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Spot Welding Characteristic of Galvanized Steel Sheet by
Variable Secondary Frequency Inverter AC Welding Machine

Mi-Hea, Goh

Department of Materials Processing Engineering, Graduate School,

Pukyong National University

Abstract

Galvanized steel sheet is excellent when it comes to corrosion resistance and
durability, so it can be used widely in several fields such as car, engineering
works, architecture, home electronics.

But there are greatly two problem at galvanized steel sheet resistance weld.
The first is difficulty of welding due to narrow range of optimum welding
current and high current.

Second cause is clectrode pollution(pick up) that zinc of the low melting
point{420°c) and copper of electrode made brass.

It is being a lot of studies to solve this problem, but is not readying clear
solution yet.

Purpose of this study to make out that minimize electrode pollution to use
Inverter AC resistance welding machine that connect inverter controller in

existent single-phase.

Key Words: galvanized sheet steel, electrode pollution(pick up), inverter AC

resistance welding machine
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Fig. 2.1 Temperature distribution in resistance welding
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Table 2.1 Optimum Current range for Class AF.
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Fig. 2.11 Output current for variable secondary frequency by Inverter

AC resistance welding
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Table 2.2 Welding phenomenon for electrode shape and state

at galvanized sheet steel welding
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Table 3.1 Welding condition
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Frequency
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Second
Electrode force seondary Welding Time | Welding current
kef) Frequency (Cycle) (kA)
(kg (H2) y
200 60 8 6.0kA ~ 13.0kA
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Fig. 4.3 wupper electrode surface shape
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