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Meshes of model of shunting in resistance spot
welding for 2219/5052

Fig. 1

TR it 0 ) P 3 120 5 2% b R R L T R
FEREAS TR FE A it , T AR S T R 3 . A

MNAVIT W A
7 77 # REE N -

I4.47

& f3.92 DA e e

E l336 bLipiptideaiesa

= - ~

5 2.81 D gy di bl ko phg 8y e e 0
S W24
Q f  crr e vediiansEves s SNWAWI G477 " -
= J1.68

o)

B

B

. _\\\\

|
]
{\.ﬂ |
| I
)
E ]
. ]
|
5 T
o |
— 1
= i
Q 1577
w 1.0 PAA L S LN
m Ty YN T
A Vi LA )
0-71 ll/ll/’ }\\“‘
’LE IREREE Viv L
L O A A O B R A |
.@ 0'35 L I O B B O |
L O O A A |
0 L T I U U O Y A |

Sy FA A R RN AR A R T s A
e, BN XN HA R B 30 W/ (m® - C).

TR

2 fFE R ] BB AR LS R A

KRR, S R/INASIR], ASTR] (] HE ) 3
AT (1 =200 ms) WA 2 F7s. B T4 KA
], s ORI 2R IR S ASE] (1 =200 ms) ,
WK 3 fiok.

S SR RIS S A e R B Y
AR B VIG5 O A MRS 5 M8 R B i, R
B4 LR M SE T s b . ORI ARA A
A FhL B T8 /)N Ml L B e DD B Ao S ) PR3
15 DA HRLBEL B/ ) 55— s N R i, S ORI 43
LR 0 | 1 U

2.88
2.52
2.16
1.81
1.44
1.08
0.72
0.36

MU p /(10°A + m™)

I 2.46
2.31
1.98
1.65
1.32
0.99
0.66 1
0.33
,

1
I
I
I
I
1
I
1
I
I
|
T
]

B p /(10°A + m™?)

(d) ] #E24 mm

(e) [B]#E28 mm

2 ARESEEBREESH

Fig. 2 Current density distribution of different weld spacing
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Fig. 3 Temperature field of different weld spacing
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Fig. 4 Current density distribution and temperature field of improved processing
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Fig. 5 Nugget diameter of two continuous welds under
different weld spacing
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Table 1 Nugget diameter experimentally measured and
simulated
S s [ HIIE HAZ BlE R HAZ

L/mm D,/mm D,/mm
12 0 0
16 4.44 4.95
20 5.44 5.99
24 6.55 6.74
28 6.88 7.18
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Fig. 6 Profile of the nuggets of improved processing
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