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ABSTRACT

A hot dip Sn-Zn-alloy (8%Zn) coated steel sheet
having superior corrosion resistance, formability and
productivity was developed as a lead-free fuel tank. As
soldering material, a Sn-Ag aloy (3.5% Ag) having low
temperature soldering characteristics and superior galvanic
corrosion characteristics with the coating was devel oped.

An issue in the production engineering area was that
consecutive spot welding quality declined to 1/2 of
current welds. The cause was degradation of the
electrode caused by alloy reaction of the metallic
electrode and the coated metal. As technical
improvement measures to handle this, the coating surface
resistance was controlled, the weld current was reduced,
and the shape of the electrode tip was optimized.

This enabled attainment of productivity equivalent to
current levels using existing equipment development of
and a fuel tank having superior corrosive durability,
pressing and welding characteristics, and overall
performance.
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Table 1 Typicial solder, metal, and corrosion
potential series, melting point

Corrosion potential series Melting

in sea water point (°C)
Zn-Al Anode | 390 |
Sn-Zn 200
Pb-Sn (current) 191~215
Sn-Ag (Ag3.5%) 221
Cu-Zn 850~900
Cu 1100
Ag-Cu Cathode | 650~750
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