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Abstract

The Weldability of galvannealed steel using spot welder has been studied. The Results obtained are as
follows;

1) Welds size and strength were increased depending on the welding time and welding current. But,
the increasing rate has been decreased.

2) Deposited zinc has affected on the wear of welding tips and growth of welds but has not affected
the weld’s structures.

3) On shear testing of the specimen, button fracture has been observed and the value was appro-
ximately 540Kg (welds dia. approxinately ¢4mm)
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Table 1. Chemical composition (Basemetal).
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Fig.1. Tensile shear test specimen and cross

sectional specimen.
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Table 3. Welding conditions used in this

study.
Ww.C. W.T. H.T.
(KA) (cycle) (cycle)
Optimum 7, 8, 9,10,{ 5, 7,10, 12
welding 11,12,13,14 | 15, 20, 25,
conditons
Weldability 6, 7, 8 9, 15 12
comparison 10, 11, 12, 13,
14
. . ¢, 5 7,12,
Holding time | 4, 15 15, 20, 30, 40,
effect 60

Squeeze time : 60 cycle welding force : 240Kg

cooling water : 3 [/min
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Fig.2. Cross-Tensile test specimen and jig.

100
159
o
o
o~
. o 7 KA
o
&+ A 10 KA
o
+ 13 KA
-
£
~
P
3
-
o (=3
o
ﬁ -
%
&0
B
2
o
i~
N
@
=
I T T

T T T T T
0.00 6.00 12.00 18.00 24.00 30.¢

Welding time ( cycle )

. Nugget growth with welding time. H.T.
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