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Study of Proper Time Range for Current Flow to Resistance Spot Welding

Inspected by Mechanical Property and Metallurgy Testing

Prachya Pearsura
Department of Production Technology Education, School of Industrial Education

King Mongkut’s University of Technology Thonburi 10140 Tel: 0-2470-8554, Fax: 0-2470-8557

Abstract
This research used the mechanical property and metallurgy testing to identify the proper
time range for current flow. The specimen tested was Imm thick mild steel. The welded specimens
were tested by Tensile Shear testing following JIS Z 3136: 1999 and Macro Structure testing
follow by JIS Z 3139: 1978. Subsequently, the results from analyzing were compared with
standard JIS Z 3140. The results show that the suitable current flow is 8 to 10 cycles. This

technique can be applied to monitor the process and the quality of resistance spot welding.
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