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A Study on Ultrasonic Test for Evaluation of Spot Weldability in Auto. Materials
(1 step : Ultrasonic characteristic with welding currents)
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Table 1 The welding conditions used in this study

Condition Welding Electrode Squeeze Welding Holding
Steels current(kA) force(kg) time(cycle) | time(cycle) | time(cycle)
SPC 5~13 300 30 15 10
GA45 6~13 300 30 15 10
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Fig. 2 The effect of welding current on
average attenuation coefficient and

average attenuation coefficient and
tensile shear maximum load (GA45)

tensile shear maximum load (SPC)
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. 4 The effect of welding current on
thickness of welded joint and nu-
gget diameter (GA45)

Fig. 3 The effect of welding current
thickness of welded joint and
gget diameter (SPC)
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Fig. 5 The relationship between thickn-
ess of welded joint and nugget di-

ameter (SPC)
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Fig. 6 The relationship between thickn-
ess of welded joint and nugget di—

ameter (GA45)



