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ABSTRACT

The seam welding constraints are the most main factors affecting the quality, efficiency
and price of welding. The Resistance Seam Welding (RSEW) is very much similar to
the Spot Welding (RSW) but here circular rotating electrodes are used.

Figure 1: Seam welding process.
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The various factors which limit the welding speed were therefore determined for the
many variants of the seam welding process. A comparison was made of conventional
wide seam welding with narrow wheel and wire seam welding techniques, using either
an AC or DC secondary current. Nugget growth in the through thickness direction was
promoted by increasing the proportion of the welding current which flowed towards the
exit side of the arc of contact between the welding electrodes and the sheet being welded.
The influence of a DC welding current compared to an AC current depended on the
factors which limited the maximum speed when an AC welding current was used. The
electrode force pattern during welding was predominantly a function of machine and
welding current characteristics.
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Figure 2: Weldability of narrow seam welding with A.C. current.
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Figure 3: Weldability of narrow seam welding with D.C. current.
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In narrow welding using an AC current, the maximum welding speed which could be
achieved was lower for the 1.2mm steel as seen from figure 2. Using a DC current
increased the maximum speed from 8m/min to 20m/min, when the sheet thickness
was decreased from 0.75mm to 0.60mm as seen figure 3. With respect to the minimum
current requirement, a slight increase in the necessary current for weld formation was
observed as the sheet thickness increased.
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Figure 4: nugget formation in seam welding.
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