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Table 1 Chemical compositions of the tested steel

C Si  Mn P S Cr Mo B Al N
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Fig. 1 Shape and the sizes of the specimen
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Fig. 2 Resistance spot welder
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Fig. 3 Construction of nugget
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Table 2 Factor level encode
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Table 3 Data of orthogonal experiment
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Table 4 Contrast for residual standard deviation of spot-
welding joint nugget diameter
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Table 5 Contrast for residual standard deviation of spot-
welding joint shear strength
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Fig. 4 Influence of welding time, welding current and e-
lectrode pressure on nugget diameter of spot-weld-

ing join
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Fig. 5 Influence of welding time, welding current and e-

lectrode pressure on shear strength of spot-weld-

ing join
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