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Effect of Tin Coating on the High Speed Seam Weldability of
Thin Gage Sheet Steels
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Abstract

High speed wire seam weldability of tin coated thin gage sheet steels was investigated.

Thickness and coating weight ranges of the test materials were 0. 21~0. 35mm and 1.1/1. 1~2,

8/11. 2g/m’, respectively. Test results indicated that the surface roughness value, Rz decreased

as increasing the coating weight. The Rz was thought to be one of the important factors to

influence the optimum welding condition range, AQ. The AQ showed close relationship with

welding conditions such as welding pressure and travel speed. Higher welding pressure

widened the A Q while higher travel speed reduced the A Q value. Results also demonstrated

that tin coating weight should be optimized based on the weldability or the serviceability after

welding. At the HAZ of sheet materials with thinner coating layer, tin depleted zone was

produced since molten film of the coating material on the base metal agglomerated by the

surface tension, which could result in reducing the corrosion resistance of the HAZ in the

service environment.
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