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Wire seam weldability of Tin coated steel
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Table 1 Chemical and mechanical properties of specimen

. Thick. | Coating
P
Steel C Si Mn S (mm) | (g/m?)
A 0.004 | <0.005 1 0.168 0.013 0.010 0.35 1.1/1.1
B 0.006 | <0.005 | 0.156 0.014 0.007 0.35 2.8/5.6
C 0.044 | <0.005| 0.191 | 0.013 | 0.008 025 | 2.8/2.8
D 0.035 | <0.005 | 0.229 0.014 0.010 0.25 2.8/5.6
E 0.061 | <0.005 | 0.301 0.011 0.008 0.21 2.8/2.8
F 0.031 | <0.005 1 0.237 0.010 0.008 021 |28/11.2
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Figure 1 Relation between tensile shear strength and heat input




