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Flectrode Life in Resistance Spot Welding of Zinc-Coated Steel Sheets
by Koji Nomura,Tokujiro Konishi and Masatsune Kondo
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Table 1 Consecutive spot
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Welding rate 1 spot/sec
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Fig.l X-ray maps of carbon on the electrode top surface
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Fig.2 Macrostructures of welds
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