135285

b 4 [
aiseiiiumsane msthAamunisTasmianudiumu USHusIAIFBNNINIVANAIIN
o A 9 =Y 9 a A M W@ v
ﬁlﬂal,ﬁﬂl‘llﬂ\‘lﬂi3‘]J'Jufn§L‘Hﬂilﬂ')'lﬂﬂ']ﬂﬂ'\ﬂ‘]f“ﬂﬂﬂ Iﬂﬂi‘]f ﬂﬂﬁ“ﬁajaﬁiﬂ‘l’ lﬁulﬂi@ﬁﬂﬂ?ﬂﬂ’lﬂ'ﬂu

9 dy Y o o < Y A A Q’ A
AUMU ehJﬂ'lTVlﬂﬁﬂﬁuvlﬂvnﬂ'li'ﬂﬂﬁﬂﬁﬂﬂkﬁﬁﬂﬂa’mglqlﬁ GhJ 3 ANITMITOUADHUITUNHIU
° Qy Aa : LYY a n’l A A y ad Aa d'
MINIAIUELDIA FUNUNUATILVUIVUNUTUY Lm&”’]ﬂl\ﬂu'ﬂL‘If'f]llﬂ?UﬂLﬁﬂIT\iﬂ'ﬂNﬂ']ﬁlﬂﬁUuzﬂ

2 s da 4 & o 2 o
‘ﬁQlﬂuﬁﬂT’)gﬂ'ﬁﬂi\?‘?}&ﬂﬂ‘llucluq@'lﬁTWﬂi511 %muuuwmmum1mmﬂﬁauuﬂﬁuﬁﬂumn
WIANTIU JIS Z 3136:1999 lLﬁ%ﬁ"lﬂ'lﬁ‘ﬂﬂﬁﬂUIﬂiQﬂ'%ﬁQﬂﬂﬂWﬂ MUNAIPIUIIS Z 3139:1978
VA ° ~ ' &R A o £
Waﬂ1ﬁﬂﬂﬁﬂ\3ﬂ§1ﬂa'ﬂlu'E‘J‘anﬂﬁw%15m1ﬂ1ﬂﬂnﬁ\3ﬂﬂlﬂ'ﬂu YUIRUANALRZNITHADUDTAWWAN
14 y N ¥
a 2 ¢ 1 ' o 3 o a '
‘lfuﬁmweu‘ﬁauy,sm mmmé’hu‘nm‘ﬂzagiu‘mamuﬂ 0.30-0.36 llﬁﬁi’i]ﬁll INHANITNANDI
9 Ay 4 - ' t a a 4 1 ny 3
. ﬁ']ﬂ'ﬁﬂﬂ@ﬂ]lﬂ'ﬂ f’\'wuqmﬁanﬂﬁﬂ1mm${mmumﬂm1 0.36 Nﬂﬁiﬂﬂll HAAIIIFUITUHUDIY

*
o a

a ny Y =Y { a = Qy A [} o alt:
Nﬂ'ﬁ"l‘”ﬁﬂﬂiﬂ“ll'ﬂ\‘]“’]llﬂﬂﬂﬂ“ﬂ ‘Vi%l'ﬂllf'f\‘iﬁﬂ‘ljiﬂﬁﬂinquel]ﬂﬁ%uq’]u cﬁﬂﬂgﬁﬂwﬁﬂ'ﬂﬁ‘ﬁuq']u

r=1

4 a ' f . v a ‘;’ ' ]
ouiagaunnses Hausstadoufionns unzlinsvaenazaedniisnmiul uasFuamugou
A v 4 v ' a as o e A ~ @ Y :
fimnnudmuntesnd 0.30 a8 loru HaaINFUNUFIUDINLYUIAVBIUNINAUBINI]
4 @ A A w =3 ' ¢ g A a
AR M SooUY n3alidnImInasuazaIwdnuINNI 80 1D I 1HBININUTNINYUIAYDY
ad T a o 2 A o ° Y ' Y
SianTnsafindvualngdu manudeiulumsuunguanyuzvesiinnudmmuluns
4. 0’: v Y Ll w o o { @ o ¥ °©
Wouna 3 anneiianuuanaisiuosniiossdifn @ Pvalue < 0.05) Nuddviiannsatiie

¥

doya T lumsithdamuaanmlumsniade 1y

195285

This research was to study the monitoring technique for inspection of Resistance Spot Weld. The
experiment consists of 3 conditions which are the sample with proper cleaning, with noxrust on surface
and electrode deformation which are the real condition in industrial. Resistance of welding interface was
measured by Oscilloscope. The specimen was mild steel sheet metal. The welded specimens were tested
by tensile shear testing according to JIS Z 3136: 1999 and macro structure testing according to JIS Z

3139:1978.

The experiment results showed that acceptable weld quality which was judged form its shear strength,
nugget size and pénetration required the interface resistance of 0.3-0.36 milliohm. Interface resistance
larger than 0.36 milliohm caused by interface contamination such as noxrust. This resulted in lower shear
strength and excessive joint penetration. In the case of deformed electrode, joint interface having
interface resistance less than 0.3 milliohm showed that nugget sizes were smaller than acceptance criteria
and excessive joint penetration of more than 80 %. The resistance of all 3 conditions showed significant
different with P-Value < 0.05. The result from the study can be used as real time monitoring technique

for controlling spot weld quality.





