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Affect of Welding Current on Quality of Spot Welding Joints of Al-Zn Alloy
Coated Steel Sheet
WEN Shenliu', YU Tengyi’, WANG Feisen', CHEN Ling', HE Wende'

(1. Department of Mechanical Engineering, Sichuan College of Chemical Technology, Luzhou 646005, China;2.
Panzhihua Iron and Steel Institute, Panzhihua 617000, China)

Abstract: 0.8 mm thickness Al-Zn alloy coated steel sheet spot welding, the impact on the quality of the main
welding parameters are welding current. In this paper, other welding parameters remain unchanged, Test the welding
current size of the joints of the four key indicators of quality(ie, joint shear strength, nugget diameter, penetration rate
and the surface indentation depth). The results show that the Welding current hours, will have no fusion or nugget
size is too small, resulting in low shear joints; Current is too large, resulting in spatter, so that the surface indentation
depth is too large, resulting in the destruction of coatings to reduce the corrosion resistance of joints. Appropriate
welding current for the 7.5~9.0 kA.
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Tab.l1 Welding current and the shear force and the
relationship between spot size
/ kA /N / mm (%) / pm
7.0 4540 233 542 20
7.5 4990 3.29 62.6 30
8.0 5370 4.25 61.5 40
8.5 5572 4.45 77.2 40
9.0 5838 5.85 82.9 50
9.5 6051 6.22 86.4 60
10.0 5965 6.69 85.5 70
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Fig.1 Curve of welding current and joint shear fitting
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Fig.2  Curve of welding current and nugget
diameter fitting

(5]

7.0kA

sol——r———
7 75 8 15 9 95 10

A5 45 HL ML/ KA
P3RS R AL R
Fig.3 Curve of welding current and
penetration rate fitting
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Fig4 Curve of welding current and surface

indentation depth fitting
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1 . Fig.2 The microstruture of weld peritoneum  x200
Tab.l Welding parameters (Troostite+few martensite)
/mm| /V /A | /(m-h") | /(m-h") | /(m’-h")
15~20 | 20~25 | 50~60 170 12~14 0.9
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Fig.3 The microstruture of peritoneum in fusion ared x100
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