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Foreword

ISO (the International Organization for Standardization) is a worldwide federation of national standards bodies
(ISO member bodies). The work of preparing International Standards is normally carried out through ISO
technical committees. Each member body interested in a subject for which a technical committee has been
established ha% right to be represented on that committee. International organizations, governmental and
non-governmentalgin liaison with ISO, also take part in the work. ISO collaborates closely with the
International Ele@echnical Commission (IEC) on all matters of electrotechnical standardization.

International Standé?ar,e drafted in accordance with the rules given in the ISO/IEC Directives, Part 2.

The main task of techn ommittees is to prepare International Standards. Draft International Standards
adopted by the technical mittees are circulated to the member bodies for voting. Publication as an
International Standard requi pproval by at least 75 % of the member bodies casting a vote.

Attention is drawn to the possibiify)that some of the elements of this document may be the subject of patent
rights. ISO shall not be held respon@g for identifying any or all such patent rights.

*

ISO 16433 was prepared by the «b&rnational Institute of Welding, recognized as an international
standardizing body in the field of weldin®’in accordance with Council Resolution.

© I1SO 2006 — All rights reserved \"
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Introduction

Requests for official interpretations of provisions in this standard should be made in writing and sent to the
ISO Central Secretariat who will forward them to the [IW Secretariat for an official response.
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Resistance welding — Procedure for seam welding of uncoated
and coated low carbon steels

A

1 Scope 6/‘

This International ard specifies requirements for resistance seam welding in the fabrication of
assemblies of uncoat nd metallic coated low carbon steel comprising two sheets of metal, where the
maximum single sheet %ness of components to be welded is within the range 0,4 mm to 3 mm for the
following materials: Q

— uncoated steels; z

— hot-dip zinc or iron-zinc aIon? annealed) coated steel;

*
— electrolytic zinc, zinc-iron, or zinc-i{ggel coated steel;
— aluminium coated steel; Q
— zinc-aluminium coated steel. 'o/q
Organic-coated or primer-coated steels are no@@yered by this International Standard. Guidelines for the
design of appropriate seam welding equipment an Iding conditions are given in Annexes A and B. These
are for guidance only and may need to be adapted uit the specified service conditions of the fabrication,
prevailing production conditions, type of welding eqw&ent, mechanical and electrical characteristics of the

welding machine, electrode configuration, and material. se requirements shall be taken from the relevant
welding procedure specification for the application or pro , Where these exist.

2 Normative references

Q&
The following referenced documents are indispensable for the @cation of this document. For dated
references, only the edition cited applies. For undated references, latest edition of the referenced
document (including any amendments) applies.
ISO 669, Resistance welding — Resistance welding equipment — Mechanc'né'and electrical requirements
ISO 5182:1991, Welding — Materials for resistance welding electrodes and an 'lwquipment
ISO 10447, Welding — Peel and chisel testing of resistance spot, projection and seﬁrp/ve/ds

ISO 14270, Specimen dimensions and procedure for mechanized peel testing resistance spot, seam and
embossed projection welds

ISO 14327, Resistance welding — Procedures for determining the weldability lobe for resistance spot,
projection and seam welding

ISO 14329, Resistance welding — Destructive tests of welds — Failure types and geometric measurements
for resistance spot, seam and projection welds

ISO 15609-5, Specification and qualification of welding procedures for metallic materials — Welding
procedure specification — Part 5: Resistance welding

© I1SO 2006 — All rights reserved 1
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ISO 15614-12, Specification and qualification of welding procedures for metallic materials — Welding
procedure test — Part 12: Spot, seam and projection welding

ISO 17654, Destructive tests on welds in metallic materials — Resistant welding — Pressure test on
resistance seam welds

3 Terms and definitions

For the purposes of thig document, the terms and definitions given in 1ISO 669 and 1SO 14329 and the
following apply. )\

3.1 6/

continuous-current seam&lding
use of a continuous-current w@brm to make a weld

NOTE A continuous weld nugge@ormed along the weld seam.

use of a current program comprising tw re pulses of current (commonly known as “on-time”) separated
by a pre-set cool time (commonly known a -time”)

*

3.2 z
interrupted-current seam welding
%o

NOTE A weld nugget is produced during each{@e.

3.3 Q

tread width
width of the electrode face which is in contact with the piece
NOTE Sometimes this is called electrode face width. L *

3
4 Materials 0

41 Form %

The steel shall be flat rolled, in coils or cut to length, and shall be free o%rmful imperfections.

4.2 Steel grades @

A partial list of steel grades to which this International Standard is applicable is gi\éin Annex C.

A

4.3 Surface conditions

scale, corrosion products, paint, dirt or excessive pitting. This condition shall be maintain til the welding
process is completed. Uncoated hot-rolled steel shall be in the pickled condition.

Prior to welding, all surfaces of components to be seam welded shall be free of contamirééﬁ:ch as grease,

Certain surface treatments, such as the application of paint primers, rust preventions, and oils may be applied
before welding, provided that the coating is uniform in thickness and it has been demonstrated that consistent
welds, conforming to this International Standard, can be obtained. Excessive use of surface pre-treatments
may adversely affect electrode life and should therefore be avoided.

Coated steels can be supplied with a chromate or phosphate passivation treatment. Phosphated mild steel
may be used in certain applications. These materials can be resistance seam welded, although the welding
parameters outlined in Annex B may require appropriate adjustment. Generally, only thin phosphate pre-
treatment of steel is acceptable prior to seam welding.
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