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Resistance Spot Welding of Aluminum Alloys
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Fig. 1 World production of some nonferrous metals
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Fig. 2 Principle of resistance spot welding
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Fig. 3 Schematic morphology of contact surface of
aluminium sheet
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Table 2 Various chemical surface treatments for aluminium alloy
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Fig. 5 Influence of storage time after surface
treatment on contact resistance
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Table 4 Typical conditions for r.sistance spot welding of Allig3 in direct current welding machine
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|4 2% (mm) 16 16 16 16 16 20 20 20 25 25
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Fig. 15 Fatigue strength of spot weld aluminium
joint and bonded spot weld joint using vinyl

plastisol
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Table 7 Recommended minimum spot weld spacing,
edge distance and overlap for aluminium
sheet (unit : mm)

qr =] Q =}
= ” Negget Size geht ol | 24474
(d) (v) 63)
0.8 4.5 5.5-4.5 30-35
1 5 6.5-5 30-40
1.25 5.5 7 -5.5 35-45
1.5 6 7.5-6 35-50
2 7 9 -7 40-55
2.5 8 10 -8 50-65
3 8.5 11 -85 50-70
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Table 11Conversion table between DIN and KS
specification for aluminium alloys

DIN 4 M4k KS 4
AlMg5 5056
AlMg3 5154
AlMgSil 6063
AlMg2Si0.8 ”
AlMg4, 5Mn 5083
AlZn4, 5Mgl 7NO1
AlCuMg?2 2024
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