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Table 1 Spot welding conditions

Tip diameter 6%~ 40° Dome type
Electrode force {200kgf

Welding current |5 - 15kA

Welding time 12 cycles

Ratio of iron powder / film thickness
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Fig.2 Changes in loss factor with temperature.
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Fig.4 Relationships between welding current and
nugget diameter in various steel sheets,



