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Analysis on Re-Welding of Resistance Welding Crack of Ultra-High Strength Steel
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[ABSTRACT] According to the structure charac-
teristics of shell, the solder joint re-welding is studied by
selection of resistance welding and argon arc welding.
Through the comparison and analysis of solder joint prop-
erties after re-welding, argon arc welding is determined to
re-weld the cracks.
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Fig.1 Diagram of wing-rib of spot welding
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Fig.2 Metallographic picture of solder joint cracking
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Fig.3 Diagram of spot welding crack depth position on
ultra-high strength steel
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Fig.4 Diagram of selection of drill bit
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Fig.5 Calculation diagram of drill bit depth
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Fig.6 Tools for heat balance
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Fig.8 Metallographic picture of welding organizations (F3#% 100 )
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Fig.6 Dimple pattern of FGH96 matrix
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Fig.7 Dimple pattern of FGH96 joint
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