY FTIRI AEH HH AF
T dAAHo7 HFAZE BolAE ez Ag®r) W, spatterd] 4L £7 IF[A
o8 E&E FA AJe Aoz uvehged, a23% Ade 1Y 49 AAHo Ut
o] A¥ AT wed FA Aol F/Ige matA Tdd] ALSE AA energyFe
AXdHoz ZFrlsta o}, Y spatter7t FAHE FH MYl ¢ F/HEASAR
E731 Y4 enargyBe Woldth o] aydME T3t F8 AMEE 2R 5
Qed, 2R FHe] wyez A4l £H YLHFF monitoring systemE o] &3+
Azg 23 dd% Aolde ¥und & ol UER de FHoloh oA UK
g2 A9Y SU%len, 438 2 £ J9¥ 1&L, $3RAUE EE AEHY 4
o} ¥nixjg]l 24 2 A9 ZFHd daEME ol Bo L iR F4L 73
= FJ2 43 3L dHezE o o FEHE Holgd¥ # Utk

4. AE

£ ¥4 monitoring system# high speed camera® ©]%3 < condenser projection®
A FTRE ALY 23 B FA &7 Fol LASE spattere THHLE AR E
At AFE oA £3 ARY FHAT FAE 2T AJTh -7 R 4
25 oj30= condenser?] £%-g 7|RE A4bdesle] £3 JdEHE A& FHY WL
£ ZAd gIdA wlg E 238 doF 5 Lol HAFHUG dEkA, & TH Y
HA3 9L &3 @9 AN AE H3lde WwE=A] FA parameterE9] A&l T
A7E B&3tojof sy, &3 JIdF Fod itz P HAEJ AT ZoR
was gt
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Charge voltage Welding pressure Forging pressure No. of windings
(V) (kef) (kgf) (turn)
100 - 350 200, 250, 300, 315,350 350, 400, 425 20, 40, 60, 80
60 45
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