200485 FH St UHELf 5 LE=E, 20045 118, &t

A&2HE GAZ RS AF-EA W F24971 dagF: QMEXSS] &

Application of Quality Monitering Algorithm Q-MEXS for Resistance Welding
of GA Steel Sheet
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Fig. 2 Waveform by inverter AC spot
welding machine
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Fig. 3 Dynamic resistance by pattern
Power source
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Fig. 4 Q-MEXS parameters to input current
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Table 3 Quality evaluation algorithm of Q-MEXS
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