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The main purpose of this study is optimization of resistance spot welding of AZ61 Mg alloy to achieve
maximum nugget size and minimum tensile residual stresses in welding area. Since the stability and strength
of a welded structure is strongly dependent on the nugget size and the residual stresses, an integrated artificial
neural networks and genetic algorithm is utilized to optimize the welding parameters. In this study, the
resistance spot welding process is simulated by a 2D fully coupled structural-electrical-thermal finite element
model. The finite element model is developed to predict of the nugget size and the residual stresses in the
welding area. In order to validate the FE model, the results are compared with the obtained results from the
experimental tests. The results show that the FE model has a good agreement with the experimental tests. The
input parameters for optimization are: electrical current, welding time and electrode force. The results show
that the integrated optimization algorithm is successful in determining the optimized welding parameters.
Based on the optimization results, the maximum nugget size 6.33 mm and the minimum tensile residual stress
228 MPa are achievable by using 16kA, 16 Cycles and 848 N as current, welding time and electrode force
respectively.

s 4z S ol il BB ey s )b Y JEs dodiio -1
Pl sV & S mite slagyg Seglhe hbE S Sl S plstear mosete o3]Sl eslizil o5l
slbi (ex tadlge Sl Gla Sz @l 5 0e  ws; Glls 9y055 (olenlsn dadlss S 5l ilise mlio o
e Gy Jlasl anld (n i Johite (lares (cleglie U8 1, 075 I glyls o e 318 il so (g o
EF OBl Sde 4 eglie bl g anlp adbice 4 el cons y conl 9Y8 S8 pln 02 5 poiiay]

Please cite this article using:

tou lod ooliiw! o8 wjlie jlallio pla gl yl 6l p

D. Afshari, A. Ghaffari, Z. Barsoum, Optimization of welding parameters in resistance spot welding of AZ61 Mg alloy, Iranian Journal of Manufacturing Engineering,

Vol. 5, No. 3, pp. 44-51, 2018 (in Persian)


http://www.smeir.org
mailto:dafshari@znu.ac.ir
mailto:dafshari@znu.ac.ir

e 9 (s lindl d9ld

AZBL o3 jaie Wt ieglie slakasis ) Yoo Jualpd Sl piely )lwdise

L @B sl ially (hSen 5 (ol e o3lslS 355
Siloting Gl gl gy 5 by Jeb ) aslic
g Sy Jae S5l eoliwl b il Kes g o [D] wles S
slagyy slbi > anlp wlun (sl sl
ob)ly Jelow alewy & s 5 005 (il Jae 1) 035108
Siloaige phiie 4 Geizmes 6] woi ileans
Jlail (Sl plioaial Gl 5 )8 Gher sla szl
b b e 55 Joe SO oS 55l S g 015 (soe
L7] it es,8 solitl Sy v ,oX!
Sl wsee ol ad S Ojse Slllas o)y
odal 3929 4 Wlows Sla il g b9z a8 Slal (i
2 &S sl ileate 5 GBS 4l o
(el 48,5 )15 a5 0590 Jlm pomingll slajIT 5 oY s
ke S pogas ;o ane) cnl o Slur Ol
Joe 5 51 oolizl b oyl asdllae ol 4o ool outi plox]
2 Slows (oS @58 9 hez 4eS slal dgama ol
AZBL e ST eslie glabi sz o Jlasl 4l
mas aSh 90 aliwg 4 dsbl o Lcwl end i
AT ey Sl AT Aty 5 sz 4a53 o3l e gias
ol Jae )52 byl s p Jlail 42l o
5 Eoae omac oAl oS5 5l eoliul b gl e
4 ol Syl ae glaell Sy e ,sN)
P S Aoy 5 (peS g Gher 4eS Syl Adn

el o0y ail)] Jlasl a>b

omlojl by -2
sladys Jlasl caz )5 gz sall atws 9 dalllas ol o
o skee 1.2x25%100 olal b (1 Jgo) AZBL o juie 5LIT
6 g ol b plosl gl el oo oolaiwl 1 JSo 3ollas
JoS b filong 5,5 Jpame Shgalaii olSzus
;.;L‘?:..u sl 00 colaial A w o 05/»;.” )‘ 5CUO8
ke olul @ i Cuz 6,5 e @l sle iyl
Sy aws yo sl eolaiwl b ail s diged 10 Jigm 4SS
GALQJ 6‘)? o0 4eS0 Hhad g oald oole] A g0l 3 S8 e
el 00 (6525 030l (6,98 oS g S 3l ool b adiges
diges g0 Jlasl 4l jo Wlowny o il 5 o3l 6l p
5 (1 JSs) abais 650 wilews lo it g ood bl

4 Analysis of variance

45

g adai blug adgi die) ;o 059 4 (glod yinS job 4 Cais
1] 598 o ool Sy 2SIl Jlg

4 lal>pe o latl e oglie (slabaii )5 Ag2 il 3 50
S B9 90 Oom o> led ol jshite 4 g3l 03,88 b
JSl b s 05500 Jlac! Uasg 2501 (55, 52 Solind
ddhie 0 (SO Sl Caglie 092y Judo 4y (S ST L >
&) adlaie onl )3 098 g 09800 5 )9 e gl uled
(SIS Al yo 50 s 09 o0 JSET (B9 4SS g 00l
ST ol )0 a8 oo 2SIl g 9 oo @b (S 2SIl (>
Sl 50085 cow I axkad 05 S 4y pladl s
Sy oo S lap 40 g ool o1 IS axkad (]l ey oS o
» Sl GlalS ssrs (Bt slaanld ple il
Jlail 4zl jo wlows sl s obul 4 e Jlas! dilais
Dgb oo 6, e wul B ol o

5 uer deSo olul a5 ool lid calise llae
0uiS Cptd i eyl g0 Jlasl 4l o wilewy sl yiis
gt e glbE e oVl Sl s,
a5 olal Gl Lo el T Sy ety slagiesi
soglio skt he> sla Jlail jo SilSe plSouinl ue
3 oieiS Wlawy (i 0925 pmizmed LZewl a8l iol3dl
ol t.si“"“> joe uals cel g5 e sl Jlasl
o Sl 4 ies Glale spbe L]
Sl i juals g Ghex aeSs olul iuli8l cys 6,5 e
Ve S| Jowe) Coodl gl Jhem aml yo S Silowny

Py 1 E| - ES . s .

G99 TSU ) il eslanal b gLl Ses g olwlys

: ‘. . e 2.

snld e 6By eyl b owyn 4 TRl gl
ol Gloane 5 (S o5 Vsb labaii Seslie gz
AaSS S dgupy yoliie 4 il Sen 4 l3 12] axsls
ol s Uos, 5l ool b Jlas! alSoiul igl53l 5 s
53 Shaglie slahadi (hox wnld 0 1) B Asr sleylly
Slaallias 1o crizean [3] oo S s3lunngs S Sos8 olio
S ez sy 2SI Laises ploy 3sel atie jslaie 4
oliial b 5,5 ez sl el )y cslalais e wnl$ e
Sosl 008 (5lwdinge S35 o8l 5 (mae 40D Sl (oS 5
S Jlail plovinl ial33l jelate 4 500 (gladlhas 4o . [4]

! Taguchi method
2 Response surface methodology
% Small scale resistance spot welding

3 ool 5 ©)93 1397 6o 93T wl pl 3o 5 il swaie



UKo 9 (5 lindl 39l

AZ61 s juio ST ioglio ladais )5 yhg> Jislpd Lo kel & jlusding

Input layer

i
N

=

iy
Wit ﬂmﬂm
e f%ﬂ,,mﬂ;

Point | at
cemter

I Nyt
Ay
i

i
N
o

L

Fig. 2 The 2D Axi-symmetric finite element model
S 95 ¢y liie dgame yledl Jae 2 Y8

=
——
—
—
—
——

mas aSb -2-3

ooy Olpie 4 62959 95 AY Sl (omas 40D o
9 e Sla 2 gy3 Olyie 4 ()1 095 Y Sy e
JS) el onds JSas s b Sle 095 4 wix b S
Slaws 4 cmae aSs 31 g Jol sl slacygys slaws (3
o Lol el ily s (2955 5 62959 sla kel
A (S Gl ¥ e gy sl s Sl laa
79> syl bosal sy slazs s w5 b
Ls S0 Jsens jokn (Sl loa¥ slass o)l s (a8lg
sla¥ olass 5l ool 5wl oo Y g0 > 5lge o
o5 drogs lye g g ooldl Bl O jan Y 9o 5l i
plul pley s She oy iy olass 5l eolaiwl Logi
a3 oo il ) Slsls

Hidden layer

» Output layer

Fig. 3 The structure of an artificial neural network
(Eyas oras 855 S ksl 3 S

3 oplouids 56931397 (55 5 H3T .yl 33 5 widlas wdiuw

3wl 0l (S oslail WSl anil il g, Jawss diges
Sgazma Glall oo (i jliel Caz odal Candy o2 ol

Sl 00l oolaiw!

il
‘ 100mm ‘ ‘

Fig. 1 The dimensions of welded joint and the location of residual
stress measuring points

O e pSeslail jo Baa bl cuxdge g e Jlasl awass 1 JSi
A;Lo...u

AZBL o 5o ST oleosd oS 5 1 Jguzr
Table 1 Chemical compositions of AZ61 Mg alloy

Al Zn Mn Cl . Fe
O o) Cow)  Gow) SO0 gy
637 067 021 004 008 01004
iz gy =3

Sgdxo QLoJ' J..\.o—l—3

Lo 5 1217 il o) 3dlay 5l asdllas ol o
pryee ST labads (g anld gleans sl T lssn!
Jae G5l anls gilwas olp ol oads oolarul AZ6L
oasoolainl (5l S Sk (SOl heS oylee (gamgo
oad a3 S a0 o lie Jow w4 ang b (2 S3) el
u)u...c JAA oo u,oL.u‘ » AW A.J; )lSJ Ja.)b) ‘SQLM
L 4"""""5 g_;)ﬁ.otb asJlas Sy90 oole uo‘P ML)‘SA Lg‘”‘fﬁ‘b
Db s dgazme Gledl Jae cds Ul snd (ay e Leo
oads &Sl Jaw 5l olge cwles Cwglie [ld, (gln iz
g Lod 20595 (o i Cup ol 0 ooliiwl [8] gl lawgs
5 O i sladSen (her aeSs olal sy
>y Slam Ghezr aeSs slul s et (giluand 6,5 e
K by S sl )3 0580 S ojlil (6,15 Ao
Slowy ES @358 5 0dd Silo and TS 5 )b
Sasload (gile 4l 6,15 She sladiged y

L ANSYS
2 APDL

46



e 9 (s lindl d9ld

AZBL o3 jaie Wt ieglie slakasis ) Yoo Jualpd Sl piely )lwdise

4 ot e syl ileaige 5 Sae
Aol iolBl 4 e a5 hex deSo ojlwl oy iy
S Sl i (eSS 50 0ed o0 Jlail S
Silwding S ($99)9 polie abl oo Jlail axb 5o (S
Gilwdingy sl il osds Zlydunl eqian cuas loaSl
S el A Ll sl g 08 C el (Sl 2l o b
Sore & b gy il jle aneS oSl Sy
S8 S cdl A o Sailn al ke a5 Wigd iy a5
4eSS o3l o ien 4 oliws Cyz addlas pl jo 0,58
ably 5l Sez e 50 (o8AS Wlowy (IS 4S5 i
| o oolazwl ‘;.b)lf eb u‘9-’° (4)
MinM = aR — Bd 4)

aaSo Hhad d 5 oiiS Wlowwn il dioo R aal) ol o
Joanibio Gi9 welpe B g & o ps atlis Sho
S By & ol o i Al oo (g eSS Sla8 ol
Shd g oiiS wilewy 35 sla,giSB ol plaS e Coenl 4
b Culey b b s Lol oyle e aeSs
a+B=1 (5)

Slony 525,956 95 o 3h adlllae ol o aSbuly)
Wl oalais I ka3 o LSS Gier deSS ojlal g il
S o5 50 (Sl @b plgreas (6) iloaig alal,
sl 00 oolisiul

1 1

) =—R —— 6
MinM =ZR - >d (6)
-4
S9dx0 uLo.” Ju\.o (ST )L».».C‘ -1-4
a1 sgamme Lol Jae 5l ol mls como 5l ool (sl
chodls 5l Jol mls abagay o loel wad
Al>]a o o 4..5; O y90 i é.'a...o 90 o ‘Smlim.;Lo)—‘
-l 5T dole sgame Sl Jao 255 51y
JS8) ol oo soliinl (6,5 e JSew bl b (SO Sl
ASD dwdid (g pSojlil bgye ol a5 ey ol 4 (4
Slodal Caws 4 s> 4aSS dwain g pSejlnil @l b e
Cono u.)‘ ralz:j‘ 6‘):‘ EIW] PR O -9 e 6L°u:‘il‘}T
Jﬁ.).? »y S| 00 oolazw! g0l 9 G’L" duslao )| (T
oWl Jae slazs s b o2 slatiged slbs o) 2

Sygods 03D ML?:A 6Lb> RS P do i Sgdo

47

it e 455 lyma Jae 5o 5 eallhs oul o

20 2S Wilowy 25 Aoy 5 Ghox eSS o)l iy
oolaiwl Seglie laaii iex> anld o 5,5 e 4l
Sype e Bl (oras 4 sbul Cua Ll ond
3 oad ooliwl cuas aSlh g0 ya Ll 488 1)E colanul
didlge o LAzl ey @ )sS b Ho3 iy sbeaSil g9
“S iy il iyl gl A g e (hsel sl
el o0 oolizad 0101 L 1l 5 coli 3isel &5 b TolsS Lo
(1 alal)) MSE i 5l 58 (e oS3 ()5 el 2z

] 00 oolaziw!
l n

MSE = ﬁZ(yi - 9)? 1)
i=1

A.M:L)Go W) o)5|); )‘ASLAS/\ 9 @5‘3 )‘MAy A.E.)b UJ‘ )é as
5 e slba slaw 5 aSed LSl e sliiea
oolaiwl Uas g orw (g, 51 (e laas¥ 1o laye, olows
(SR sla el (63955 4w b i ey el oad
9 W39 S (s 06,5 Shgzr loje ( So Sl by as
O i 9 hez 4aSS ojlallJae 5o gl (295 sl )l SO
a oolalulyyge cmac 4 GLSle (oilS wilewn i
Olwg polie aSiyl Lo 4 cenl S5 4y p3Y el S9>9
4 M Lgob) d)L>| 6‘)& 9 eé}g u:l.\.m 6&9)9 6&/“.0‘)[.:

il 03le 52 5 L s o3l o byl ol
P — Pmin

Pmax — Pmin 2)
Hle (s ieS PMIN ool o5dlo s (695,9 PN alayl) ol 5o
albee bl o gl (63955 slade o yli PMAX 5 (09,9
ol b g5 (53,5 0jdlayiss (sl (3) akal, 5 (ioean

s 00

Pn

Pn—-1

= 4+ Pmin (3)
Pmax — Pmin

i e 981 -3-3
oo oolit (gjloaiugr g S35 eI 5l axlllas el o
IS e il (g So S el o]
5 ! OA.{Q; ‘_,»L..,.sl u_i,.,.)) pl.c )| UT 4..J3| J}@‘ 9 Sl

Ja..w93 |) u)‘)J" LgLﬁ):.iLa )| Lg‘A.CM ‘&N.)) p.l;.)9§ﬂ
15 A WS e oSS pite b el Jsb L leass,

O] ssabiin 253 L 39005 1, laol (Sosolses Lot

! Levenberg-Marquardt
? Individual

3 ool 5 ©)93 1397 6o 93T wl pl 3o 5 il swaie



UbhKod 9 (5 Lkdl S9ls

AZBL o jaie Wt Sloglivo sladais )5 iga Jialyd ld yiolly (s)bwdisg

Wloads duglie pal dgaza fladl Jaw jo ol bl wilewy
Wy 93 S9) p (9275 SBLges ;O Slowny (5 (xS o3l
Loy Conl oo 03,91 3 Jga o ] bl g el sndplxl
el ol g lie dguzme ledl Jaw gl

el 5 @ Ced @l w3z e gl (ouyp b
dgaore Hledl Joe dS ouls aseiie Sgazme Lol Joe 1 ol
oy Syl Wlowy o is comim 2Uls o950 cnd &3l
Wb oe Llo 1y 6,18 Sigx 4l jo

ety Sl 5] bl 5 e Ll ol Sl e
>l o oad dbml Wlewy (255 hsx 4SS ol
O Db ly gl 4 85 Lo Lol b
ol lp maw 4 (uelols 16 5 14 12 10) S sl
Soy65 Sl s 3 5 (U 16 5 14 12 .10) ()55 o
w88 goame 15 (s 1130 5 990 848) s
5 her A4S Sl ewyp sl 4 BN bl
LG8 eolawl 0,90 Sgame Gladl Joo o Wileww slo s
b bz aeSd ol comion lp oel consy mlbls 28,8
[10] (BVE L 3VE) ouds avos 9> aeSs olul ssgume
eyl s 34 olaws ol 5l A5 wl attieg diod dwslie
& @l ol il 455 3 S5 B egame 15 58 s>
28,5 )8 ooliiul 8590 (sras 4o slasgyg (lye

mas &b gl -2-4
b Gisr aeSs ol gt slr eas 4SS sl
& g eyl atws 30 ogr aeSs slal gl 51 eslaul
Sz b plsl Codge b sgusme Ll Jus 5l (295 @l
28 bl 4 ) e aSs (i el 5 bl
5 20,5 colituwl oy oo coliiwl eas AL jbjgel
dgazme ploll Jao @l b (095 jlom il ol 0b et

KRN

5 70 o sdaliissds wlows slo it mls awlie 3 Jaua
1 S 50 oas ools ioles blis jo sgame oledl Jow

Table 3 The comparison between the residual stresses obtained from
the finite element model and the experimental test for the points

Experimental FE model Errors
(MPa) (MPa) (%)
Sample— - - - - - - - -
Pomt' Pomt' Pomt' Pomt' Pomt' Pomt' Pomt' Pomt' Pomt' Average
A&A B&B C&C A&A B&B C&C A&A B&B C&C g
1 126 41 14 114 38 14 94 64 14 57

2 110 46 15 98 42 14 11 96 5 84

illustrated in Fig. 1
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Table 2 The comparison between the nugget sizes obtained from the
finite element model and the experimental tests
Nugget Diameter (mm)

| Sample Exp FEM %Error |

1 3/65 374 2147
2 5/96 590 -1/03
3 6/29 6/33 0/55
4 4/85 4/78 -1/38
5 513 507 -1/15
6 331 3/61 8/34
7 3/45 374 7/69
8 6/00 591 -1/51
9 6/15 6/34 2/94

Absolute Average % ~3
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Fig. 7 The training results of the ANN for the tensile residual stress
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Fig. 8 The test results of the ANN for the tensile residual stress
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Fig. 5 The training results of the ANN for the nugget size
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