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Development of welding machine controller

using adaptive heat control in resistance spot welding
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thickness
where,

J, :target heat [J/mm®]
a : unit heat[J/mm’]

k : heat coefficient
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Fig. 1 Target heat for thickness
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Table 1 welding condition

thickness  welding time welding
[mm] [cycle] force [kgf]
mild steel 0.7 10 300
mild steel 14 10 300
galvanized 5 10 300
steel
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Fig.2 Heat control timer experimental result
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