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A Study on the Welding Conditions of Weldability of
Seam Welding for Galvanized Steel Sheets of Automotive

Jae-Kyoo Lim , Kyun-Ho Chung and Jung-Ha Kuk

Abstract

This paper is studied about welding conditions and weldability of seam welding for galvanized steel
sheet of automotive. The fuel tank of automobile is made by seam welding to be required of airtight or
oiltight. This method have required a short time for welding. simplicity operation progress and little
HAZ. Especially. it has more less residual stress and transformation than different welding progress.

So, this study is for decreasing the leakage occurrence rate and to make standard operating condition

table anyone can operate easily. Therefore. this study is analyzed the optimum conditions of seam

welding for making the automobile with galvanized steel sheets by means of observing the
microstructure and configuration back projection. RT. tensile-shear strengths test and SEM.

Optimum conditions of seam welding obtained as follows, current 17.2-17 6kA speed 1.0m/min weld
time 4:10:6 and current 16.5-17.4kA, speed 0.83m/min, weld time 4:10:4 at t1.0, and current, 18.5~

18.9kA, speed 0.8m/min, weld time 4:10:4 and current 16.5-

4:10:2 at t1.6.

17.4kA. speed 0.68m/mi. weld time

Key Words : Welding conditions, Galvanized steel sheet of automobile , Microstructure, RT, Tensile-shear strength, SEM, LSW, FSW.
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Table 1 Seam welding conditions for SPC Zn-
Ni(t1.0)

Seam welding conditions Electrode
No | Current | Speed |Force ’_Lime thickness
(kA) ( in)| (kg) |weld (mm)

1 1165174

2 | 18.5-18.9

3 7-21.2 4 2

4 10 7
|5 | 185189

6 , ] 4

7 119.5-19.7 6 | |2

8 | 185189 0.83 4154
28
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Table 2 FSW conditions and result for SPC Zn-

Ni(t1.6)
Seam welding conditions A2 | 99 | ojm
e ~ |appear
NO. Current Speed Force Time (Hz) | #Hel | 5% —ance
{kA) |(m/min)| (kg) | weld|hold| cool | (mm}|{mm){(mm)
1 I 068 { 0.550.53
o5 1657174 i E
2 0.83 0.46)0.45] 1y
3 1.0
2
4 [185-18.9 4 110
5 |20.7-21.2 L 1068|107 2.
450 ‘ EREDT
. R OF:
6 18.5-18.9 0.83 —1 0.47,0.45 ‘:‘]3%63
7 - 2910.42
7 [18518.9) 41514 0.29 0.4_I
8 |18.3-18.6 2152 0.42|0.45
( H8g.
9 118.5-18.9 611016 0.5610.72 | 8AH,
| 2g¥

2 Agel AHEE A 837 E AH L] 150kVA,
ol 71k o] 1,000kgfel A A&H7loin A
B A2 9J4 e 400mmeol i, FA Tmme] 2HA =
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2 Wz Ak Ao Vs EHERE AT 4 3
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AE Ag-sleitt,
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{b) Tensile specimen of flange seam welding

Fig. 1 Configuration and dimension of tensile
specimen
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LSW conditions for SPC Zn-Ni(t 1.6)
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