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Application of high speed camera for investigation of relationship between

welding time and melting efficiency in the AC and DC resistance welding
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Table 1 Welding condition for same heat input

Welding
time
Welding | 7095A | 50424 | 4945A | 4377A | 303A | 22664
fg“giic condtion [ 137V | 1.18v | 096V | 08V [ 075 | 0.8V
phase

Heatinput | 9514 9%43) 9504 958) 9594 952

Welding | B812A | 5726A | 45424 | 38854 | 3373A | 2U3A
Inverter | condiion | 1.40V | 1.25V | 1.04v {091V | 085V | 08V

oc
Heatinput | 954) | 955 | 845) | 9430 | 9560 | 953

Beyce | Bcyde | 12cycle | 16cycle | 20cycle | 4cycle
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Fig. 1 Digitizing and 3D rendering for
calculation of nugget volume
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Fig. 2 Experimental set up by high speed
camera

Table 2 Photographing condition for high
speed camera

R e

High Speed camera Phantom V.7.2
Picture per sec 12,000 PPS
Light 250W = 2EA

Lens 105mm F2.8
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Table 3 Macro section by variation of welding
time (950))
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Welding time, cycle
Fig. 3 Relation between welding time and
nugget volume
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Welding time, cycle
Fig. 4 Relation between welding time and ME
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