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The Quality Estimation of Welding using Dynamic Resistance and
Electrode Movement in Resistance Spot Welding
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Table 1 Chemical composition of cold Table 2 Mechanical properties of cold rolled -
rolled steel sheets steel sheets(t=1.0)
Chemical composition(%) Materials Tensi(lﬁﬁs);r)ength Elor(l(%a)tion Remarks
- High hardness As cold
C Mn S P Al Si Fe SCP 850 38 rolled
0.0392|0.2336/0.0079{0.0124|0.0359/0.0003| 99.67 | | LOW é‘é;iness 330 53  |Annealed

Fig. 1 Waveform by spot monitoring system(9,000A, 10cycle, 250kgf, CF 40°)
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Fig. 2 Waveform of dynamic resistance and electrode movement by welding current
(High hardness SCP, 10cycle, 250kgf, CF 40°)
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Fig. 3 Fracture shape by cross tension test
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Fig. 4 Effect of welding condition on nugget size
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Fig. 5 Nugget diameter, indentation and tensile shear strength by welding current(10cycle)
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