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Abstract

Effects of electrode tip shapes of spot welding on the galvannealed steel have been studied. and

the results obtained from this studies are as follows.

1) Expulsion had no effect on the shear strength of the specimen but been observed on the tensile

strength of the specimen.

2) Effect of holding time after welding was neglegible when the spot welding supplies enough heat

input.

3) Depending on the spot welding tip shape it has different weldability.

in the order of pointed shape,

just the opposite of the above order.

& et
FTh
T
2 0%
o rHY; NN
ath
+
30
o
“
.o
ol

o

one-piece designi-
= sbgelA ey o
% AA AT AR

w7
X oweraL Zﬂ_:—:‘L

I"-¥4
lJ
O

_\,L

N
s mlru

2

rO

ot
=

1l

L
b
l‘ﬂ
i
SN
-4
o
uh
bl

frt
i [o

L o
N Hﬂl
S
PL
N,

i o
O(‘
A=
-
lo
ok
_1\11.4 rzl_,
Lol
,
£,

i

* BRI T H AT S
AT, H

truncated shape and dome shape.

712 2 gleiof ek

it has better weldability

But the effect of cooling was

Blo] wtry)t 4A dej A =k AT whEs} owh
z2a A 346 PlAE dF¥E Sk A3 o
} <4 ¥-E% wol EA At
% Hvl W e =kl wlef] A
Auk obA = S o] A
Z]E— ;lﬂ s o‘H o giet.

weld] L 3o RWMA class[ 9] Cr-Cu 3+
o A5E }%EM 2 WA HE o SR F
o] B welo AEA) AA AF B Tl ALHT
9] %= Galvannealed steelo] o &} ZAF5}ed 1 32} ke,

2. BMmAE
2.1 8ME

B AT A AR AR TRAA A= g



12

L

= Q¥4 F74 1mme] hot dippingxl galvannealed
steel& A}-§-31 ). Table 1-& spectrometers] <}gh
=AY segdE 4 Aol Table 2= A @A %
o AAA S £F59 4 E T4)q Aelvh

Table 1. Chemical composition(Base metal)
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Table 2. Mechanical properties and surface

condition
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Fig.2. Tensile shear test specimen.

welding current

holding time

! welding time

(KA) (cycle) (eycle)
Optimum welding conditions 7, 8, 9, 10, 11, 12, 13, 14 5, 7, 10, 15, 20, 25| 12
Weldability comparison 6, 7, 8, 9, 10, 11, 12, 13, 14| 15 12
Holding time effect 12 15 0, 5, 7, 12, 15,
20, 30, 40, 60
Squeeze”time: 60 cycle, welding force: 240Kg, cooling water: 31/min
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Fig.1. Electrode tip shapes used in this study.
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