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OPTIMUM CONDITIONS 
SCHEDULES FOR SPOT WELDING LOW CARBON STEEL—SAE 1010 

SPOT WELDING DATA & SET-UP GUIDE 

 

 
 

NOTES: 
1. Low Carbon Steel as hot rolled, pickled, and slightly oiled 

with an ultimate strength of 42,000 to 45,000 PSI Similar 
to SAE 1005—SAE 1010. 

2. Electrode Material is CMW" 3. 
3. Surface of steel is lightly oiled but free from grease, scale 

or dirt. 
4. Minimum weld spacing is that distance for which no 

increase in welding current is necessary to compensate 
for the shunted current effect in adjacent welds. 

  
5. Radius Face electrodes may be used 

0.010 to 0.031 — 2" Radius 
0.031 to 0.078 — 3" Radius 
0.078 to 0.125 — 4" Radius 
 

6.  
 

7. Weld time is indicated in cycles of 60 cycle frequency. 

 8. Tensile shear strength values are based on 
recommended test sample sizes: 
Direction of Force   Thickness        Width    Length 
                               .000" to .029"     5/8"        3" 
                               .030" to .058"      1"          4" 
                               .059" to .115"    1-1/2"      5" 
                               .116" to .190"      2"          6" 

9. Tolerance for machining of electrode diameter “d” is 
±.015" of specified dimension. 

10. Electrode force does not provide for force to press 
ill-fitting parts together. 
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PERMISSIBLE SCHEDULE VARIATIONS FOR SPOT WELDING LOW CARBON STEEL 
Low Carbon Steel Spot Welding Data Chart—Single Impulse Welding 

 

 
 

NOTES: 
1. Low Carbon Steel as hot rolled, pickled, and slightly oiled 

with an ultimate strength of 42,000 to 45,000 PSI Similar 
to SAE 1005—SAE 1010. 

2. Electrode Material is CMW" 3. 
3. Surface of steel is lightly oiled but free from grease, scale 

or dirt. 
4. Minimum weld spacing is that distance for which no 

increase in welding current is necessary to compensate 
for the shunted current effect in adjacent welds. 

  
5. Radius Face electrodes may be used 

0.010 to 0.031 — 2" Radius 
0.031 to 0.078 — 3" Radius 
0.078 to 0.125 — 4" Radius 
 

6.  
 

7. Weld time is indicated in cycles of 60 cycle frequency. 

 8. Tensile shear strength values are based on 
recommended test sample sizes: 
Direction of Force   Thickness        Width    Length 
                               .000" to .029"     5/8"        3" 
                               .030" to .058"      1"          4" 
                               .059" to .115"    1-1/2"      5" 
                               .116" to .190"      2"          6" 

9. Tolerance for machining of electrode diameter “d” is 
±.015" of specified dimension. 

10. Electrode force does not provide for force to press 
ill-fitting parts together. 
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PROJECTION WELDING DATA 

DESIGN AND WELDING DATA FOR PROJECTION WELDING LOW CARBON STEELS 
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PUNCH AND DIE DESIGN FOR FORMING WELDING PROJECTIONS 
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SCHEDULE FOR SPOT WELDING STAINLESS STEEL 
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SCHEDULE FOR SEAM WELDING STAINLESS STEEL 
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Spot welding galvanized low-carbon steel 
 

Projection welding galvanized low-carbon steel 

 

 

 
 

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 
5. CMW# 3. 
6. Water Cooling: 2 gallons per minute. 

 
Projections should be larger in diameter for galvanized than for uncoated material. 
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Seam welding galvanized low-carbon steel 
 

 
 

 
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.” 
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PRESSURE BY FORCE EXERTED BY VARIOUS AIR CYLINDERS AT AIR PRESSURES FROM 30 TO 100 PSI. 
PISTON RODS AND PACKING LOSSES NEGLECTED. 

 

 


