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The present invention relates to a.nethod of reducing an anount of wel ding
deformation in the case where steel plates to be welded are butted an

subj ected to tack-wel di ng and then the tack-wel ded portion:is subjec%§d to
bne side welding for joining the plat®es.~In'the present invention, not |ess
han 3 wel ding el ectrodes are used and a wel ding condition is determ ned so
hat the paraneter P shown by the expression of [err] can be a
predeterm ned value. In this case, @BSERAJR heat input of each el ectrode
Hdet erm ned by a current, voltage and speed, and Li is a distance fromthe

first electrode to each electrode, and_H is the maxi.mum val ue. of, t he hei ght
bf a tack- wel déReHEIESRbelBVRARERRRERLRECR FQ ?EHE§QQéqﬁfif?ﬂﬂqi§gh8F'nnre

f han hal f ambuhEeow?gémhhgkﬂes%rﬁtim Hi egthe r&agse&ﬁiard)csmldglatlw t he
case where tack- i.ng.is. condycted using a par ter Pis set to
e not” more DRaHCLORTaEe PHF Red Vi ELRRE oo et L iPs ped

I ack- wel detiebesiieoftackewehded spomititon ol b esuleiegird tichamen sidlef weflding wal |

L hi ckness : e I o be wel ded, and a wel ding condition of one
5i de meldfﬁg ?gsn?%§n#%§ ?%%é%%étes i s determ ned so that the paraneter

Pt ab obt ai ned ERofRehPSeseRtutBvenkioR, et | kass tthan 2 wedddmgr i ned val ue.
electrodes are used and a welding condition is determined so

10 that the parameter P shown by the expression of
p=4L2:_2L_
H&~ Li+k
can be a predetermined value. In this case, Qi is the heat
input of each electrode determined by a current, voltage and
speed, and Li is a distance from the first electrode to each
15 electrode, and H is the maximum value of the height of a
tack-welded bead, wherein the height H is made to be a value
not more than half of the wall thickness of the steel plates
to be welded. In the case where tack-welding is conducted
using a tab, the parameter P is set to be not more than a
20 predetermined value, and the height Ht of the tack-welded
bead of the tab is made to be not more than a half of the

wall thickness of the steel plates to be welded, and a

welding condition of one side welding for joining the plates

is determined so that the parameter Ptab obtained from these
25 wvalues can be not less than a predetermined value.
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