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A Study of Resistance Welding Property in Cold Rolling Products
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E A AHEE AEE AFEE FESY CRAF(HTYA F  anealingXd), GI, GAAIE (&
ol EE4®), EGAF(A7]otdEE3R)o] 3on, EGAFL Pure-Zn(AAA-I A, HAE
Ael), Zn-Ni, Zn-FeZ® 502 vdrh A4 AL4d AF P EE Table 19 Uebiich

Table. 1 Chemical compositions of each product. {wt%)

A g C Si Mn P S N Ti Nb I
A2 |
CcQ 0.040 0.005 0.170 0.016 0.004 0.002 - -
MQ . 0.030 0.008 0.150 0.013 0.005 0.004 - -
CR IFLQ) 0.002 0.010 0.170 0015 0.007 0.002 0.043 -
HS35E 0.001 - 0.350 0.070 0.006 0.002 0.030 0.006
HS35R 0.024 0.010 0.170 0.064 0.008 0.002 - -
Gl CQ 0.040 0.009 0.200 0.013 0.006 0.002 - -
N GA HS35E 0.002 0.006 0.160 0.049 0.005 0.002 0.022 0.024
Pure-Zn MQ 0.020 0.005 0.120 0.011 0.005 0.002 - -
EG Zn-Ni IF1.Q) 0.002 0.010 0.160 0.010 0.007 0.002 0.046 -
HS40R 0.050 0.020 0.680 0.036 0.004 0.002 - 0.020
Zn-Fe IF1Q) 0.002 0.010 0.160 0.013 0.006 0.002 0.044 -
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Fig. 2 Appearance of spot welding specimen
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Fig. 1 Schematic of spot welding test
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Fig. 32 CRZ %A AFHs ] mlZ Max. Load@t2 A3 A3z A Add, 54X 3¢
S ZAVet] Btk old) sFYE e lkgf/em® RAAFI R, EHAZES 10Hz, 20HzES AH&38tdch 2
oA B F d%o] AFI F71E8rE AQASRERS FUMeR e 40~45d04 ARG S3=x
AL 290 1 o) AFHYANAME flash7t AeA LA =3 AZHIRE= 400kefF
FolUdh. A2Y §HA L T4/ 1.2~14mm ¥ Y9 CQ, MQ, HS3BRE Hl=3 F4S ey
Aoy dadFo] AL LQAve] £4HY F3, HAAGREZE A JErsth FA w2
AL AA Aolst YAt

Fig. 4= CR7Z® LQA 12t9) £4%9 Aoz nfH, AALH, &4 FE AFF A
Zolth, AFIF F7HEFE Nuggetd] #7171 vlgdsto Frtste AEFS Holx gl

GI7Z2ae] A4S FA9 9L A9 dUew, FAANC] 4d-F T AFAA JdAIAEZ )
F7tstdrt. CRAIENY] flash7t WA 2= ¥ AAF LY AFE 55904 olFolx AR =
27H9n AALHAEAY FAALAEE CRol 400kegf =FAd] vl8] 200~300kgfZ F%tth

GAZ#] A4S 07~1.0tN4E FAR & SFHXols A9 gl TAA w2} RHPAEE
Gl 294 mzitAlz2 Fobetddv. AASZAARE 55T, A =T 250~30kgf2 CREGE
3 GIEYE i & A%S Y £H Y225 Nuggetel CRZ R vls] 2 FAHHA
284S #A%  AAH. T3 Fig. 55 GAZ TS &35 SEMBAALI EPMAZ A EA(HE
A)e A2 A HEvie) 2ol £ ZE ASE £HF Znrt 2AHRA &Ag &40 kg
= 73R Znst EASa o] A =FH ZnFol £3A 49 FS Fo GAY GIAHe &
Aol U Aoz ddd

EGZ#Y A= AAdd ZEANIYY Pure-Zndt 299 WA EADEY Pure-ZnZHY 3%
flash7} 2A& =] = VYW £HL AF 3548 2olR o}t HYAET) 200kgfFFo2 v 9 @
gow, HAFAE 400kgfFFAA = flash7t AsHAl LA ol EHAZHY FAFo] flashdA
& 23 =ES -] Ad9FE Fol AP L A3 AsAz 8992 AHadrt Zn-NiZdywd
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Zn-FeZd¥< CRZVEY G4 L 45~-53FEAUAA HZ3&HANE Jerdlen flashd Aol

A8t L, Zn-Nioll H]8l Zn-Fe’} flash FAS AN E Fddd. JF2EE 250~250kgfF &
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Fig. 3 Changes of Max. Load value for current increase in various material qualities

(a) Low heat-input (b) Good heat-input (c) Over heat-input

Fig. 4 Optical micrographs for various welding zone of CR product.
(LQ material, thickness 1.2mmt, current time 20Hz)

(a)

(b)

Fig. 5 SEM micrographs and EPMA qualitive analysis of GA product.
(a) Good welding zone  (b) Bad welding zone
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o A 9e e YEddd.

3) AEY FAAHLHAFE EG 949 2 UAFEA 35~4, CR 4~45, EG Zn-Ni , Zn-Fe 45~5,
GAA 5, GIAl 55 FFo2 velgon GIAZ 714 £2 SHARE 8= 3

4) FlashZ A2 A9 AALH 228U JRAIZEHL CRol FAH 02 oF 400kgf=A
74 9538t , GI 200~300, GA 250~350kgf= UEon EGZA%Y 739 Zuxge 9
o2 200~250kef BEEA M A ekt
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