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This Chart shows graphically the importance of Electrode maintenance. This is not only important from
the quality of the weld, which is of first importance, also extra load added to the welding machine and

equipment. Read the data on the chart you can then draw your awn conc{us:c-ns.

YOU CAN'T AFFORB TO NEGLECT YOUR ELECTRODES!

We can supply you with. T:p Files, hand uperated Tip Dressers, or Pneumat;c Power Driven Dressers.
Design or type will dapemf on your production requirements.

A TIP DRESSER WILL PAY. DIVIDENDS !

Keep your Electrodes dressed for maximum productton and quality weids.

400%
TOO SMALL
(A)

| RESISTANCE WELDING

PROPER
NEW TIPS
®

- )

56%,
TOO LARGE
i

125%
TOO LARGE
(B}

e

300%
TOO LARGE

525%
TCO LARGE

*

800%
TOO LARGE
©)

Appron. Approx. . Approx. Approx. Approz, Approx. Approz,
18 aq.3m. - 1:20th sa. 10, 113h 6. in. ) isth :q in, 1§5¢h 54. in. 123:d sq . 12 £q. In.
s e S D _ at C st at
% s D |woa. oe] e
2,460 9823 ' 15,337 22,100 39,3200 611350 88,500
amperes only Amperes Amperes Amperes amperesg amperes amperes
would be would be would be would be would be would be would be
required {1} . . required {t) ~required {{) reguired (1) - rquired ) required (4} required (1)
327,640 Ibs. sq. in. | 319601bs.5g.in. | 20,470(bs.sq.in. | 14,200ibs.sqiin. | 7.990Ms:sq in. | :-5,1209bsdq. in. 3,500 (bs. 5q. in.
pressure {*} - pressure (%) pressure (%) pressure {*) pressure [*) pressure (*) pressure (%)
RESULT: RESULT: " RESULT: RESULT: RESULT: RESULT: RESULT:
Four times too Correct pressure, Only 60% of Only 43% of the Only 255 of Only 169 of Only 119 of
muchi pressure, current, tips. proper pressure, required pressure required current required current neetted current”
current. Very Excellent weld. current. and current. and pressure. and pressure, and pressure.

severe indentation
and spitling
from high
current density.

CORRECTION: are adjusted. and pressure tins in this
Cut pressure were set between condition a
. ?o ‘ISH o the 1/4 and 5/16 large weak weld
Cut current size tips. woutld result.
to 1/4
\ (') Current dentity requrred for this gage to be 200,000 amps. per =q. in.

This is the size
tip (new) tar
which the
pressure time
and current

T i Setlng 15 8,900 amps for condibion {(8)

Borderline weld.
Lower strength.
Last diameter
_size tolerated
unless cdrrent

Welds would be
unacceptable.
H the current

or time were
increased with

Rep.

No weld would
be made if tips
were feft in
this condition.

duced by per

This is a very
serious condition
and the only cure

is to dress the

tips back to (8)
condition.

This is an
absurd (though
often seen)
condition that
only heats a spot.

{*)} Five inch diameter air cylinder A 80 lbs. air pressure —1570 lbs. on ram.

of McGraw-Hill Book Company, tne.
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DATA SHEET

This chart is intended only as a chee.‘l; st of t‘.he possible causes of some of the

more common weld defects.
basically to two equal thicknesses of wild steel.

The data shown should be used only as a guide a.nd applies

TYPE OF DEFECT

PARTS WELDED

MORE PREVALENT

v LESS PREVALENT ‘

8 , SURFACE INTERNAL CRACKS
. N W
| e [ S0 | mags | gon [ g | et | o T oo
- SIBLE CAUSE | iyregrace | ELECTRODE STRENGTH | INDENTATION| N WELD ] PARENT NUGGET
S| OF WELD DEFECT STickL _ NUGGET METAL
H'] o o . N . .
, : 7 || = e
SQUEEZE TIME—Short > >
WELD Short x
gl ™ Long X x >
h . ™
£| HOLD TIME—Short - x v
o
"é-‘ WELD Low > xX X . g Ll x :
F=1 -
-1 High v P x x
WELD Low . x
CURRENT High - o > e
ELECTRODE Small X X e
FACE AREA Large o o o
- .
aad
2 . . =
2{ ELECTRODES MISALIGNED » %
E v L
b~ g -
2| INSUFFICIENT COOLING pre - o ¢
@l
= B
3| POOR HEAT BALANCE o >3 v
[T} .
*| CONDUCTIVITY Low D4 p 4
ELECTRODE - :
MATERIAL High o e
DIRTY-SCALEY MATERIAL x > o Vo » f
7 .
POOR FIT UP - 5 - 1 > xX
INSUFFICIENT
EDGE DISTANCE x i
WELDS T00 >
CLOSE TOGETHER '
METALLURGY OF :
MATERIAL WELDED ' ¥ ' 1 X x
POOR HEAD FOLLOW-UP U - 7 oS
WELDER HEAD
si| IMPACTS WORK xX - x
E| POOR VOLTAGE ‘
REGULATION L »
POOR AIR PRESSURE
REGULATION gl ¥ B}
NOTE: Causes Considered Individually |,
X = WA-68
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SPOT WELDER ACCESSORIES PHONE (303) 482-7271

CAP ELECTRODES AND SHANKS

Information and prices on request _
bent and straight shanks for male caps

Pointed Dome Flat
= _—— —_—
_ - "—"""“'\L . “ o
] -— —i j I J-/'
=t>= y ——t—- ——=
— =
e — — \ .
bent and straight shanks for female caps

Pointed

——— ™

1

FEMALE AND MALE CAP EXTRACTORS
information and prices on request

ELECTRODE DRESSER ADAPTER

For use on standard machine shop equipment Information and prices on request

=i<ab

OLD NUMBERS DIAMETERS NEW NUMBERS

@ IRW
The RWMA tip numbering L MT @ _ 4 RW
system has generally _

(actuatly .4827)

replaced the old Morse
taper numbers with new 2MT ~|~—m -
“RW" numbers, and has

added two new sizes, as
w

|
1
o
=
=

the chart illustrates.

i —
E————-~ 6 RW

7 RW

$ @
i
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1ewer i
A1 cohductivity

Sheet T conductmty

‘smaller | - -
face atrea\ 1 -~ Thinner

larger 4/
f'ace area |

Vary.Electrode Faces - Use Equal Electrode Faces
Use Same Electrode Materials -~ Vary Electrode Materials

COM POSITIONS

- smaller Higher 1. lower

e K 5 A, g ::';_ Ky
face area\\ | /Condu-ct-ivi_ty 4+~ conductivity ;_:.

L

/' - Lower/

Iarger A

-] _higher

i face area Conductivity ' conductivity

_ : Vary Eiectrbde Faces Use-EquaI Electrode Faces
- Use Same Electrede Materials Vary Electrode Materials

WA=67,1




