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Abstract

Effects of electrode tip shapes of spot welding on the galvannealed steel have been studied. and
the results obtained from this studies are as follows.

1) Expulsion had no effect on the shear strength of the specimen but been observed on the tensile
strength of the specimen.

2) Effect of holding time after welding was neglegible when the spot welding supplies enough heat
input.

3) Depending on the spot welding tip shape it has different weldability. it has better weldability
in the order of pointed shape, truncated shape and dome shape. But the effect of cooling was

just the opposite of the above order.
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Fig.2. Tensile shear test specimen.
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Fig.1. Electrode tip shapes used in this study.
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