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4 - Resistance Spot Welding
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Create Taguchi Design: Stat — DOE —
Taguchi — Create Taguchi Design

Analyze Taguchi Design: Stat — DOE —
Taguchi — Analyze Taguchi Design

uﬁ}? r&:«.&n‘ 9 (\) eJL«.f'u d)b BERETEBE) LSLAJ:.A‘)LL
Jodor 55 dites g b el )l aan gl ol (5,8 o1
q;m@ﬁ):(\’))(ﬁd}b el 0l 0313 (Y) o )les

s DL 1y ity el 5 90 4 I S

o (& 50 HI A5 plioi (¥) Jgu

s, REs G 0l Caled s Pl
LS. (sec) (mm)
(amp) (N/mm?)
\ o o \ ov/A
Y o I4 Y0 Yo/s8
g o v i L YARY
£ I4 o Y0 d+/+)
1) I I4 v YA/\D
I4 I4 v Y INJAL)
v v o ¥ re/vyY
A v 5 Y £4/05
q v v Y0 rv/YY

S -y

WLl ok plonil o GG I S P TSR g
Il 5 S ol bug gldbs e Jlasl Caas
Lug i plSoal (il 0ds (15 )l ) jilie ailaie
Syse s S 45 5yIlkl O e glacs 1 gl oSS
IS ol o (6,8 o311 cilosls 13 Calisn (sl g5
s G5k S kS e B S gle el
AU Cow Sad a4 b Gy Sy ble 5 e S
sl ol el g e 5 () gl el
sl i 03,57 Cans w6l I o il 5 sle sl

gs Wlge 1y bl cpde S0 OlubsT e sk
035 Wy (6l wibsly Jlosis @ 2 51 edST i el )8
23 LygSh 5 msha sk eslinal 586 oy tege S0
4 ‘_Q,:..f Sl C}Ja.» d sl ol 03l 0Lz (V) Jgds
L, T4 ool ods osls gl Y 5 Lo g2 (oS Ol gie
td b S gy b (e ¥ LS Y Ll
ol 45 8 L 55 b b S B YL SV s
G Lol 5 Sh A el ok e dlie oyl ol
Olse & o plSoutl 35d o3ls S5 gy p 5550 (oslis
5 S Ol (8 Ol tedd B 5 oy 5 e
S ool fae 53505 Sl Olge 4 Cabhs

lods 4 &

b3l (Sl 4 7 0 b golsk (V) Jou

s o 0L 1y o SU sls ow (1) (g0l S

Loawlie s e 0L~ Q}l; (s ])) Jg.& 33
4 ke GRIF 0L (B S S DL i plSo

S By LS8l el I es 8ol OT 1 Coas

S5 LS8 V oo Y b ¥ ol
SIS Ol ) 5 v
@amp)
G Ol o 4 v
(sec)
(MM) Csles Y v/o i




0 A Wil yad  Jwad A9 oMl 15T SIEEHS Lo swtige (o (alod cpuadis

B s 5 (K 0oy o Jlie 1 (F-0) S8 s

el WU o alie 5 Sl odalie

Interaction Plot for SN ratios
Data Means
2.0 25 3.0
36.0 Cyce
f34.5 Time
w (sec)
AN 330 | S
Cycle Time (sec) Q — 6
Ne, 8 k315 7
-
f30.0
Se0 Thickness
34.5 \/’ (mm)
N —— 20
33.04 N —— 25
N N Thickness (mm) 30
31.5 N
-
30.0
T T T
5 6 7
Signal-to-noise: Larger is better

Calis § §5hex Oloj o i ST (F-o) JKo
Ol 5 @i 0L o bl 1 (o) K8 s
O el &K Sl bl ol esls 0lis (g )\
DB OL T 93 RIS L s Olej gl 4l s B
0le3) O WS bl ol 1y (58 g2 Ol (sl 4l &S5

el Gl o (0L L

Interaction Plot for SN ratios
Data Means
5 6 7
1
€30 Welding
Lass Current
: (amp)
f330|® 5
Welding Current (amp) —a 6
F315 ’
F30.0
36.0 Cydle
5 Time
) o (sec)
33.04 - - 5
- Cycle Time (sec) —a 6
31.5 I g 7
-
30.0 4
T T T
5 6 7
Signal-to-noise: Larger is better

SChe Olod 9 Ok o Bl T (F-0) JCO
Vo Ely 9y -F
N oo ol s 4 (s A gl esls (F) JS8 5 (0) dsur
e e NCD RN TR R P AU PREIE g

.;,\;Jfr&xwtw,ﬁb;ud%uw

5 G by g pabe e (F-l) JSE s

el 0 0315 OLES Cwlies

16 _ Response Surface Method
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Main Effects Plot for SN ratios
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