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Defect in the Resistance Spot Welding Process
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The objective of this industrial research project is to reduce the defects from customer’s warranty
claims. The defect concerns nut weld separated size M5x0.8 of pick-up truck’s sill ass’y cross no.9.
This industrial research project applies Design of Experiments technique to reduce such defect. The
result found that there are 3 factors consisting of current, welding time, and electrode’s load that
influence to strength of nuts weld. Before conducting the experiments, the values of parameter are
11 KA for current, 7 cycles for welding time, and 6 kN for electrode’s load and the loading tension
of resulting from push out load is 5.97 kN. After improvement by adjusting parameters to be 16 kA
for current, 6 cycles for welding time, and 4 kN for electrode’s load, the loading tension is increased
to be 11.01 kN. According to this experiment, the optimized parameter values can be applied to
improve resistance spot welding process. As a result of this improvement, the customer’s warranty
claims concerning nuts weld separated size M5x0.8 of pick-up truck’s sill ass’y cross no.9 is
reduced from 0.0011 to 0.00 percent and Process Capability Kurtosis (Cpk) is increased from 0.50

to 2.51.

Keywords: Nuts Weld Separated / Resistance Spot Welding / Design of Experiment
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