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Tible 1 Proposed system for analyzing welding phenomena

measuring parameters

» welding current (I}, arc voltage (V)
P arc light, arc sound, temperature

measuring method

P 1-processor unit
» smpling rate : up to 50kHz

data processing methods

P -V line diagram

P Statistics

» Frequency analysis

P Oscillogram, Histogram

P arc stability
purpose of proposed P metal transfer mode
P weld quality
system » welding power source performance
P signal processing method for sensor
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MS-WINDOWS
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