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ABSTRACT

The objective of this work was to reduce weld timighout decreasing the quality of work
piece in resistance spot welding of Band Fuel Taoklel TMT-925 and to analyze its cost. Twelve
samples were randomly chosen each time; weld tiaedecreased from the original into a period of
two cycles. The first six samples were welded, ttheirs nugget sizes were measured and penetration
rates were calculated. Another six samples wewmntégo measure tensile-shear load and to compare
them to customer specifications. Two-way ANOVA dandkey’s Multiple Comparison Test revealed
that tensile-shear load of the possible minimumdwéhe at 24 cycles was not differ from the
originally weld time at 30 cycles at the 0.05 lew€kignificance. Its nugget size and penetratte r
was conformed to customer specifications. The itigason also showed the result of electrode life
test that using for cost analysis and productist 84,972 bath/year was reduced.
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