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FORD LABORATORY TEST METHOD BA 013-03

WELDING ACCEPTANCE TEST FOR ZINCROMETAL

Application

This procedure is a standard welding acceptance test for one-side coated zincrometal.

Equipment Required

Spot Welder

This test shall be conducted on an air operated single point press type spot welder featuring a low
inertia welding system and in general complying with the Resistance Welders' Manufacturing
Assaciation specifications for the size of machine required. It shall be equipped with a Ford
approved resistance welding control featuring 90 ° firing and phase shift heat control. It shall have
electrode force capacities to meet the requirements of the range of material to be tested at 550 kPa
line pressure. The transformer shall be selected to meet the secondary current requirements at
phase heat control settings between 85 and 100 %. The welder must be equipped with electrode
holders conforming to Ford Drawing 2 ZU 265 and shall have furnished to it sufficient water flow
capacity so that two gallons per minute will flow through each electrode holder as isolated circuits
from the water cooled transformer, secondary conductors, control panel, etc.

Coating Thickness Tester
Permascope - General Electric Model ES2J40A or equivalent.

Instrumentation
For the current break through test - a galvanometer-type oscillograph shall be used for recording the
sine wave of the secondary current.

Welding Electrodes
3/4" Ford standard design electrode caps will be used for all tests. The applicable design will be
selected from Ford standard electrode cap specification sheet WC 11, Page 1. They will be
manufactured from material complying with Ford Standard M1566-B, which is an RWMA Class Il
material. Exception to this specification will be that the minimum hardness on the welding face
shall be Rockwell B 78. The electrode caps, adapters and holder to be used will be found under the
following identifications:

Electrode Caps WC 1A26A; WC 1A26B; WC 1A26C (select for steel thickness)
Cap Adapter WB 1S
Electrode Holder Assembly - Drawing 2 ZU 265. (WH103-3C)

Date Action Revisions
2001 03 02 Revised Editorial — no technical change A. Cockman
2000 05 22 Editorial — no technical change A. Cockman
1992 07 24
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FORD LABORATORY TEST METHOD BA 013-03

Conditioning and Test Conditions

All test values indicated herein are based on material conditioned in a controlled atmosphere of 23 +/-2 °C
and 50 +/- 5 % relative humidity for not less than 24 h prior to testing and tested under the same conditions
unless otherwise specified.

Procedure

Preparation of Material

The material for spot weld qualification shall be representative of production practices in the ordered
minimum thickness. Submission shall be in full width sheets of at least 36 inches wide.

The material under test shall be supplied in full coil width. The material shall be sheared in 4 x 12 inch
pieces across the full trimmed width. From selected representative pieces, a number of inch x 4 inch
coupons will be prepared from a material under test which are free from burrs. Care shall be exercised so
as not to remove any 0ils used for corrasion or shipping protection.

Coating thickness on these panels shall be measured and recorded. Coating thickness shall be 0.0005 -
0.0008 inch.

Current Break Through Test

1. Prepare 50 test coupons, 1 x 3 inch by metal thickness, the test coating applied on one side of
each coupon.

2. Assemble 25 weld coupons by placing two coupons face-to-face with their coated sides outward
and successively weld each assembly as specified.

3. Examine the secondary current trace of each weld for length of time in half cycles that is required to
reach 90 % of full welding current at the weld schedule shown in Table 1. The zincrometal coating
under these conditions shall require no more than two half cycles to reach 90 % of full welding
current on all 25 welded coupons.

4, Repeat test with the coated sides face-to-face and the electrodes contacting the bare steel.

5. Break Through Tests also shall be conducted throughout the 2,000 spot weld test as described
under this procedure.
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