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Table 1 Best parameters and mechanical properties

Sheet thickness _ Parameters Mechanical properties
&(mm) Tochnique IAA) t(s) | I(A) t(s) n FuN) P(N) P(N) K(%)
A 1880 0.01 0 0 0 280 380 70 18.4
0.35 B 1880 0.01 1500 | 001 1 280 510 120 235
C 1880 001 | 1400 | 001 | 4 280 950 350 36.8
D 1880 0.01 0 0 0 280 1100 380 345
A 7000 0.12 0 0 0 3200 | 136 160 1.8
0.90 B 6000 0.4 3000 1.2 1 3200 l 2560 340 133
C 7000 0.12 | 5500 0.06 5 3200 4880 1020 209
D 7000 0.12 0 0 0 3200 5050 1300 25.7
Notes: P —Shear load A —Single welding current pulse without tempering
P,—Tensile load B —Double pulse spot welding
k— Elongetion C—Best multiple tempering pulse spot welding

D-Single weiding current pulse with tempering in furnace (tempering temperature 400 C

and holding for 15min)
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Fig4 Distribution of microhardness in spot welded joints (65Mn)

(a) Sheet thickness 6=0.9mm (b) Sheet thickness §=0.35mm
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Resistance Spot Welding of Spring Steel

Zhao Xihua, Xu Guocheng, Xuan Zhaozhi, Yu Haitao

(Changchun Jilin University of Technology)

Abstract The common types, appearance, causes and detriment of the defects in resistance spot
welded joints of spring steel are analysed in this paper. It presents that the sound spot welded
joints can be produced through some techniques, such as increasing electrode force, adjusting
welding current pulse and heat treating with random multiple tempering pulse. So it points out
the way to replace the riveting of spring steel by welding.
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