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Fig.2 Schematic illustration of contact model. Fig.3 Analysis model of single spot welding.
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Fig.6 Relation between welding time and nugget size. Fig.7 Relation between electric current and nugget size.
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NRBHENT 24T > T2 FTATHOFET 258 1B W TEKR I NS T 7 v MR % Fig24 (2R3 WX LD,
X HEDFH > ME dpw & y HADTHZ > "ME dpn DRE SIZR R - TWD, T2bb, FEAHOFZ
MR EINTWDEE TR TE 5. BERMET 7y MEORRE Fig2s 12737, HTPO@H], AFIE
SO, 22 ATIAN 0=0°, 2.5°, 5°281F5 x FAIDOFT7 v ME dpe DFEFTRER 2R L, A
FI, OFNZITATHAN 0=2.5°, 5°12BIFD y HHODOFTH v MME dpe DFEFTHRERZRT. FXEY, $T/F
A o BNRELRDITHED, T7y MRS 2D 2 EBNynD. £z, 6eycle LI, 7 v MMRIZFTA
EFNEICEIOTIRFELL RDZ BN D. Zhid, @EREAKE S 2D/, BRI X UK
R OBEMERESTATIA o lC IO PTIRFELLICRD I EEZEKRL TN,



5. 3 BEEREEFHOETE

FATIA a=0°, SCOEGHITBNT, WIERTT v MENBR SN DEMEOEAZTT 5. Fig26 1%, I+t
71 25kN IZBITF 27164 a=0°, SPOLGEIZRB VT AN ERE & @ERF 22 b ST =BEo@ETS 7 > b
DR SN A&EAZ T, 37505, HFPoOHIB I OOENT a=0B X O 5B T 24/ta eI 2@ L7
Ty MR EIND K2R L, @HIB L ORENIZNEIL a=0°, 52128152 T U 03 4E LW RS
ZRLTWAS. RKE Y, 3 TATHMA =5 OB =0 OBFA LI L T, MIET Sy FEEL 720120,
ERMEELRTNER LW RN 0D, £, BIETZ v 21557200 ER B L OB
PEIIC NS R TWD I ENGND. 2D E XV, H@IERT 7 v N E2EDL OO ANGFET DHA,
ARy MEBEOH LARETHHZ &0, TOHBELEDTHLMNE o7,

PLETRT X D1T, AL TR S = BRAR LR ARYE FEM IC 3D < ARy MAED 3 IRtk v I = b —
arPFEEAVWDSZET, 3 RITMHIT CLMMFERTERVWEY v F ARy MNAESHTATILOH 5550
ARy NEEREOE EEHESMREDORRIC, FEFICHENRFEERLIZ AR L. 202 LiE, BUEW
IREEDEBRE TEAEVEL LT DIRERITSRE O KRR SR N 5 & TRTE D120, 5% 00
FPHOPERICHIF TS

6. &£ B

AAFGE T, FALIRIE FEM 2 W2 AR v MNEBEO 3 IRTEK Y R 2 L—y 3 U REEZ AW T, HR
ARy ME#SEEBEY v F ARy MNaWE, £, fIATHURGEET 2EAICBT 5 ARy MNEBEORENT 21T -
7o, ENHORER, LTOMmREZSETT.
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BB OBIMZPEN, FF Y MEBEINTAZ EERLE.

c ANBREOHIMILE, T4y FEBIOTFy NENENT S Z L a2RLE

cARFHRICEVEONTET Ty M A X EFEROFBERICIVEONTET 7y A AREEMICELS —K
TDHZE0D, KRFEEOZYHENRINT.

2) BE T ARy MEBEAZOWT

D2FTRBIZEHRIND TSy M, 1 RBICEREINA Ty FEV /S bl xR LE.
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Wy ino Tz,
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HIENTEDHZLERLT.
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A TATIRRENWGS, BROWEEN ST 2RREER S L 2 L 2R L, ZOREE L TIESHIR
DFT >y B EINDZ EERLT.

cFHATHANKE LI BRDITHEY, BRAOT 7y MENLW /NS BT EERLT.
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