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2 Resistance Spot Welding (RSW)

alaraee(@ut.ac.ir :olsle lvosge ot s



BVE 1 OF) dsxis OYAY o & 0)lad D+ 093 «yusS ol il pusiio 4y 3

Wl 00 a3y 59 2SI 315 5 5y i ) el B gmnin B
o1 o], 21 2], 0[1 2], "
ox|p ox | oy|lp Oy | Oz|p Oz

by Jleel caa b o glodg (S Sl canglio o ol y> oS
DIV ol o oolail 55 alaly 51 (b olSws jo aidy Sy (S xS

I =L (v)

ol S 1 g 09580y esd Jleel (oS ol 1 ol o S
dle Caz pj syl g (ple Lawgs oadeal)d (Sl
DIV] Conl oais odliiwl 039 (S S ol Coglie

. A_C O-e,w/e (T )

C e,ave

(v)
iy oad gy S0 jlul (S Sl pwled cuoglio R (Y+°C) ()] 3 &
LC su::w L;iu&o )L.uﬁ ol 9 y.°C L5L°') » ba)ASJI 9 5)9 u«:’«u
cd)_mUo uol‘u C‘IG‘AAC ‘([\A] V.ot )Jl).)) ual.o.) C}]aw dasuine Colus
P ey 4 plos pleal bigio gilus 5 0, , (V-°C) 50, (T) 5
ML’L;O y.°C 9 le.n.)
IV ol o oolazwl (F) daly &ygods )l Juol dlayl

D.C.a_Tzi[k.a_T}i s +i[k.a_T}
ot oOx Ox | Oy oy | Oz 0z

1 )
+—V¢p-Vo
P

Oiils) capd kg ofig oS il c o JB D ol S
23 Copeh 09> bod oy 2l cud b cwl ool Gl
V] 298 o0 dnalore

c)ryz = CTA + T_m (6))

gl sales iy & T, 5 T, aogd s Sl H, o o &5

ol 8 55 ) e 02 oS s € g T gassSd
03 25 1] 3 b &5 5 Sitdl K] o o
T 9 Ay D 2) 2 s S

d{o}=[C]d {&}-{C; }dT )

Bulk electrical resistance

Electrical Contact Resistance (ECR)
Solidus

Liquidus

AW N =

oot (sl g slwodle andl ol cunday o8 (SOl LS p ade cas
dalllas > oS Cuwl oads a8 )3 a5 > Jae cpl 0 (goaxie Sluwlbre o
085 b ok ol [A] phlSer 5 syin bawg ordelsl
PG o )3 015485 IS dwsin ) 5 by el (2led Cunls
ilods # Mol

hoglie ghabi b diejd (eodae dgume olall (sl Jlos
ol oo cas b ol 5l eolatwl ds )3 .l sddipll 5400
ozl sl Gl JI elil )l (Sl 4l (258 (S0 sl L
@39 Silwdnd il Slbi (o dine))d 4B Ojgo sl flos
ot AN sle 5 [A] 2 bog (il 5 (S Gl
9 Y] 99 lawgs (oles glad 5 (S0l 5 )l (uled oSy
5 Y] 3 by (Sl (oS penis 5 (o> 405 48 IV] (48
SB[ ] S 5[N] Sy g JSlSem Jlo =g Sl (sla il
B 3l (sySn )3 290 (U pas 45 dgad adgT L s
oMl ge ()l (sanigd b (ganSS (glad jl odlatul o8 (Sl
Dl oo e yut 1y 55 Ko dgaora yloll Glalllas

S8 a (laglie gl o> (28 (oSl LS e )
Glogilofl b ol zuls b 55 s cov dgiomelell Jio S
S0 yeie o Cels LY poisegll ST (g5, oadpll 29
ok g gloj ol lajiall bly ol 5>l 48,515 anslie
o9 465D (alod CulS (28 (Sl LS LS e ) Sudg
wled ol wdlS Sldlls T o, e GBS 5 sy 90
Oypods (§jlwdnd il Bld (o3ae Jas ) ooled g iz sl il
oy p pimen Cusl oddpll (SolSom (5l (Sl s
=5 18 256 o oten ol S el ol g el (S )gllie
&3 0375 5 Oyl 8b oo ailaite )il 45) (b 483 0l
ol ond (5UT polie

)‘50'39)_"
ol 0l &1yl JolS" jobods oy

slaiolejl

P N N e e ¢
Oldl Jio 53 4880 iz Sy Shg 9 e iluJse cdally,
ol 00 o 5 e yobody iS50 ol ) dgdxe

Llgy =) =) -¥
Slase ) (V) dal)) (§) (SoysI Jously oY i dad
N GBrg P (Sl Jeasly @iy @ pbcws Cap isiue
Gas Mo ) 35S S S Canglio oS glod] j V] A8 a,S

o1y



bos 9 3,18 3929 (o5 g (oSl (laee (53,88 al>pe sl 5>
Lo ig J515 55 1034 280! ()3 s g9 51 <l 361 (5lo il
2 e 205 29801 93 (e Joe )3 (39 93 Cm leS 03,5 29
ol (oSl gzl Il 39Sl o8 (5 Sdgn (gl
S gl 4 dog b (S pSIl Jeily g8 )5 298l 90
3§ 3 e o Candas ()50 035000 IS (sl 0 Jlos
@39 o8k Cax Syl Mg e plysar snslcassay (S8l 55l
Cygo il JGl Ly, oS 4 5 ol & 5 e edlizal Lo
Pyl

ol Bl GilEl easl g uSUl (go50 (6)heSS sl
5 bulyd b dsgeome JS dape nl 5l Gy 9o glad (S0l
g oo Loy ialS 51 3)lg als e yen 5l odel Canmdas oles sled
ol sy g Gl gl sddaunle glod 4 ax g L dlge ol
3L (S5l 5 ()l (S Sl Slawbro (sl 0 (Sluigse Slo
ol o odlatl (gan Jloj

* Mechanical force

[CleuisyS g i sl Jolis s 5 e die} gdio} o] p oS
BMWSI dT g o 3y cups Hop {0} «SawM- SV L ilo

o gilw Jre =Y =) =Y

ShSy

Olalad syl ayliie 3gatalall Jao 53 (¥ USKE) Laog Sl g 59 dlal
Silwosle s ol o 48,5 L 13 o5 gl jialesl > iy S
ol 48 )5 oy 3 dilginl S Gygods (LB e daS Gl L9,
odiploul oy slayinle] ol 4 dv i b (e 4eSs oyl dlal .ol
035 el Jdo )3 Lasvgio (6)Bgx sl gl )l L 3jdie (hgrabas (sl
ol

Silwdd Xig)

g ye Jols o5 gy Jlosl (sloojly ol (giload o1y
ol 5 B 330 5345 3 5SSy

| e

, = Convection with water Electrode pommm A s e !

i ® Electrical current : ,--" | Heat convection with air _;

! e Electrical contact resistance |- e T - Sheet

i ® Thermal contact conductivity | z S
TP B e e, P s s ST e T 1 1
' » Vertical displacement = 0 ! L R T e i
| ® Electrical potential =0 e | * Electrical/Thermal bulk :
i« Heat convection with water R Electrode i properties of previous spot '

............................ | b==  * Mechanical connection F

Fig. 1. Boundary conditions and specific domains
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Fig. 4. Geometrical specifications of electrodes
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Fig. 8. Distance-Diameter diagram for experimental and numerical
results (welding time is 4 cycles)
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Fig. 11. Cross-section of welding nugget, distance=12.5mm (Dashed-
curve demonstrates the approximate heat affected zone)
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Fig. 15. Temperature variation in welding zone in finite element model;
(a) distance = 5 mm, (b) distance = 20 mm (negative x lies between
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Fig. 19. Scanning electron microscope images of nugget section for (a)
distance = 5 mm, (b) distance = 20 mm, (c) raw sheet
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Fig. 22. Al and Cu distribution along A-B line, overlaid on Scanning

electron microscope image of heat affected zone of single welding nugget
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Fig. 23. Concentration of Cu in heat affected zone for (a) distance =
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(White particles represent Cu)
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Fig. 20. Al and Cu distribution along A-B line, overlaid on Scanning
electron microscope image of heat affected zone of welding nugget for
welding distance of 5 mm
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Fig. 21. Al and Cu distribution along A-B line, overlaid on Scanning
electron microscope image of heat affected zone of welding nugget for
welding distance of 20 mm
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