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ABSTRACT

Ir-192 source is one of the most widely used radioisotopes in the field of non-destructive testing
applications. To obtain radiation safety it is necessary to take into consideration integrity of
welded joint in the production of sealed radiation source. Generally, the quality of a resistance
welded joint is strongly influenced by process parameters during the welding process such as
current, welding time and applied force. In this study, resistance welding technology and system
were developed for sealing of Ir-192 industrial radiation source capsules. In order to evaluate the
weld quality in real time, quantitative relationships between process parameters and electrode

displacement were also established.
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Fig. 1 Photographs of resistance welding
system
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Table. 1 Process parameters for experiment

Parameter |Symbol| Unit | Min. Av. | Max.
Applied
poe F | N | 1847 | 2463 | 3079
Force
Welding
I KA 329 | 362 | 39
Current
Welding
. T cycle 2 3 4
Time
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Fig. 2 Cross-section of welded joint
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Fig. 3 Photographs of cross-section in
accordance with electrode displacement
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Fig. 4 Electrode displacement model analysis,
(a) linear model, (b) curvilinear model
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