Contact us at swi@spotweldinc.com
800-582-5229

WELD, INC.
Excellence in Resistance Welding

Electronic Air

Functionality: The purpose of electronic air is to allow an operator to program a weld force (or pressure) into an
individual weld schedule.

Fundamentally, spot welding is only a function of three simple variables: Current (a.k.a. “heat”), Time, and Force. On a
traditional spot welder, only two of those variables are adjustable from programming the weld control; Current and
Time. Itis often left to the operator to determine and adjust the weld force by manually adjusting a pneumatic
regulator. Charts are available to look up the appropriate force, then an operator needs to translate the force to PSI
(pressure) using the diameter of the air cylinder, and finally the operator needs to set the regulator at the appropriate
pressure for the material. A force gauge is often handy for calibration as well, because the weld head weight is not
taken into account.

Electronic Air uses a pressure transducer and volume booster, allowing an operator to skip the steps laid out above and
simply program the weld force. This feature is useful when production requires the frequent changing of materials or
parts, or for welding single parts with variable thicknesses, or for factories where operators tend to forget to adjust the
force settings.

If the welder is going to see the same parts 24/7/365, or has infrequent change-over, it makes less sense to spend the
money for this option.
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