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A Study on the Optimum Conditions of Seam Welding
for Automotive Galvanized Steel Sheets
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2. AgAs € 439y Table 1. Chemical composition
21 AdA= of SPC Zn-Ni

B A= KSD 3512(8 7 ¢l A Elements. | Fe% | C % | Si % |Mn% | P %
9 7)o FA WALGART SCP 2 AR spc | 99576 0.0016 00036 00843 | 0.0128
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olu} zetAE - Table 13 2t} Table 2. Seam Welding Conditions
for SPC Zn—-Ni(t1.6)
2.2 }él{ﬂ Bo" l?:‘! Seam welding conditions Electrode
Age BAG o] 150KVACI™, A 7kg}  [Noj wekding |Welding) Weldin weld time(Hz) | ipicness
o] 1000kgf) 484 seam §471S A& | N [Wnin)| () et poidecol o)
o] A8 tank AZE 2AQ) ArletdEw | 2 |165-17.4] 083 |
73 222 Table 29} Zo] $HAFS &3 3 e 41102
&5 EAALS FA, FAAZ, FA 1107 5 |207-21.2 450 7
t1.69 W3l 5 36 A2 2 lap and flange s 1851891 83 j 150 j
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9 [19.0-193 5 |10] 6
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(a) Tensile specimen of lap seam welding (b) Tensile specimen of flange seam welding
Fig. 1 Configuration and dimension of tensile specimen
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Welding on conditions 6 of Table 2 :specimen NO&1
Fig. 2 Nugget Microstructure of
seam weld on SPC Zn-Ni
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a) weld metal of longitudinal section
(Welding on conditions 3 of Table 2 ‘specimen NO.31)

(b) weld metal of longitudinal section
(welding on conditions 4 of Table 2 :specimen NO.41)

(current 185-18.9kA, speed 0.83 M/min, time 4 : 10 : 2)

(current 165-17.4kA, speed 1.0 M/min, time 4 : 10 : 2)

Fig. 3 Microstructure of seam weld on SPC Zn-Ni
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(condition 6 of table 2 : current 183-189KkA
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1) Fig. 5(@) t1.0 o9 =374 %S flange
seam &3¢ e zt AW TSS9 #x

speed 0.83M/min, time 4:10:4, Specimen NO 61
Fig.4 SEM Photographs of TSS
test destruction part of FSW
pecimen with SPC Zn-Ni
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(a) Conditions for SPC Zn-Ni t1.0 (b) Conditions for SPC Zn-Ni tl1.6 (c) Conditions for current
Fig. 5 TSS and breaking energy curve of Lap-FSW
conditions for SPC Zn-Ni(t1.0, t1.6)
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