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A Study of Dynamic Characteristic for Resistance Spot Welding Process
' Using Servo-gun System
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Abstract

Air gun has been one of the good tools to press two sheet metals. However, it is not easy to control the acting
force precisely. A Servo-gun is a good tool to control the acting force on the workpiece comparing with the air gun.
Servo-gun has a higher tensile shear strength and lower indentation depth as well as smaller spatter. Dynamic
resistance was obtained according to the acting force and welding current. As the acting force was changed during

welding, the welding quality was increased.
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Fig. 1 Photo of servo gun for resistance spot welding
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Fig. 5 Spot weld specimen for tensile shear test

T

Table 1 Chemical compositions of TRIP(wt %)
C Mn Si P S S-Al| N Fe
0.084| 1.52 | 0.97 |0.078{0.005| 0.04 {0.004| Re

Table 2 Mechanical property of TRIP

Yield strength |Tensile strength Elongation
(kgf/mm®) (kgf/mm?) (%)
40~50 62 30~35
Table 3 Welding process variables
Welding time Welding
(cycle) current(kA) Force (kef)
15 6, 7, 8, 9 |200,250,300,350,400
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