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Abstract ; Aiming at resistance spot welding joint of hot galvanized dual-phase(DPS90GA) steel,the rule of cross-tensile strength and
tensile-shear strength of the joint changing with welding current are researched,and compared with the spot-welding test result of
common dual-phase plate(DP590).Meanwhile ,combining facts of spot-welding nugget diameter changing with welding current and zinc
residue in fusion zone by SEM spectrum analysis, main reasons that affect the strength of spot-welding joint of hot galvanized steel are
analyzed.The results show that when other welding parameters are fixed, the trends of spot-welding joint strength and nugget diameter
of DPS90GA and DP590 changing with welding current differ at each current stage.And zinc residue in fusion zone increases with
decreased welding current.It indicates three factors affect the strength of spot-welding joints differently at each stage.They are less
nugget diameter caused by less contact resistance of spot-welding zone and welding current density because of zinc coating, increase
of zinc residue in fusion zone,and zinc coating can cause splash in spot welding more easily.
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Fig.1 Sketch of test specimen
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Fig.2 Comparison of joint strength between DP590GA
and DP590(4 kN, 20 cyc)
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Fig.3 Comparison of nugget diameter between DP590GA

and DP590 (4 kN, 20 cyc)
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Tab.1 Residual zinc in nugget with different welding specification
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4031 4 20 8.5 250 3.50 1.97 2.05
4051 4 20 9.5 1.30 1.12 1.30 1.49
4131 4 15 8.5 121 145 1.06 1.11
4151 4 15 9.4 1.00 0.82 1.38 0.79
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