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Evaluation of strength and prediction of nugget size at spot weld
of the thin plate for the automotive parts
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Fig.1) Dimensions of the AWS standard test specimen (-mm )
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Table.1) Welding condition of specimen
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Fig.2) Finite element mesh of the specimen

=of

oo wE vjda ddxe] g Uyt Mild Steel?] &3 A 22 gomg I e ALY
12? wdn FAHE £HN Age @i“’iol o T3] Aty WA 2%of WE A gel Wi
ToZ I & A&V s o8 S EE HEE &3 FAHE MEgE o83t ddlst
o ML FAsnA Sk Vi E JhE 300NS mEEle 110x107°%Qez stgen? dze
T3 A2 BEE £HF ¥ A SHFAA Hol 2ol= (DAE ol £33

Q=0.24I*RT 2
A2 Transient Heat Transfer 3| E9 SOL 1598 A1g89x, AEdz zZtdd g3 2%

Ae SR
TEE Tt Wile 3718 dqS5stAT

= 2 - = L = =) 1
3. 49 A9 2 31F . 2 AFdN AFS AAZ FAs AR ddFgoln
3-1. AR vzle] A7)
Nugget Diameter (1.0t} Nugget Diameter (1.2t)
0 80
75
94 r——— = FEM
A Experiment 70 A Experiment
£ o 8 45
5 £
2 —— s
B L g e
i - we T
5 - 2 55
3 6 — A z
S * 50
z
5.
. 45
4 T L T T 1 40
70 75 80 85 50 95 62 64 66 68 70 72 74 76 18 80
Current, (KA} Current, (KA)

- 187~



56 Load (thickness:1.0) Load (thickness:1.2)

o
-
~
©
o
.

™~
™~

Load, (KN)
~

b
Load, (KN)

-

3

\\
I
A

46 el

70

T T T T
70 75 a0 as 20 95 60 64 o 72 76 8
Current, (KA) Current, (KA)

3-3 A= R H¥AA

Vickers Hardness/Energy (thickness : 1.0) - - Vickers Hardness/Energy (thickness : 1.2)
- ¥ -
254 a o . e Hv y| 20
N P {166 o . / \ | —s— Energy
9 .V\ ;! TTTTTT T s
, \ 4 184
. / \

&
P
>
//
3
(Hv)

Energy. ()
T~

l\ b\\‘\
N,
b/\l\\\
-1
i
EE
N
s

8
>
o
\\
\
g

g 8
Vickers hardness, (Hv)
Energy. (J)
b 8
.
. . ~o
»
8 B
Vickers hardnes:

g
»
\

.
8

@
8
&
]

70 75 50 85 90 05 82 o & e 7o 72 74 7 7 80
Current, (KA) Current, (KA)

ZEst A% 2UZolA RE vk gol AUER AFGE A2 sAHY B AR F

FACA EF MEHo] EATTE o] Kol Helgt & # o, I BAIG R0

4% 4 AR 2 4+ ok
T %

o do

AEst AFoe) BAE Aoz WA Eae Uehdon Nuggete 27k Hujszae
B 94X wABAN YSS T 4 YA ¥R 271 AR 2Aecn HA WP}
2 weHoz Zriete AL ofUs, oRE A%t Zletd AY Ui} pastE Aoz Az
ag., |

FEMol o/& e o2& 10l dAZ v e JehiR ey 12l E ezl 927}
WAFAT ol AL FERN BRAT A gk, AR O el daAF Sol e wAH

Aozt e

2o &£H 20L& A=/ HE 2 AL S
sto] Wyl FFEE FI, AEE 2%4
Fe HFEY BE TPz FAE B
84KAR A7, L.2telA 7.1KA] Aol
FrAbstE, o] W vzle AL &= A4d 74
€ et

T Aol old Aot MU BAE 1
A B2 MM AaiHor dn A4dEn. o
2 o] AgdAMe 10tdMe AR
#2 AL 7FELE FE EHAFS
S B850l M AF vZ 271 T AF ol A7)

M

=~

Faad

) o)A, AEA AT B H £HA SHAF simulation, L], 128 A235, p.2%0

2) Incorporation of Residual Stresses Caused by Welding into Fracture Assessment Procedures,
1999, pp.51-52 '

3 FH gAMLy £HFEME 2K A, pp7

[y

- 188 -



