1 PH SR BORTFH

LN S Be H B T g rs 2 FE BHAE ML T ZEde i i
NAIREID: cn-Inl1l
Rk : www.cn-In.net
H 5. 020-34252975; 13560411768
QQ: 459359414
Email: dengxiwen@gzbe.net

ke AT B X IR =B RS0 FE TR X

J L RE LT R AR UL


mailto:dengxiwen@gzbe.net

SN EN=R G Y B
i 06 7
l% Ju I':ﬂ Dﬁ,m %X‘J‘/;i

e 7K IR 5 — A FELAN AR
SRR

Qn 144

J N RE HL T R A AR SR AL



1:*. —_4\ _JKEl}iiifiéiéiﬁi};:

1. JREENEIA
C R R
3. BEERSHE

J N RE HL T R A AR SR AL



i JF- AR IR

RGN, RECEA M. RIEE
I EIR-SHUHTES 5

B RS AET R —MES T, AR,
Gk, B, AR IR,
ﬁ%ihﬁgﬁg_éﬁ¢o

J N RE HL T R A AR SR AL



i ARG 4 B if]ig U7 53X

EF R TF18774 HElhu ThomsontEfE IR ]
Ml TN A, ME19204F LG A B, B
19354 A4 Hta K E T A

YR Bl Al ] S5 07 =0 (Spot
welding) , —#EENIF % B b 4R R
3000 5000

J N RE HL T R A AR SR AL



AR HIP R

. AATTE

s RNV IR

o AR E /N

s XTI ﬁﬂﬁﬁjﬁﬁﬁmﬁ
COVANEE LN - BT

= Ea%f

J N RE HL T R A AR SR AL



b b

i =y g

el L DL e T A48 DL H R

i, KA B S AL AR AR BBt r= A A2 H 34
PR ERIL SR . iR B R (A)IA 21 150045 IS LA
B, s RIERUIRAS, EEMAINEE 7]
YER T, EIEmY LS TE R . '

i

J N RE HL T R A AR SR AL



F N e EE

Spot welding 5 B2 = B0 B £ H g 12

Q=0.24*I2RT
AT 41 43 M Al R
R= 0 *L/A

#iE: QUPAERNME) . T GEEAERD « ROHPL) - T (8 HERH)
o (HAMPD L (EEWRE) « A CEBAALIAAD

J N RE HL T R A AR SR AL



R -

Koy

TiUE
R
PR FF
{51k

HO

& R

FORCE DN FORCE STILL O  FORCE OFF
CURRENT ON EUREENT OFF

J N RE HL T R A AR SR AL



+

5 M A2 o O DY K PR 3R

G IE A PT R e M 52 i T T DR TA 2

1H EE FEL Y ()
1E FHL ][] (T)

&

AR SN s 7 (F)

H

ARk S i ELAZ (A)

J N RE HL T R A AR SR AL



=

i =AY RN dlrS

RS ROMIEREMN, FEIRSHRERE
%, YAl

SN S|

G ERE M

18 HEL ) ]

FA B Sk e 1D ) R~ SRS

DL DY R e i i o SR o i ok oAb, &
HRERIRES . AL S IR ML T2 6 R 42 o o
A —EFEE R

J N RE HL T R A AR SR AL



AR ’ \\i
i JGERS _x/)IL

Bl N SN 8 s e L W =R E O S 1 54 = A P e
NANER S =AMLY

FBL,  HLUE AN R TE v K B A
PR, BITEVELE S, SEUBEL. BURSSEGE. Ry,
B AR, PR, W R A 5
% kR AR TG, SRR G, AR,
I8 AL

AP e 20 A I HE BEE S 2 E A,
A LAJE 32 it o

J N RE HL T R A AR SR AL



e F I [A]

RN R KE S AR RER R, W EKHE
S FERNEA B, R AR SRS B AR
Mk —ahr, TIRERERZENTIHRCR: H
Al TR R, S AR R A

HEFE IS ) B R 32 ZE TR 1 5 I RE,
TRV L FIPRHR B R, S HAVEREZE
PRG-I TG

J N RE HL T R A AR SR AL



ey EA

MR ST BEAA o) s 58 40 e N . 7, 38 FL T
N7, SRR s, BRIm& Lt )E
Hom JI T R

TR A L LRSS, 7 F e P
A S PR LA
R

J N RE HL T R A AR SR AL



i 13K R~ SRS

R B U e B N FEZEITR, MO, R,
B BRI A A T = ) E R

FEAR Sk AR HARAE BT R4 o 5 T8 BE 1 7€

FEAR Sk B B 0R 08 TR AR ) BT

¢=2t+3mm, t=/EEARAF R JE
B2 Sk B AR B Z94E90° ~120° 22 [A] s
IR 5V E R EACK B R AR . RIS mE

BELYE N, R 2 5 M J-3 LA

J N RE HL T R A AR SR AL



i 50

N T R R R A T, i IS A5 R B )
R INE S

PR 4 BT Sk 2 TR N 46 6 TH 2 55

T MRS A I CLEARCN O e rE BT ORI R
HH B SIS e ik s g ) R

B4 T U AT BE #T5 fi—:ﬁ*;

Y CETAIEEN NN

EHRE SN (BER) 5 AR,
ﬁ%ﬁf%@ 5L B N AZAE R 4 10 2 BT S ) G
JA X

J N RE HL T R A AR SR AL



i —. TR

1. BRI SS
. B
b. 7715
N 11787 N i ¥ S e W
d. Fifiiie
AN | =¥ 87N 7
I | BN i S W
f& /BZIJEEU

J N RE HL T R A AR SR AL




,L 57 AR08 54 /7385

O % 71 K8
—
[k |
[ S
A — ‘\ms
e
BA
2 A5 % § t %
> ¥

J N RE HL T R A AR SR AL



J N RE HL T R A AR SR AL



ofp IR T %

(-\] m F{tia %

!
5B PR TR AR, (R, &
T
FE AN BIIR IR 15 B £ ‘
L T HHT i TR,
R SERT, IR
TP

J N RE HL T R A AR SR AL



i 2 R e

45 RIS L F I 5 & e B AR IR AL,
RATEN o) — 2R IH Y, A T 0% A2 RO BRF PR
R I AR S R

K B AR RS BN /N EE, & BB A E
SUREBIS L= KA KR, R RS R 31 5%
ETE BB, ARIGEIE HIRFIEOR I W B e ) AL A
KONV o B il B REE R 3R E 7
RlUBE - VN N (A W

J N RE HL T R A AR SR AL



« Spot welding
??JL;IEH D‘T““&Xj‘/’{

.

SR
B Y=Y A=K
= )5 (loose)
a. WENREER 2 &
b, JERIEZER T IR
s VA ERARAE (Small Nugget)
R REL
o« BEA0dEE (Burnt)
R REIREIR
« BRI, IEE

J N RE HL T R A AR SR AL



Spot welding & W, a8 -1

NEEIES 7 15 Bl JR PR A 7 11 N 3R

TR AL E R WwWZE MR | NRHRELAIE B PR ) AR DA | B BRI % BT
Miss A BIRETT MBS T, HlanAIET LA
B T B ] S5 ST ATHEEE . WIS AL BIRML.

RS
1. WA KRR R R S BOEE N
IS B EAE | BIRE E FL P [ £ 7 oAt
%of 5575 1Al (ELilENAd

2. S A

ML MEMIRKE OKik f&




Spot welding 7 DL 7] & 5 -2

ARI% K 7= Ui B JE A& T ) BT TR
— f5% i L > 1.

PR U R | 1. BB L2 ROE

= KA B 2. J5 IR B A BUE R
N ok 2. AEAFREIRIAER | FW AT BYINSE IR
IR AR I AT | HE i FL I 1] N 7] HAb

XTI | B FIHEE ETt EIt NG

1. BANEREEF R R 2B EBDEHEN? )

2. EEARRT IR

i
3. =B RRIIKAEE, RS AES™ E H jﬁ.

Jott B T A

e

o

| |
=

NG NG 0K

AT

e —

LI
LLong diakanes E“'
Jddttie heat ek R i
teansfen . 108 o ¥,
| ] # Checked wvater '
Hor coolesd u £law i

enaugh i
b WY re—— \_/

| ancogh

gl

|
= -
I ]

J N RE HL T R A AR SR AL




(PSS ol B21E s

AL P2 AR, SER R AR ST T
— R T AER, 8l L= L m o T R LT
IR AL IE AR BIAR /D, SEMARE v ol o

(b d}

J N RE HL T R A AR SR AL



RS TR
i RE . fE 9 50

R ——T ARl AR R B DR R Bl 5 I
FPo RARRTEE.

fEF—1. HE R X HA RN, R R R
CINFAA 2, IS BAR LD

2. FECENRS LA R ES R R 037 9] H BB AL
P KL, etk R e AR I

1. EFEEHAE mEeE, ERUEERE R~ fE
JNRSE SRl EE,  — RUE R TR EE PA30mm P o

2. ISR R R

J N RE HL T R A AR SR AL

T

~

2
AN(ky
AT




Spot welding # W, n] & 51-3

ARIR KRN JEL AR & 1] VO

A S ONGEE L WU IR | LRI E
== N BT LR | 2. J o B 75 e T A
 — 17 ' 2

NG OK p 4

%

2. REHABRNMIL | TWHALS aWili S8R
1. BB R UK N = 2 SR BUEEN

VS MBS | AT | HoAih
o 55 77 1] EJt Tt T
= e s i oK, 22

;L s [ S P 177 5 BB AR

J N RE HL T R A AR SR AL



Spot welding 5 I 7] /8 55 -4

REIZ &7 5 ] JER DR 25 77 7] A A
MR 15 e~ 25 1. BEBESLEI K | 1. R T 2o
— - s EHINE IR | 2, 8 e BE 2 5 b 3 SRS AR
= O 2. REH SNSRI | F A S T SRR
NG OK %
1. WINIEEEAE T KRR R 2 BEREEN
s HARSET R | BE 368 FHL ST 1) E 7 HAl
57 1] FTF IS0 T
MR WM+ BT | BN OURT AR | LT A+ 0L B
BB R IR | $2755% 1 E510% 1 Ei15%

2. L HEBELSTIRIIS

J N RE HL T R A AR SR AL



Spot welding 7 W, IA) @ £i-5

¥ JCHINE AR

ARIR KRN JEL AR & 1] VO 5
WER B B IR A i AR 1. BUREESRIFIU R | 1. R A% L2 IE s

2. et &S T e T

2. ATARETRIMER | WHALS By
3. WRBEECIRRE SHR S | 3. FRERINISA B HAP

A e it i

1. BAEERAFIEIU RN R 2 BEBUEEN

R R EAS | FRUE AT FEL I T TN 73 HoAt
XF SR TT 1A EJt EJt N

2. e m ARG, WgaLH
OIS TSN DY X VA D

3. WRRFEIEAE SRS B AT e A RE %

J N RE HL T R A AR SR AL




Spot welding % . 7] @ 15 -6

REIE P JER DRI 5 7 1] @uﬁ%
E. Hi \ ¥l BEBEAEIRT: | 1. REE TSSO E
\ 2. EAFHEBIA BTk 2. B R O P A
\ \ 3. ITAKSEIE % 3. BUIR T,
A\ A SR S BR AT LA

1. BB R UK N = 2 SR BOEEN
GEs AT B | B WA | S Hoty
WETTE | HICEEE | TR R

z\iﬁﬁﬁﬁﬁﬁﬁﬁ%(@@\&%\ﬁ%ﬁm%>

A JF ¥ Flange(min 3mm | ) SRR E (max 0.5mm | )



)—'—t H
Spot welding & W, 7] @ 15 -7
SR SN JiR BRI A 7 (7] BN R
Bz EAA L 1. BINREEAIUR T | 1. BHRi&E L2 E;
2. HACKFEODEARE, § | 2. FRIEEICELEREOE
e I, BT U B ik T AR A A2
1. MU KRR R 2 S EBEEN
VAES AR EAE | A 168 L s (1] JI)ESwA FoAth
XA | B EO sbs ¥ %

2+ FEAR KRG B LR

L TP
AT ARCY

o S

[5) 2 ENGH =

TipB LTFR<EE Mmax 1.0mm i )




Spot welding 7 W, 7] & -8

5T BT | BRI L
9 @

L L

W R e 1. BRI | 1 R EE L2 E;
(Burnt) 2. BHCKFEOEAL, F | 2. CRUEERLEE AL R0

BT m I B A 2

é Lo BSR4 LD R 25 T R
N B ORI B | By A | i

XF SR TT 1A FEE VEZN

2. Burntfg m&am RS Ui R

B GRAE § Lk B M
J M A He HE - AR A AR LR AL



Spot welding 7 W, 7] & 5 -9

SRILK KRN J5 AR & 1] VO 5
R BT EHL 1. VRN R 7 | 1. R RE L2 WE;

2. FARTHE 2. WAL P IH EE R A

o
|¢1’

s Y

1. BNEERFIEIU RN R 2 BEBCEEN

R AR I EAE | IR AT HEL I T TN 73 HoAt
XFRTTIA | AR N Bt




Spot welding 7 W, 17] @ fi-10

=R K 7= Ui B JE A& T ) RN aN
5 S R IR A = 1. R KT 1. B T EE;
< WE
/
/L WA T KR R 7 B
,i ﬂ ES FH AR it T ELAS EEMTREN 18 HELHSS (] TnE g HAih,
i ot 457 1] T N TR

2. R R IR U ]

_—

i B () B4 5 sLiR B M



Spot welding 5 L A 8 fi-11

SRILZ SN J5 AR & 1] VO 5

SRt 1. BRI R T, | 1. 2B LE U EE;
2. R NEKIEBhE 2. RBEIE Ak,
F¥s 3. HEFY)
3. BB NFYIRE LK

1. BANERR I R I R 2 R EBUEE N
vEs AHITE R | (e @A | E Hdte
W | BATRE | TR Lt

2. TN M B K
RN R E R RS EA L

3. e NAYIMEIG K




e 7K JIAAR —  FL
PR AR BE 70 b

A WN P

I 8 A B2 U0 AT
AR R

FEL 0 SR 2 L 3 4
R RS A

S\

J N RE HL T R A AR SR AL



PCTRYES

ARG LABH3405 5K /18R (1=0.9mm) 53iE 4 FL
WMASt13  (t=1.0mm) ANFFFN S, DIRIHE &S
JRZAT T PRI RL IR e 22 o PRI ARE I Rl 43
AR %,

+

Table Chemical Composition of Stain-Plate

unt %

58 174 C S Mn P S A
BH 340 = 002 =010 | = 040 = 012 = 003 002
St13 = 008 =045 [ =003 | = 0015 | =0035

J N RE HL T R A AR SR AL




H'

BRIy 5 e ft

+

A A80MmM*20mmik f, EKEH M#EE (FERK
FE20mm) 7ES0KVALR 8 s A5 18482 B i 2l o
3KA,4KA,SKAFI6KA, JRFZRSE]°N0.2S. Xof PN 7E
T FE BT T AT SRR . A & R

?FIEH_‘[‘E—[: 0.08s
&R TE]: 0.10s
R IERFE]: 0.18s
HL B & /7 92.8KN

X PR ATANAR 5 AT A R A S A, S e
M, PSS 5 57 R o AT

J N RE HL T R A AR SR AL




‘L FEL 55 4 A ST P 2 2R L B 40 M

wFig 1A RBHIA0S S P o T AR MK S METASH
SKAXE o BJAKA » B EF DR AR B b 0 A BB TR e » 85 A8
XA 0 FEH B SR K

FERAIRAR » FR ARG EMER  FZRAARLTER AR
REPA - BRE KM $TRAIKATF Bk ] B39

Rl
A I'*'*" ety
e 2
& "h;l'i'
St 1%
.Ll_.li ':__"1 ‘I-.*
ﬁ s .r' 4 Tl .-;
r ’ - .1.-1 I_
G, o . - e T
SR TR dka 514 €ifl 4ka $14¢ €ifl HKa

Fig | FFIEBHFEART BHMMKREZ T AR EAE (0 20s)(100X)
J7 N AR L TR AR R AL



1R R e AH A LBt

yoFig 2P » BSR4 T v R0 B am B399
B St éait o F T8 AOKAS  StI3BEE P AL T AHE

- S '1...*"‘- »
i : ""'.‘ b "':i_-gl
f v “ 1] ) ‘; -’“‘ .Q
R e .
LR '_'K,w-_”".'
X, .
i Y Yy
| Ls L t . ‘< ;
L] :' _‘:; .- 1 - o
‘-'E
. R Te 1
""g - Rl - R
«W & W -

§42 €M 3ka §74% B 4ka
Fig 2 ARMSHEART StI3MREZPemaEs (0 20s)(100X)

tbEmaBZ h 0 ] Ao fe4a B ELERIRAF T 0 SR MRIEAZ F
WG ERHR EE — AR A LR BB P o A R B e e N B3 4 o

J N RE HL T R A AR SR AL



S SE DA LIRF

FEFER BB STARM T - BATRAP SRR = B iw &
f7 » & RuwlFi1g. 3 -

7
6
F/kN 3
. mStl3
3 DO BH340
2
1
0

JkA 4 kA 5 kA b kA

Fig 2 ARIFMHEHRT Stl3fBUM0M b & F7 (SHEFRI0 205)
J B HE L AR AL



i S SE DA LIRF

wFig. 37 & B 474 iR » 5 A3KA ~ 4kA ~ SkASLOKARF -
BH34U§M¢H’Jﬁiﬁkﬁ.ﬁi%ﬁ/’téﬁiﬁﬁa g 17 » mSt134F 484
fAP B ITEEEF R B AN B BREES)

o 3
ORH D

B e S WA BN =
Y ™

kA fkA SEA i kA

S T —AA BLANAR 89 ST 4R A ML BT TR I A AR -
i 7R A AR N R TR e B R R AS 5 - BR
SRBETRRHHE -

J N RE HL T R A AR SR AL



L)

N—

JR R A

v

iy HV

250
200
30
00
30

N

1 2345678 910111213
i - HAZ — IYSE - HAZ - BV'5E - BEH

1 H B

£ 423 B BAKA - SRR ER] 0. 2585 o ¥ AR AR 4T
L ATRARE B AR 0 & R4wFi1g. 4 -

—+—BH340
—3t3

Fig 4 #5884 oY) BR RS R L

B mm

(4 kKA 0 20s)

BFig 4TI E 1 » 48 Fl 45T » %987 daiR 4T

5 6 BAGR L BA BA S 7 — AR S SLAAAR o

] M Fe B TR A AR UL



V& R IR 55 R I AT

s B SN

:'H

"

Fa ek

A8 B8R AR T (2542 T 4KA - 2547 EF R0, 25)BH340Fw

St13 A& 4R AR 69 B AP & 55 45 Mo T & dh gk SR 45 M AT R
R4 HS-Neb4g - woFig bAroT o

h.

| —e— BHIa —— 1340
’ —— 8 < —e— sus
4‘- - -I-:!JII'

Al = 00} o

“ i A Fig 5
2§ LT My | - o
| ;- dp #.98) iR B56F &) do 4
w £ 100 THEATHRTRAE
ﬂ.l_._.l\_ _—te— i i — e e

o 1 " I I 1) L1} 1]

b I N/ W

BH340740St134MAR 89 AL B IR A AR - {2 €18y
BAPRFRERT B BRFREL AR LR EA
$ 90 1 26 TR S HHHEAE A K R e LA -

J N RE HL T R A AR SR AL



ﬁ —[/—k; _[JLD &

FE AL E N 0 3Tk 1SRRG EFEE M AR B — AR5 L 4H
WAL °

WAL 64T BRI B RAFEY B M o 248 B 894F 1%
T o 37k A1 8RR 4T 6 64 BA A 4L 8K bE — AR AR AR 4 N L
35 0 ZIRAREREE G N1 S PERE A BAE Y — AR S L
SAAR °

H AR AR 48 B B > L —ARSMARAB EE » &5k 1 8RR
F 47T 0. 290 0 H4F - EREEEE KK -

42 B TE 4T 15 % TR A SRR — AR5 BLARIR 00k A5 A5 1L I
ERAEL -

J N RE HL T R A AR SR AL



‘L ZE 8

AEBSMUTTURAREN AP RIENIENZ
ﬁﬁ%%%ﬁ@%XK%%iﬁﬁimgﬁ§%%-
E oMM ERALZES  B—A@mip 2R L L o

MR A ERR P A 4T LA TAR K 0 AEAE{E R
e8RS mMERAEEM T $%ﬁ%ﬂ%%%%%
580 B f R L B8R IR T o B A A IR ILIE ]
WA A EFRE B & -

J N RE HL T R A AR SR AL



	电阻点焊 技术手册
	内容概要
	一、电阻点焊基础理论
	焊接概述
	现代汽车车身制造方式
	点焊的优点
	点焊原理
	点焊原理
	点焊的工作过程
	影响焊接品质的四大因素
	影响点焊品质之因素
	通电电流
	通电时间
	电极头加压力
	电极头的尺寸与状态
	焊接条件与规范
	二、检验方式
	剪力试验与扭力试验
	破坏性起子试验
	非破坏性起子试验
	超音波试验
	三、Spot welding �      常见问题点及对策
	Spot welding 常见问题点-1
	Spot welding 常见问题点-2
	何为“焊点分流现象”？
	点焊分流现象的�成因、危害与对策
	Spot welding 常见问题点-3
	Spot welding 常见问题点-4
	Spot welding 常见问题点-5
	Spot welding 常见问题点-6
	Spot welding 常见问题点-7
	Spot welding 常见问题点-8
	Spot welding 常见问题点-9
	Spot welding 常见问题点-10
	Spot welding 常见问题点-11
	高张力钢板与一般冷轧�钢板点焊性能分析
	试验材料
	试验方法与条件
	焊点金相显微组织比较分析
	焊点金相显微组织比较分析
	焊点拉伸试验
	焊点拉伸试验
	焊点显微硬度对比分析
	焊点疲劳特性分析
	试验总结
	结论

