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(Evaluation on the Spot Weldability of STS 304 Sheets by variation of Load)
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Table 1. Micro vickers hardness for hard and soft STS304
(Load : 100gf, Dwell time : 15sec)

Micro vickers hardness (Hv) test No.

Material
e 1 2 3 4 5 6 7 8 9 10 | Average
Hard y
STS304 381.9 (3779|3696 | 393.0 { 371.4 | 369.0 | 386.6 | 398.7 | 385.6 | 383.0 381.7
Soft )
STS304 213.0 | 198.0 | 201.3 | 199.3 | 196.2 | 191.1 | 199.9 | 203.3 | 206.7 | 205.3 201.4

Table 2. Welding condition for experiments

Load Welding Current (A) Welding Time (msec) Electrode
1 kef | 500 { 700 | 900 {1100 {1300 | 1500
3 kef | 500 | 700 | 900 {1100]1300 | 1500
6 kef | 500 | 700 | 900 | 1100|1300 | 1500
9 kef | 500 | 700 | 900 | 11001300 | 1500
12 kef | 500 | 700 | 900 {1100 1300 | 1500
15 kgf | 500 | 700 | 900 {1100 1300 | 1500
18 kegf | 500 | 700 | 900 {1100 1300 | 1500

A Upper | Lower
Welding
Current

Y Class2 | Class3
> 15 26

Up-Slope Heat Time Flat Flat
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(a) Macro-section of nugget
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(b) Distribution of hardness

Fig.l1 Macro-section and hardness distribution in weldment by the condition
of load lkgf, current 1300A
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{b) Distribution of hardness

Fig.2 Macro-section and hardness distribution in weldment by the condition
of load 18kgf, current 1300A
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(b) Distribution of hardness

Fig.3 Macro-section and hardness distribution in weldment by the condition

of load 18kgf, current 1300A
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(b) Soft STS304

Fig.4 Characteristics of spot weldment by hard and soft STS304
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