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Trends of Monitoring Technology for the Arc Welding Quality
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Fig. 1 Bead appearance, blow holes and current
wave by unstable AC SMAW
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Fig. 2 The variation of arc resistance in SMAW by
two level welders
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Fig. 5 The result of arc monitoring and bead appearance in the arc spot plug welding
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(a) The arc start characteristics for the bead with blow holes

Fig. 6 The wave monitored for arc start failure and blow holes.
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quality parameter for melt through in butt
welding.
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quality parameter for melt through in butt
welding
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