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Reliability control of the resistance welding spot

Li Shuangji
(Xi‘an Space Engine Factory, Xi‘an 710100, China)

Abstract: In order to increase the reliability of resistance welding spot, the approach and
methods were propoesed. The reasonable measure for assuring welding spot quality were adopted.The
reliability engineering technique assistance analysis was adopt, eg. the whole course of the welding
was monitored and analyuzed for welding quality control. The outside factor effects affecting the
welding spot quality were determined, the mending measures were then taken. Therefore, the resis-
tance welding spot reliability was increased.
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Fig.1 Reliability growth test
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Fig.2 Welding spot with stoma in fuse nucleus
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Fig.3 Spot not fully welded
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Fig4 Relationship between the voltage of the power
supply and current of the spot welding
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Fig.5 Relationship between the cut intensity and impress

depth of the spot welding
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Fig.6 Splash in the welding spot
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