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A Study of Weldability Estimation of Resistance Spot Welding
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Fig. 1 Schematic diagram of welding variable Fig. 2 Typical measured welding variables
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Fig 3. Voltage peak point pattern
(I1=12%kA) Fig. 4 Maximum tensile strength plot

8 100
75 | Bt 90 p T
7t = 80 F —@— 5P CC0.651
£ = 70 F & SGACCO. 7t
T 65 | = —a—SPCC 1.3t
g g 60 p
T 6 2 50 k .—-“\A
5 2
g 55 F H 40
2 5} [ & 30 | :
45 | 20 |
) ) . . ) ) . 10 . i N ) L A .
4
5 6 7 8 ] 10 11 12 13 5 6 7 8 9 10 11 12 13
current [kA] current [kA ]
Fig. 5 Nugget size for the various welding current Fig. 6 Penetration ratio for the various welding current

-178 -



