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Abstract

With the introduction of weak welding process, this article mainly analyzes the effects made by
parts and robots roller hemming process on weak welding distortion, studies the special re-
quirements of bumps dimension and accuracy of position on inner plate, as well as tongue shape,
track of roller hemming, pressure of roller hemming, step number of roller hemming on outside
plate to improve appearance quality of weak welding, and ultimately provides theoretical basis of
decreasing weak welding distortion, optimizing the weak welded parts and roller hemming re-
quirements and upgrading the appearance quality of hood.
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1: Support; 2: Outer panel; 3: Inner panel; 4: Assistant electrode; 5: Welding transformer; 6: Emboss electrode; 7: Emboss

Figure 1. Sketch map of weak welding principle
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Figure 2. Emboss shape and position on hood week welding. (a) Emboss dimension, (b) emboss position
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Figure 3. General tongue shape with hood week welding. (a) Trapezoid tongue, (b) hemicycle tongue
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Figure 4. Spots on general tongue shapes with Hood week welding. (a) Actual trapezoid tongue
spot, (b) actual hemicycle tongue spot
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Table 1. Influence of surface distortion with roller hemming
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Figure 5. Tongue shape after the second hemming step
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Figure 6. Different hemming steps. (a) 4 hemming steps (hemming thickness well-distributed and smooth), (b) 5 hemming
steps on local area (hemming thickness not well-distributed and thinner than 3 hemming steps)
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