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Abstracts

Purpose This study analyzes resistance spot weldability of DP60 steels.
Methodology To compare the resistance spot weldability of DP60 steels, tensile strength test and

macro-section test were conducted for the resistance spot welds.

Acceptable welding conditions

were determined as a function of the resistance spot welding process parameters such as electrode
force, welding time, and welding current. The lower limit of the welding lobe was the minimum
shear tension strength for 590MPa-grade steel while the upper limit was determined whether or

not expulsion was detected.

Findings Welding force is 200kgf more appropriate in terms of 300kgf the larger the width of the
welding zone. Acceptable welding current condition and welding lobe were changed depending on

welding force.
Research limitations This study is forced
590Mpa-grade steels for automotive application.

on

inverter DC resistance spot weldability of

Practical implications This study confirms the weldability of DP60 steel by comparing resistance

spot weldability depending on welding force.

Originality This study analysed resistance spot weldability depending on welding force. wedability
of DP60 steel were determined by welding lobes.
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