==t (Fabrication)

3T 2.4.97 & 98 & wwifya R

ae¥ (Welder) - e s i siiw wieiy afe

wtereter afeg wfskan stiw st st #we (Resistance welding process & applications

and limitations)

I : T TS F d H o7 AHfAfad w1 A a7 g1
o giadty afew g & Reia i st & = w1
o uF glaety af@w 7ol & g ae it e w9

o ITNT A TF ATHT A Tiaerer AT F S wt 5@ |

wereter afes s &1 Rria (Principle of resistance welding):
Yfaew afeew us afeew wferan &, fSew Fiafice &1 uF afde
H geifaga FYC % TAT8 &l HIW g7 &1 7% | T{A<e & TTIT FOAT
TR Y& (5T ST & 1Y HF7h [ G419 & TN ST T
fopaT AT 21

qoyd faia, o v a+ft sfagte afe srenfya @ fFeamger
g -UF §FUE F UF HW & forg Wi fag ware F oA g &
for smnt g e fhu o wfater & wreor it Soer gdt 2|
SR I¥ ST T HAUAT G

H = IRt

WETLT &1 STt 2|

siel H &e & foru 2, uefias & #3e & amEn & fog 2|

AW H T fqere & g Rt - §%0€ | Fie 0 & @t &
oo forar T aw

I AT A T GROT | JE T 41g F @neew a ferfa F
Fq IAT & S ST g1 H Gl AEAT & T A AT Srar @
at derae gtar 2|

fafser o & wfody afe wfim wie afew, @i afeT,
TEquT 3T, FAT g Afed T HT R e " g1 uw
TS THT ATH T gfaxry afesw wefim (Fig 1) & fIamn
T €, I W &

Fig 1
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WLN249711

1 %9 (The frame) : & wofiv &7 ger TR &, 571 @R s
Treae THE & forg AT 3T e | {3y grar 21

2 Y &% (Force mechanism) : F3%% ¥ ficvew siw
fatee T 9, Sfae it awsd 3= g9 aar &, o Sy
TGS BleeY ST 8iaT &

3 famma afde (The electric circuit) : 398 6 &7 =T
ZIAHHT BT &, ST ac & fag T Ja18 Fd & oy shawas
oI o7 e Far 2|

4 zawgis (The electrodes): soagie # dee &1 I &I a4
MY & & forg d=r sfrer ar g1

5 @Ry fE=oT ( The timing controls): f&= it #¥e, a1
TATE AT AR EIF HAA(T & a9 & (40T T S, F A H
BRIECEEZG A

6 ameX Ftent Rwew (Water cooling system)- saagie &t
LT qTHT SATRA FLAT |

7% UF AfARTE T TaTe Tt & Ik AT 2 |

wte AT (Spot welding) : Sfater afesw wefia & za T
FT ITANT AW A1 X gfary afeew & forg frar smar & | so+@
T @ ATell JTHT T &7 gog el & S L@ 4T & St &
(Fig 2a) ® fe@mam o & | farstedt % us @ oiie & 15 s soiagie
# Y TAFEIS B S & ATHH & A T T A AW il
gl

wie afeew i = § faar s 21

TEAT FEH d idT & S TaH AT i aTel [@&dl &l gaFaie
F i @ AT & | gAY T H UF I gIRT F FAT (6T TG
IR & AR # ATAMT & AR 30 AT A= q% IS
STAT & | AT =F207 JAA & e AT T & AT dg AR

T T FE & oI I= q@mE awmEr a9 wer @ s fF
(Fig 2b) ® f@mT 7T &, UF Teft av1g St &1

IAFEIS & €T § IJTANT & forg o fawiw afar fer grg @t
faefara & g 2

Sif & & T gy T & gewEre A g a8 A 2 |
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Fig 2
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WLN249712

AFTER WELDING

frafia =t afew ag ™ A sEEE ST T 2o
FIETET F TS ATHE & TAFEIS IRl & ITANT AT TAFEIS
A S & S 1.6 mm a7 #7916 wF affafod w3 79 9
w9 faFar strar 21

TTE 3o &1 T a1 | Teh a«E1 S 61T & | T8 &2 do i T
qHF § 1 fm S war 2

afee & F forg wfe AT &1 a8 dww 9v I R
SAT & S T AT AT & A7 a1 e &, ar gqa7
Tt arte & forg fm o aear 2|

@ af&w (Seam welding): @i afeeT =i afeT &t ave
2| fam 9% & @ie uF-gay # dady #3d § | U fAaw
e @ a1 € | 37 UhHAT § 91g % gae oY THR & sodeie
& &9 & Teed © st f (Fig 5) ® fewmar @ 21

: Fig 5
TAFEIT FS ATHT AT ATHN F B & | ga8 977 ¥ 27 3% &
. . WHEEL ~
Arae for g g1 (Figs 3 =¥ 4) ELECTRODES \W
Fig3 . w_" H A.C.POWER
45 /
_ SEAM WELD
307A /
-_ \
2 FORCE  WELDING CONTACTOR
W TRANSFORMER
[ R
w Q
CENTRE TIP \(
45
. O
30“/‘ IT WELDS ARE SPACED CLOSE
ENOUGHN, AN AIR-TIGHT SEAM
CAN BE MADE
25 |
N Q)
N ] F )
N ] (
ik - O
|
Ll -
18 WITH PROPER CONTROL SETTING,
© INTERMITTENT WELDS OF A CERTAIN
CRANK OFFSET TIP OFFSET TIP § LENGTH ARE PRODUCED ©
5
FOUR STANDARD TYPES OF ELECTRODES § RESISTANCE SEAM WELDING PROCESS §
g
H
Fig 4 S-S gege gAd € 3-89 Rm i & Wl & e
e e F¥ & foro faffRa fmm smar 1 s & siava o awy #it
} } } } ‘T =T & far sar 2| 3fua friEr & Ay, dee, atex
| N gl
1207l [\
Yo o . .
% N S Wied & AT de€ W & foy a3 a0 a% AaweT Tat
TPDIA | TIP RADIUS ERIESIGH %, ar gfsar &t Ff-Fft o Wie afen F =0 A
THE RADIUS OF THE DOMED TIP (RIGHT) VARIES FROM 25 FOR mﬁﬁ" ﬁ,)—q'r SIGIH
WELDING 26 S.W.G. MATERIAL, U(PTO 15)0mm FOR3 S.W.G.n'}rle % |
DIAMETER OF FLAT PART OF THE OTHER ELECTRODE VARIES FROM
4mm TO 12mm FOR SIMILAR MATERIAL THICKNESS. E W@’ q’ﬁ_ 3ugT m ar (__ﬁ_ q_l_rﬁ_ qﬂ_ SW =g ﬁ_ q_%_r%ﬂ_
5
TWO STANDARD TYPES OF CENTER TIP ELECTRODE % FE AT Eﬁ?@:ﬁ!’ Terd 9 I & aresy & | F 2T StTar 21
g
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AT AT AT 9 SISt &1 @17 dcg g7 Ao a1 AT & | 5
SISl & AW #, W TN & Sared & ITART Sl 9%
o Strar 2|

s afedT (Projection welding) : Sister afcsw & ws
gfater afeesr afokam =T wrT & arfier w7 i € S |
afeew star fRmar @1 3@ Johre &1 afeewr 1 IuahT SX=ATE
AT it BRSAL &1 Tl FA | ATIF €T & 47 7 &1

o fag o afew &t ot 8, SEH U8 ogHW e §, o
i, ffEm g a9 T

o fag o afwr & it &, SO OF AW @la & o
TEiteE, #fEm ar weifar grr a9 U €, sgEe e
A F forg w1 e g

W g § afew Wit iR s a9 Fe & I F o
ATEARHAT & [T Horaw & giaem afeew qfoar & d9ir |9
& HUF H FGAAT B TEAT A I TAFEIE (Fele AT TAFLIE)
¥ v f T (Fig 6) F =7 & fifm e 21

Fig 6
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WL230816

AT AT Tt AT ATATT F UF T FOF AT A< AT ST
AT & | ¥ gTgy THI d=T qET & qFdr & | faw HiY
atar g1 fafer % forg gz &t aivem 48 3 &, FifE A
ATHAY I¥ a1 8 o1 € | et ater A o <ie, arey & ary
A TA A R, AFAATIASF TEAT Joe8 Bf qhet & |

o 72 afew (Flash butt welding): wiw se afcs siwar
3 omfier @19 3 for et 3 ot ge A e & A e
STET &, ST &1 & forg #de &1 @ #2d & (Fig 7)

3t 4Tg F THST & (A T UF A § WATIA S % TF ga¥ &
¥ W AT o AT AT 2| AT H THSHAT FAATS GG
fererar 3t @ o S| & &t fraer gerr R #t uE | Aege
faaT ST @ | HaEw ST € 9« g T % AW ARy @
AT & & 3% T8t Fie qeY |

Fig 7
FINISHED FLASH WELD
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WLN249717

AW T AT FT ITAN q€ q© We, qR, US, (T AR
TFAESE A % forg T ST €1 9 o diX 0% F e,
e A st argent & afedw & forg srgeiféa 4= )

AT gE AT § A THATT AHEAT de€ & fag q¥ qfRomfy
I 8| AT 90T &1 IR0 FT ATI9AFAT &, ar 36 THHT
a7 AT T gerEr JWr =A1fey |

T IT J-8< afRw (T 7€ ) Butt or upset welding
(Slow butt weld)

Je AT # deeT &I ATAT ¥TqU qaTd | €% | wdl & | Th
faga ware 3% Arew & 9fka G S § @R A &t
a2 e Star € e uw ary fafa G smar 21 (Fig 8)

Fig 8
FINISHED BUTT WELD
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—| TRANSFORMER

A.C. POWER
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WLN249718

TE ufFaT Wy g af@w & B gdr @1 Ay ga mff
ST % SR AT 81T &, ST FAHEAT F GATA FAT 8 | qF
F farg o Ierw Wt wfawry & v &t 2| e afeswr wfwn
& T A FE=or wer g8 Al & e gum 2|
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< T AT-AC afeawm 200-250 mm? & 1ferss TEf & g qe
& aTel WM sk |11 & 1 250 mm? Y 399 Afie & #ia-
R &5 & |1 ATEl i FA9T a¢ AT &1y St Srar 2|

uferks (Application) : @iz, @fiw i sewem afeeT &1
ST Y, FFET, BTH AT IeT F AT % IATEA % AT T
T T AT 8, Tt gdelt =eY i gidr 2|

frafia v srfaafia siq == & | ¥, AT, SR
TE SH TS AN Bl FAI GC AT € AToT TTehaTeAr grer et o
Fed # darl & famr 3= fFFar ST 2|

wfaier afew & @ (Advantages of resistance welding)

— T & & 9ite gt & ariier et % forg Suai e st
l

— e wfer

— e fagfa T

— T T ATTEL FH FT T & |
— Fgd & JATLT A B qEEAT T |
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