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APPLICATION DATA SHEET

NOTES:
1. Material must be free from dirt, grease, paint etc.

prior to welding, but may have light oil.
2. Two equal metal thicknesses of each gage.
3. Commercial coating weight is 1.25 oz. per square

foot.
4. Electrode Material-RWMA Group A, Class 2.

CMW® 3.
5. Water Cooling: 2 gallons per minute.

Projections should be larger in diameter for
galvanized than for uncoated material.

NOTES:
1. Material must be free from dirt, grease, paint etc.

prior to welding, but may have light oil.
2. Two equal metal thicknesses of each gage.
3. Commercial coating weight is 1.25 oz. per

square foot.
4. Electrode Material-RWMA Group A, Class 2.

CMW® 3.
5. Pressure-tight joints require stripping the zinc

coating prior to welding.
6. Nominal electrode diameter ranges between 8 to

10 inches.

From American Welding Society “Recommended
Practices for Resistance Welding.”

Spot welding galvanized low-carbon steel

lairetaM
ssenkcihT

retemaiDedortcelE
epahSdna

teN
edortcelE

ecroF

gnidleW
tnerruC
).xorppA(

dleW
emiT

dleW
tegguN

eziS

muminiM
raehS-noisneT

htgnertS

muminiM
dleW

gnicapS

muminiM
gnitcatnoC

palrevO
,2,1seton

3&
4eton

D d cO
sehcnI .nI .nI .geD .bL .spmA selcyC .nI .bL sehcnI sehcnI
220.0 8/5 61/3 021 003 00031 8 51.0 055 8/5 8/5
030.0 8/5 61/3 021 004 00031 01 61.0 0001 8/5 8/5
630.0 8/5 4/1 021 005 00531 21 61.0 0811 4/3 8/5
930.0 8/5 4/1 021 056 00041 31 12.0 0041 4/3 8/5
250.0 8/5 4/1 021 527 00541 81 22.0 0071 8/7 61/11
360.0 4/3 4/1 021 058 00551 22 42.0 0052 8/1-1 4/3
870.0 4/3 61/5 021 0021 00091 42 82.0 0023 4/1-1 8/7
390.0 4/3 8/3 021 0041 00012 03 43.0 0024 2/1-1 1
801.0 8/7 8/3 021 0571 00002 73 04.0 0095 4/3-1 8/1-1
321.0 8/7 8/3 021 0002 00002 24 84.0 0027 2 8/1-1

Projection welding galvanized low-carbon steel
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sehcnI .nI .nI .sbL .spmA selcyC .nI .bL
retemaiD
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930.0 8/5 8/3 052 00001 51 51.0 529 781.0 140.0
360.0 8/5 61/7 004 00511 02 52.0 0502 812.0 840.0
870.0 4/3 2/1 055 00061 52 52.0 0072 052.0 450.0
390.0 4/3 2/1 057 00061 03 03.0 0034 052.0 450.0
801.0 8/7 2/1 059 00022 33 13.0 0094 052.0 450.0

Seam welding galvanized low-carbon steel
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sehcnI .nI .nI .bL .spmA selcyC selcyC .niM/.nI .nI/W sehcnI
510.0 8/3 4/1 009 00051 2 2 021 5.7 8/3
630.0 2/1 4/1 0011 00081 4 2 06 0.01 2/1
930.0 2/1 4/1 0021 00091 4 3 06 0.9 2/1
250.0 2/1 4/1 0531 00002 5 1 09 0.7 61/9
360.0 2/1 61/5 0051 00891 8 2 45 0.7 8/5
870.0 8/5 61/5 0581 00032 01 7 03 0.7 61/11
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SPOT WELDING DATA CONTINUED
OPTIMUM CONDITIONS

FOR WELDING GALVANIZED LOW CARBON STEEL


