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DEFECT REDUCTION IN SPOT WELDING PROCESS FOR M12x1.25mm WELD NUTS
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Abstract

This research aims to reduce the number of defective products resulting from customer
complaints regarding the detachment of welded nuts in automotive truck bed support beams. The study
applies engineering experimental design techniques to determine the optimal parameters for the
resistance spot welding process. The key parameters affecting the issue of nut detachment include
welding current, welding time, and electrode force. Statistical analysis results indicate that the optimal
parameters for the resistance spot welding process are a welding current of 14 kA, a welding time of 12
cycles, and an electrode force of 4,000 N. When these optimal parameters were implemented in actual
production, the number of defective products due to nut detachment decreased from 42 pieces (0.34%)
to 0 pieces. This effectively eliminated defects of this type and significantly improved customer
satisfaction.
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UiEindndusiog 3 Ussian e Ussandl 1 wdndasidudinnudy Yssianil 2 wansusiddsasud
nsgvaunsTituduanmuiiisusenouddeiilidundesusinuiignddesns wasdssianil 3 nansos
fhdssaussyniifinnsuseneuuazying EDP (Electro Deposition Point) asdignénimun

HagUunde Susiszinniudiuduiimiuvainnaisresindusuiideniulssneudfeiu 3
nszvaunsUsznaviilewldlugramns sunaniudiusasud Ao nsifouanudumuiuuga (Resistance Spot
Welding) GTfaLfJumzmumiﬁﬁ@’lumiﬂisﬂaue'?iyudaul,wiaz%uiﬁ%ﬁﬂﬁmﬂu%wﬁm TnenszuIunsdeuny
FUNIULUURA Teﬂumi%%udauuﬂumﬁmL%au (Nut Weld) TWnffugiusy mumLLﬂuLﬂﬁmL%auﬁuﬁwmﬁ
wnnsnafueenly dausunn M5 89 M12 ANUNINTFIU TSB1503G (Toyota Motor Corporation, 2007) Fafteluun
wuhndundeadeuiifntuiunuduinnismaresnaniunu uavdmansenusognén Tneileddunuiifing
‘UsmauLL{]umammaui‘wﬂ‘ugﬂmwmwumuwmwﬂﬂﬂamau‘tumEJmiwamaaqﬂmuwﬂ@qumaalﬁ]u
indenden dwmaliasnisndmvasgnidomyatsin uasdesihdunudnanesnuitenueuiily wasding
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Funnuazidenailunisnsaaeuuazudluiiefudugunm Fansgnanldmmunatmainevessnsinis
wandsutunuiiideunniadlilaiAu 3PPM (Parts Per Million) sioifieu FemnsuismieseunuamaInes
wAnfaaiing 9 Wegluithmunganmauadnandisiu nefideddumnudedazudladywivad lae
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1. nSEUAUNSE L UUANLE UMY (Resistance Welding Process) (Aslanlar, 2006)

madennuummiummdunndenilimnuieunazusina Fdld¥ummufounnnszualniniluadn
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woftagyinlilans ousudsgamad Mvillavzegluannywaiadn (Plastic State) wazi3usgluanmvasuazas
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2. 1N5NLUUNTTNAABY (Design of Experiments)

N1900NLUUN1TNARES (Design of Experiments) Ao n1snadaunsaismienaiies Imamaauuﬂaamm
wUstudn (input Variables) Tussuunienseuiunsitaulafinu ileflasshlnanunsadaunanazdtsamans q i
AelmAnnsiAsuudawemadnsitls (Outputs or Responses) 3MnszuIuNsuioszuvilngfuUsazgn
Jauvadu 2 ngu Ao nquilmruaula Funa1 FudsmIeuadufinauaule (Controllable Variables or Factors)
waznquitluannsamuauld Sunn fudswievadsiisuniussuu (Uncontrollable or Noise Variables Factors)
Tovhluuaafuysiirmuauldléviosuussunau (Noise Variables)

3. emsiuinevaues (Response Surface Methodology : RSM)

F3AsHuRIneUauDT (Response Surface Methodology : RSM) Hunissausinionnaianemag
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diofiraglfuesguinmesiufnneuauadddfiteiu Sso1maswiemidulazeing (Contour Plot) vosiuRInoUALDq
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Toeitdamdulngjay insuanuduiusseninmanevausuaziuUsdasy Tnelutuusnavfeamsusanadi
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Qiu et al. vmsidonegiillosmasinia A5052 wiiulwumanIaiy SPCC wasmdnnanlsad 304 me
msﬁ‘iaumummmuw wAZIIINSANYILATIATITANIAUTINBUNETINAVBITOEABLNYAIUNABIFANTIAULUUABDY
1270 ALY IUTIVDITOIABYIINNTANYINIBAITNARDULTIAILUUNINUIN LagViIN1ANYIANUELTUS T8I
1A598519980 1AV UBWND T IEVEITOEABNEKAT ATAIULTIIIVBITOEND NANITNARBINUTT ANNWDILT]
e duTusTaens iUt uansUsEnauAdlany (Qiu et al., 2010) FANNNINDMTLUS N UBUMDS WavesT DM DAY
Fumsuszneviidansilunailomumnnnuiivsnaveuvesesneuasmnauiiluneidesiifiaunnagiilnaia
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Aslanlar et al. ﬁwmqsﬁnm%w%wammmzLLamiLﬁ?iaumumw,wmmﬁﬁmamaauﬁ’amqﬂamaumumﬁn
wasudenzauazlaslun (Aslanlar et al., 2007) AIURUIVBIUHUUANTIAT 1.2 L1al. Lﬂ%‘IENLS?II@Z'J(;]/WUVI’]ULLUU‘\;G]L{:]u
Lﬂ%‘lmﬁauﬁmmmm‘uauL’Jmuasmzuﬁlmmm 120 kVA 93a3a1silien a1 5-15 lada nsvuadon 4-12 kA
usanPBEnInsaiaA 6 kN wazihtunuiildluvhmsmegeunssiaiounazasnia Womaiannzasideud
LANZEN HANTTNAADINULY mmmu%aLLﬁdLaaugqujmmmimﬁaLs?iauﬁwmma 10 kA 15 l9i@a mmanueIns
Fudndian 15% vesmumuian usluiiu 20% Lievilvlafvuwudenisinunin afmunuadendiafiaany
1§ dlovhnsdeumenszua 10 kA 10 lowda wavnszua 9 kA 12 luia SuilwmAenisdudnuszan 8% venn
w1 vugfimauudasweanisaenimulafinuadeniiiountsnseua 11 kA 10 lewda mnuwdausediladian
Ussanaedamdiesmanuudwsdaiou mannenisdeuiivuiivluiielulan1sfudnusyana 8% v
ndan fia nzua 11 kA 10 l#iAa
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FupounsuiuniAdonismamsivesiimugaulunsifoniuuge Fudwnduneumsineiv
JIUTIUTYA uagtunaumsiuiinny Fsilagiuuitmnanausesiunsruzsasudddiigneig 4 annsiiv
JoyatoTeuiounngn nanduiiitounnsewingnAioungAmIneu w.A.2567 Usngin Handuaausessy
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v =

dudenlgyyndndusiunnseslse LmnLLﬂumaa’mﬁawamaqwaGmmémmuiaamﬂivuvmmeuumi
wiley %aﬁa"’ﬂwm iaawauLLﬂumammagﬂwumu Faldutundervn M12x1.25 fadwes fsesvasnisnasy
azansutundeniney winduindeddeungaesn uansfanmi 2 ndaymfinandesinisieszinaimei
ﬁﬂﬁﬁﬂﬂmmuﬂumﬁmL%amwam 5?;@ﬁ%%ﬂlé’m?aﬁuﬁmawu'imﬂimaau'%ﬁ’w Jgmiorafnannisdinesvesnis
Lﬁuaummmummwumlmmw (@3M9A & l@andue, 2553; Ananed, 2558) immmﬁmiumimmu Luaamﬂlu
ﬂmmﬂﬁwamvmuwﬁmLmaimimammmmummwmmmmﬂaauLLUaamaamm muaaﬂuwﬂgummvm
mwwamLmaﬂumimauﬂiwnaULLaUin"LmLLuawNmiwmu‘mgﬂmwumuimﬂumwmgwﬂuﬂsumumimam
(SOP) ffAfeFaimusmnsimesildluneass Tiun nszualwihilfiden szosnailiifon uazussnavesiiiuily
Tumsiden fm1sed 2 FeldunarnnisesnuuunIsaaesdIulsyaunans UBYAINNTNARDINUUNUNITNARD
Weahamewmailn CCD ‘uaaﬂizmumsmﬁmmsL%aml,ﬂumﬁm Na9NUTEUIANATEAUVDINII LN DT IUN1INAGD
1A ALNUNTNAaDITIUIU 40 W fio MAADsUI 2 A LLam‘uauamimaaalmmmﬁw 3 lnenanouaue
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A15197 2 WdwesaAyaunITAaes CCD

SR ﬂi%LLﬁlW‘ﬂﬁ I9YTLIAN LL3IINM

(kA : | (Cycles): T | (F):N
JEIU 1 11 5 1800
JEHIU 2 12 7 2500
JZAU 3 13 10 3500
JE0U 4 14 13 4500
JEHU 5 15 15 5200

A1519% 3 W’]i’]ﬁLG]E]{LLﬁSNﬁﬂ’ﬁVIWﬁEN

d19u | | nseia (kA) | T an (Cycles) | F w3ana (F) | Y Tensile (kN)
1 12 13 4500 13.36
2 13 10 3500 18.31
3 12 7 2500 14.30
4 13 10 3500 17.90
5 12 7 4500 8.14
6 13 10 3500 17.83
7 14 7 2500 17.45
8 13 15 3500 18.47
9 14 13 4500 16.36
10 14 13 2500 15.95
11 13 10 3500 18.12
12 13 10 1818 14.03
13 12 13 2500 14.43
14 14 7 2500 16.60
15 11 19 3500 8.21
16 12 13 2500 16.52
17 14 7 4500 15.36
18 13 10 5182 13.18
19 12 13 4500 16.67
20 11 10 3500 8.46
21 13 10 5182 18.42
22 12 7 2500 14.66
23 15 10 3500 20.30
24 13 15 3500 19.07
25 14 7 4500 15.00
26 13 10 3500 18.58
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d19u | | nseia (kA) | T an (Cycles) | F wseng (F) | Y Tensile (kN)

27 14 13 2500 16.18
28 13 10 3500 18.45
29 13 5 3500 11.94
30 14 13 4500 18.98
31 13 10 3500 18.38
32 13 10 3500 18.50
33 13 10 3500 18.30
34 13 10 3500 18.45
35 13 10 3500 18.30
36 13 5 3500 12.08
37 15 10 3500 20.12
38 13 10 1818 14.06
39 13 10 3500 18.60
40 12 7 4500 8.08

dyunan1mnasg

NARINNARDATOUAUNTNABBIMNTUNUNMAFOU ANuLInIFIUNIsRgeUkTunde LT aumewsadn

UIRTFIU TSB1503G MINMT 3 WAXN1TIATILVHALTIEEH (Statistical Analysis) AN3N158ONLUUNTNARDILUY

drulszaunans (CCD) (Montgomery, 2005) U @N1SOREAINANITILASIZALARININA 4 WUINTDRINTUINA7

wUsmauaues Ao AULT W Sesses@ounuInladenilal p-value Hosnin 0.05 Talaun Jadeuan (main

effect) 317y 2 Yade Ao nszwalnin () wagrianday (T) 9nNshAsIEvANLLUsUT WY dei dmanseny

AoAnuLdaLssvesTeaion wulntadendnndsvswadenisiinvesdesinanegrsildoddny laun nszuali

warhandeu (p-value < 0.05)

aunisuansdymvewdundeitounan unadndvaanisndandnduinusesiunseus s undad

Jagemnedtaa lown nszualuin Lo LazksINAINY @1UN50LAAIANNTS bAGaT)

Tensile (kN) = -258.6 + 38.05 Current (1) + 4.78 Welding Time (T)

- 0.00686 Electrode Force(F) - 1.380 Current (I)*Current (1)
- 0.1094 Welding Time (T)*Welding Time (T)

- 0.000001 Electrode Force(F)*Electrode Force(F)
- 0.265 Current (I*Welding Time (T) + 0.000824 Current (1)

*Electrode Force(F) + 0.000390 Welding Time (T)*Electrode Force(F) (1)

Vol 9 NO 2 Jul — Dec 2025



100  Journal of Science and Technology Thonburi University

A9 3 NMsnadeuUL NG TBUMELIIRWBIYNAIMINNINTEIY TSB1503G

Analysis of Variance

Source DF Adj SS Adj MS F-Value P-Value
Model 9 368.153 40.906 1747 0.000
Linear 3 223690 74563 3184 0.000

Current (1) 1.157.854 157.854 6740  0.000

Welding Time (T) 63.352 63352 27.05 0.000

2484 2484 1.06 0311
101.559 33.853 1445 0.000
Current (I)*Current (1) 54.889 54.889 2344 0.000
Welding Time (T)*Welding Time (T) 27958 27958 1194 0.002

1
Electrode Force(F) 1
3
1
1
Electrode Force(F)*Electrode Force(F) 1 38.130 38.130 1628  0.000
3
1
1
1
0

Square

2-Way Interaction 42904 14.301 6.11 0.002
Current (I)*Welding Time (T) 10.144 10.144 433 0.046
Current (I)*Electrode Force(F) 10.857 10.857 464  0.039
Welding Time (T)*Electrode Force(F) 21.902 21.902 935  0.005

Error 30 70264 2342
Lack-of-Fit 5 44012 8.802 8.38 0.000
Pure Error 25 26252 1.050

Total 39 438.417

AN 4 NFIATITRANUWUTUTIUNITNARD
TuaIUYBINTTIATILVNURINBUAUDS TN 5 WATNINT 6 SENININTLRENTN 1IANTBN LATLSINAN?

fivvoseisgean szuinfdenszualiiuaznandeuiuinintuszdwaliauudiusaveanundouindy
Tuduwewsinamiivdwasomuudauswasuanioulyun
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Surface Plot of Tensile (kN) vs Welding Time (T), Current ()

Tensile (kN)

Welding Time (T)

Current (I)

Al 5 Response surface for interaction effect of welding time and current on tensile

Surface Plot of Tensile (kN) vs Electrode Force(F), Current (1)

P
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13—~ 2000
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AN 6 Response surface for interaction effect of electrode force and current on tensile

MsAATgiman eI iwesivanga (Parameters Optimization) vasnsandaymndnsdnsiunnses
Usztanuduindeudeunaavesndnfusinusesiunssus favandunind 7 szifiuinanneimunzauves
wiweslunsidonamuiuniunuugavemdndariausesiunszuy Ae nszudlwih 14 Alausuuds nanden
12 lo@a wazuhsanamafiy 4,000 dadu %ﬂﬂsﬁﬂﬁlﬁiwuﬂmmmﬁmﬁmﬁuﬂwéaaﬂizmmlﬂumﬁmLs?j'awqmaﬂ

HARSuYIAUTeITUNTEUE {IT8Tddn15 TNl naaswEnduA1a3e 91uu 100 Fu [10] linugunuuduy
\nFeTeUngAdn
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Optimal Current Welding Electrod
D: 09578 High 14.6818 15.0454 5181.7928
. Cur [13.8324] [12.2934] [4060.5976]
Low 11.3182 49546 1818.2072
= R e e 1T
//r o ~ e N
/ / /
/ yd /
Tensile ’ g g
Maximum
y = 19.7849

d = 0.95785

AN 7 W5IANDS AU ALYRINITTLH DS

anUTNa

NN15UIEENALTNITOBNLUUNITNAGDS wuirttaderts 3 dade Ao naeudluih andeu uazusanarhiiy
finaseanuudiuswewuio (Mekboon & Plongmai, 2016; Manochai & Jongprasithporn, 2012) et
anziumunzanvean1sfiwes (Parameters Optimization) d1M$unszuIuN1sdouA AUNIULUUYA D
nszualih 14 Alanouwdd nadou 12 lufa uazusanaiy 4,000 979U 1UMARBINARFUA1DTI 31UIU 100
oy 13qu%umuuﬂum§sm%awqm Ma"’amﬂﬁ?ua%fwf]ummgmmiﬁwm (Standard and Operation : S&OP)

AMUNTEUIUNTYOUANNAUN LU UAYDINER IAUT OIS UNTE UY

AnAnssuUsENA
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NulUIUNIY Minitab dwmsuliasgsideya
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