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Study on strength reliability improvement in welded joints of thin steel sheet
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1.1 EREEttnEs

1990 FALAKE, HEKIRBLHEZ 2 E L <, BEHEO COz JEHBHIREHGI Ak I T&
7z. #ilz X Table 1.1 (7R3 K 912, HHURCAET I OHBGIOER B & BRI 5TV D
V. BRI EIEEDNEBERICH E EIF o T aRRICH S, 29 LEEHEZBBT 2546, REe
MWEESNTZ0, & D WVITEmAERE L EOFRIRRFENTZY LTnD. ZH LB RObE, =
Vv BREROBERRN b, AT Yy FELEKBEBEOEMENED TR, R EUGE
0 O HAR O R & RIRFICE L MO B EBT 570, @R Z W7o @R gD &
iz, —7, $E—BoEBERK G THY, Fl21X 1.8 GPa fkOHMA /N 73— — AZE
Mz 2, BEEMAMBHIT VI - BER E b EORMOFEEN L, & HITHBITHEEM D i
REME CTEIGITESD. ZZTIEET, BT 40T v & — O SIS 412 & 50 EE Sk 0 Fefsh & i
HAFlc oW Tk~ 5.

Table 1.1 Car manufactures CO, emission targets by region

Region or country CO, emission target
USA 101g CO, / km (2025)
Europe 95g CO, / km (2020)
China 51 / 100km (2020)

12 BBERASREMROEFH

HEH ARSI, T, SREE - MAME, Wt & Vo T2 ERRD B D, EHIR TR % 72
TERIZHE S VTR & 72 2720, BTN I EZ R OULER S 5. BELOBLEI D I TmRE
B3RO BN D05, ITHEEFREITHKT 528 TH L. EEBEICEHLTY, ZORS S LmmE
BEIZWSZ L722v. BB 35 K918, @mEDO7ZDIZIE C R 8l & WV o le Btk OMMBLETH
D0, —MRICTREWNT D EWBEMEITIHET 5. 2O X DI ORI IAF LEES, St Mk
(206 C Tl S ST s,

Fig. 1.1 Portion of Vehicle on which thin steel sheets are applied (Body or chassy system component)
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F B E ) S AR oD SR B 1L A < th@aﬂ#%1@%@%&?@%&ﬁﬁ%éﬂfwé B
@JﬁON‘%TI% Fig. 1.1 27" 3. EEROBEAEANIIRT 4 Ry o —RIIT oD, AT 1%
I E BIZHARIMA A AERR T~ 5 2SR LR E G & NI OB RSRERR A 8 5. 2 DI T ET O %
@%WW&%S% B3 DLBEZREALITIT O o T EIRDEH SN D, SRV REBE T W EEMED
RO HND T, FRIEHEIC D TEEI 7 RIS LLE TR E O iR BE SR SMEF S D . B H#RER
IEHBHEOF TR O RENE WIS AN O TWD. Blx1E, 1 GPa B O & L BT

ykX&/7I&%ﬁ%LﬁLSQhﬁ@ﬁw#&ﬁéﬂfwé.V%V—ﬁﬂmimeﬁﬁﬁﬁ
HEFTH D720, BGEHFRBER IS 2 ENRZV. ERITERICE 2BAREHET 5720123
FAENRREE L SO TEZR, TOFAITK LT o ERER L EFRI LB E(EARET STV D
AT 4 % TREM 7 BRI ORI DWW TR 5. BIIEM X723 590 MPa kA O B 5 1 5[
I EAERAL-CHT s b 7e & 0L FIES AV BN, TOMBROMIT 7 =74 NEMETHD. —
ji5mm@auhﬁmﬁfi ~ VT A N g EOEAEIC L B LGSR AW SRS Z &
NEW, Flz0E, < FEH I TWvWD DP(Dual Phase)dilix, =74 b&~vT7 o4 ho _FEHH
ﬁ%ﬁﬁé DP SfIZHE AR TR FRIRIREE & LI B 2 ffefR U, A CRBEZ MR T 5. &
T A ROBEHSRE G T BRORIES 22 S s . SR IEHF I TSN, BIWF S v bRk
oG EZ LU T T 2T, FTHHRE RONEFTOI—=Y > 7T 72 ERATH 2 TR HE ) B
RKEivsd. 980 MPa #RSARICIWTIE, MEZ AT MO AEEZEE T L2 L8 -T, f#
O B L2 e, SURPEEAE R TR TR 7B & OFLEE & TS, A
FRTE 720 ORBRE) 2 EHR Liz@/UATR, ZOFMONT o 2BOHRNRERELI N TW5D
15 R EE AR D B 3 FiE D —-21Z TRIP (TRansformation Induced Plasticity) ZhR0OiEH E &
5. ZHUFEIRCHFETE é%%ﬂ:é&fzﬁ—X?%% Mg Tzmzs e, —AT7 A
NV LT YA MIERBIOEMIZEN DL, SWHORELNLEVNI LD THS.
TRIP SO E, REA—AT A b &% ﬁkéﬁét@ F—=ATFA FPICRFEEFEILSE DM
BRDH D, Heo THIMDIRFIZ—EREU EXLETH L0, IRFOEIMMIAR v NEEEOSHLIZ D72
DLW, IRFEEITITERLRH 5.

EDICEMBEL LT, EHERR O~ 1180 MPa fkisR S O ARt bihE > T\ D, B
W2 raREE L G T 2T K0, RO A IR E ORI S8 D ET ARSI L, B AR & ik
EFE O B 2Ry R A A T DA B ShvTs. 20 1180 MPa #k s sR EESRMR I X i 7 L A Ak
AT L » THERAREM & &, fRCEASh S FETHD V.

¥ SRR IERIME & T RO I T D MAEMAER SN D20, HREEFORE
PR MEH STV D, BYE R TR O 1 Che b IEVEICEN 2 DMESE4 TRIP#ITH 5. Z DO
WRIXESENE T o 5 & B = L3 — RN RSO 7 AV D 2 & D, Flx O~ H
NI SN TS, 7T—2HSEOK T T A=V VTR T 7 o DI Th D Z &3
%w.:@i5QMIriAEﬁ%®ﬂ MREL R bZEMET S 72T 4 MM F A B L
KIERS F A FEFIZITW S 7 o flfficd 2 2 & TEWIONT 7 o D2t w8 — U o 7P
MBAFE I TN D

Ry FAZ T, 900°CHRE £ TME L -8tk 2 @ TN T 7' L ApB T % & RIRFICBEAILZAT O
B Ch s, IH, Ky hAZ U THIRO BB EE S ~OBANEICEATEY, FlXeT—Y
A7 F—AETEH SN TN D, fiE#%OHIBGRE I FICHR O C & TIREY, C &) 0.22mass%
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THIUX 1.5 GPa FREE & 72 5. EsREMOMIE 7 L ARIE TIE, MENO BRI R R R
KE (RFV TRy 7)), 7vxméwﬁmﬁkﬁﬁék&6.LﬁbﬁyFX&/7Ti,mm
THIESND Z s, FUAFMEMELS, 727V 7y 7 OFERTH 5 5 BRI Z KR
TE, JRREFEE BN D.

1.3 EREMRRR Y NAEEATOER

HENHART « OFinIE, FITIPILAR v MABECHANL TONTWD ., Z0Oft, L—VEEST — 7 1%
Pz, $2E, BRSSO TENEMEITICHA SN TS, 2T 5 =—XITEZ D720, K2 EFH LW
FIABATE STV TV DD, AL FRHTHEES - B bRt S C& /e, 22 TR T A ML Tt
RAand ARy MABICEL, MEROWREEZENT .

TR BRI OVAEE TR — 1 C B & SV D OISRk TR OFHEMEMIR CTH 5. AR > MNEBAZEI DT
FREEDOFRIE L LT, BIEEAWMEEE (TSS : Tensile Shear Strength) & +5°5[3EFR & (CTS : Cross Tension
Sm@m)ﬁ%f%ﬂé'ES@&A%%W@,msﬁ%%@%ﬁﬁﬁ@%%ﬁ&?%é.%%&Eﬁﬁf
> M ZLEHANT, TSS & CTS (ZLIT - HhE D2 9% Fig, 1.2 (~d. TSS (38R
kk%_hﬂféﬁﬁé$#:Lﬁ%&ﬁS@%ﬁ%Eﬁsmh@aﬁﬁﬁﬁﬁb,:nuﬁ®%ﬂﬁﬁ
RRGREE DOBINZAEME T35, 2B OFRBRIEIZJIS Z 3136 & JISZ 3137 IZENTHHIESIL TN 5.
BUZIE L FfEFOME L~V B iR TR LTV 5. LAk FoR KM EQCLT, LTS :  L-type tension
strength)(% CTS & [AIERICEIAGRIE DS 800 MPa F2HE Chafi L, =Ll ETRMEmZ2~7. L5a5RIX
JIS IZHE STV RWE OO, EERSABE O ARV E B X b, T OMEFFRE Ofels b HE
BREEND 5.

— A SRS A Tl 5 T2 OB DTRIMNTT B A WIS 5. 52 LISEERIIE< 720, IEMECEIME
ﬁTTé.ém:dm%ﬂmswiﬁﬁ%%ﬁm_kwfi,m%%%%_mﬁﬂﬁﬁb,ﬁiﬁgﬂﬁ
T9 %5, ZOMTRENMUNZ ERERESKOBEHAZIET 22 0305, £ 2 CHFREDOXR

| —— et
[| Sheet thickness: 1.6mm i g o = | ]
H Nugget diameter: 6.7mm . : 1 _/ﬁﬁ#
& [————— S g . ,.Tensﬂa shear......]
_ 1 % g strength(TSS]
% 20 [ i 98 a ]
g 15 Q :§¢ g ]
o R . A R . B
e AT g i :
- g | A ’
%’ 10 Lo i -
= ’ ; ; H ; . 4
) AU SO SO | B (. SR i
L —-aa—- -_-lllulllul.... . 4
[|Open mark: Plug PL- -type tension ." Tag ] i
o [Bomeshar | | stredgth(lTs) | Je= & -
200 400 600 800 l[l'l]'[l 1200 1400
TS (MPa)

Fig. 1.2 Effect of base steel strength on TSS, CTS and LTS of joints in case that steel sheet
thickness is 1.6mm and nugget diameter is 6.7mm.
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KT & B &I D00 R ) EOFIRBE M Th T&E . 20—2L LT, ARy MNakE
SREEICRAETIRINOCRE ORI L, xR ThbhcE . Az, ToREELZ—DOOHEET
KRBT HRDOKF L&A MO TND 6.
Ceq=C+Si/30+Mn/20+2P+4S (mass%) (1)

Z ORI BB OBENIRE & TR IC OV TRET SN b D THSH. C, Si, Mn IHABEROBR S FHIC
WAL, PRSIIMILEBHRTHLEZLNL TS, 0 Ceq 28 B —/LEBRIT IS 1T D IRHEEE ORI HE
\CRIET B % Fig. 1.3 (7. KI2iE, Ceq 73 0.24 LU R (EMOFHF IR DA I T EE)
By (7 RMLVTHED &720, Ceq230.24 225 ET5 > NNOREEE Z 5 Z EnRBLIILT
5. Ceq=0.24 THIULCTS 3E<, Eb2& b7, (DEZBE LoD, MR & BB ik
TED X oW FEE2xElbT 52 EDBUETHD.

- T
jﬁ- Cooling rate(After annealing)
t USC fimin weesrrnreenr -
0.15 ™= lls-zn'r.'/s R
b Ta=hse -
- \\\ / DBIC S S weremrmrrarins - ]
- SN x VHOEC /R veeecenrenns - .

N A Fracture mode (Tr'?:sﬂ:ﬂ

Fracuue m

baze mwlat
Fraclore In
wield melsit
(7))
AN
+
o
0.05 =
<
vl T ‘...‘
al * > e
~
- ‘\
by
LY
"
Y
‘\
\'n
.
] i 1 *

Ay Si Mn
C*+30 * 20

Fig. 1.3 Peel test fracture mode interpreted by chemical composition.

FlEE T o A0 A DRTIRE 2 E S AL TOIL TS, Fl 21X, HRE 2mm DR
v NAZTIIKE L, Ty N ETERRT HAME & F sk < R O mAE L %l L > T CTS
D BT HEENAHEINZD. CTS M ET28MEE LT, 747 v Ml oEBEIRFAT(F] 21X PV
T X DM E RS R & & 2 b 18, £ 7= HAZ SALE O35 KIZ K 5 BIIERE OIS SRR R b 2
IRENTZ Y. PIXRANCES T L CTRAMOBENDOK T 25 &R L, SOz ik
ZTEIRTNG 10,

—J5, TSS & CTS & B LICESOTTHIL L 9 LT aabiThbh e .

TSS=a *D - t* TSy )
CTS=8 *D+t* TS 3)
TSS=y + = + (D2) %+ TSy 4)
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CSS=6 + =+ (DR2) *- TSy (5)
ZIZT, oa, B, v, SITEHETHY, DITWEETF > ME, tIFHRE, TSpldRMOSIEIRE, TSy
Ty FOSIRBETHS. itﬁmk@iﬂ?ﬁf?fﬁm(ffybﬂf®ﬁm)?é%ﬁ@%?
SRR AMTE) THXTH Y, RQ) @My =T (57> NIz - T 288 3%
BEOMFRETH L. ZNHORATIFBGELHEMLL TET /ML LIEBDOTH Y, M3 L HFEEROR
EAFRTER., L LMTREELEZE 2D ETOREHE LS. Zhuixi LT EMABIE, FEM f#dra
T LIk O TREEBIR L2 2. Zoh T, RBFTOMYSSEEOTHS, HFENSE0 H L/
AERBR 1okt LR L2 R OTAICET D & A v v a 0BT 2 FIEEZBRAL T D, ZOFEIC
KO FPRSNTREITHEBEOBE L B<S<E D T ENMEINTND. L LD B &l B ik Ok F
TIE, SRRITHENERT L2030V, ZO5RE, MYEEEZ AW BmETHIIZRETSH 5.

1.4 EREERFOREEEMLICETSRE

DLk, REFEW 72 BRI ORISR L, R AHTICZ A SN D AR > MNEBEOIE S
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kT D 58 FE SORE KT I RE 0D STRL I F A — RO AR L 72 RIS 7= B v, £ —o2DFEKN & LT,
W LT HMFEOREORIE 2 TEICBZ L TWWRWIZ ERBRT 5N 5. SE-CHkFIIC X i
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IIEVERE DS R TH D720, FHYUBHETEOWIED 7 T4 7V T2 KB TE S, Li LEiREH
BT OWEHEBO K 5 1M EE S ST iUE, R CTH > THMeMEREL ISR 3. Z07z)ik
WLT2E DN, WEO Y FA4T7 VT 2MYEMEECRIT S Z ENTE RV, A CTERIZITEEX 7
BRI OSSN B AL, SR 23 AL IS iofﬁm¢é Z 9 L 7= SRR R MR M AR SRS 0D FH
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ns.
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21 #%E

HEVER T AL COERBEBIEII ARy NEETH LD, BINO BB #E A — I —Z HILIZ AR
v MEEN L —PREETREBEIN TV DHIR R OND 178, L—HFEEORE E LT, e IR
TEHZ L, F7 7 2 ARCHIEDOEENAIRE THDH Z &, ARy MLV b/ SRR 7 7
UHRBRATEDLZ EBRRTOND. 2D ORI ETE D L, Bl 2 IEEFAA IS X 2 BLAREIPE R 2,
HAREE OUGEIC L D BRORIMER L& T A Akm O 2 BRI O TE 2. £, Y 70
Sl 5 AR Y MABEEMOBRERRE L W o7ea A R AU v P AHERTWS. ITETIE, VE
— MEEOBEH b ER, EENER EREHINTWDS 6,

SOV, ARy MEBRICHK L, BHEE— FOBRRBHERS V. BICEASA T
% E— FRIZERRRSCIR, COFIRTH Y, MiTe— REHMICxHT 2 Fmb Az 5 2
ENTED., ZOXCV—PRETIEHMTREICEETIZORFRHY, Z07d L —F
A EDORREDOREZ A TEDDONEHSNCT DAFEN 2 SN TE L 71 EFIMEILS 5T
JEOME, BRI LA L, ARy MNAE T LN 2 SIEEORE 14 15 7p PRix ORI
RSN, BRI E > TR, & 2 TAME T, il E -, EARMZERROE
— REATLHLV—VHELWFICEHL, BREHVIC AL T 52 & T, MFEORET DR
WAL A YD 2 & BT

22 EBRAE
2.2.1 {#ESH

BRI IIRE2Y 1.0mm CTHIETR S (75) 2% 300~780 MPa O#PHOHIMK AL L7=. ZD Xk Hi
SRR IR & 28 S 7= D1, SRR E DSk TR E IR RE I & 0 L 5 2R % KT EH 5 i
THOTH L. RSO FHEF L UMb A5y 2 Table 2.1 (2757, £72 300 MPa #liz>W»
TIIHE 0.8mm, 1.2mm OFHK & Hu 7=,

Table 2.1 Mechanical properties and chemical
compositions of steels used in this study.

Steel Thickness  YP* TS* EL* C Si Mn
(mm)  (MPa) (MPa) (%) (mass%)

- 300 1.0 142 301 49 0.001 0.005 0.10

] 440 1.0 339 472 34 0.062 0.014 0.59

- 990 1.0 392 629 33 0.104 1.244 1.49

- 780 1.0 435 794 24 0.082 1394 1.75

*YP: Yield stress
*TS: Tensile strength
*EL: Total elongation

222 SIREERA

SRR A1 Fig. 2.1 (ORI G EE AWK TH L. K S 150mm X iF 50mm O#ifk 2 &@iﬁ*a%
50mm ERGbH, ERHOFRICEEE — RE2Ek Lz, A4 % Table 2.2 |[Z/R7. EHTI
LA I 1.6kW @ Nd-YAG L —H% & H\ 2. B — R AR RIET R L2 50N
T57H, B— FELIE0mm (RIEEHE) & 30mm (FoEHE) O 2 7J<Ek L7z, E7mBadE
(21% 0.7m/min & 1.6m /min ® 2 KMEZERM L, ‘FHE— NiEWw, £ 2.0mm 36 KO0 0.85mm
WZAED 53T 7.
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2.2.3 SISREAERSEH

PERL U726 Tkt LT, |IBICBWTHEHE 10mm/min CHIERBRZIT-72. Zo & x, JIS
73136 |ZRl#E S NT-ENENAR v MEEKTOHE L AR, BRSO DA ERIZ (AT
L XORERE M D)RABITHES Lz o7z,

Unit:mm
100 ,

length

Bead

[ DA I
Bead width
0.850r 20

Fig. 2.1 Schematic diagram of laser welded lap joint
for the tensile test.

Table 2.2 Welding conditions for tensile test specimens.

Beam source 2kW Nd-YAG Laser
Laser power at work, P (kW) 16

Focal position Surface of upper sheet
Beam waist diameter (mm) 05

Welding speed, V (m/min) 07,16

Weld width on sheets interface, Wb (mm) 20,085

Weld length, Lb (mm) 30, 50

224 FEMMESRRLESAE

FOETCIEREZ I B 2N T D72, GIIRATLS BRI D %> DA E L~ TERMf L 72k FZ
L CHEWr# DAk F I OV Tl 2 8152 Lo, BIS(E I3y — FoRFHmfi e L.
F IR O Yy D — A S ZPEME 49N O b &, HAMELY 0.1mm B 72,7 E CHIE
L.

23 RBHRELVEE
2.3.1 #F DREETERAL

5| SR DRk TFAMBLIS K ORI O 2 Fig. 2.2 (-7, RBEBALIZ B — F9A XIS T
R (BM), BB (HAZ) & 2\ 3iate B(WMIZZ L L7z, HAZ iglro & & ORIELE I,
Ay FBM & WM OFFOIHERR 956 L Ry R LT NI 5803 o > 7y, AR TIEm
FHaRKHEFICBROH D Z 12T 5.

232 BEEEHER

C X° Mn 72 EBE & AT FE D20 590 MPa #i5° 780 MPa #lil D s 4 @ ALk | s e B I 4K & 7
~NT U A FER L. 440 MPa SHOFRRIT A 1 %, 270 MPa SO <A =7 1 v 7
7274 N ThHoTo 18,
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(a) Fracture at base metal (BM)

(c) Fracture at weld metal (WM)
Fig.2.2 Fracture mode of laser lap joint in the tensile test.

233 BEEESSM

WREEEE S 0.7m/min O & & OVESETEE S /34f % Fig. 2.3@IRT. E Ol T bHia#4 B HAZ
O S IRM O S X0 @< e o7z, 590 MPa Sl R # 1T 780 MPa iildZiu L v 2. <7
P A N O S FRFBEIEINZHEW BRI 5728, 590 MPa S04 B S 1% 780 MPa £l % i
Z B> TV, ABEEE 1.6m/min OFE R % Fig. 2.30)I27~9. #E 0.7m/min DA & L,
LRI LT b O OB R S I IHEE CRI%S Th - 7-.

234 #FO5|REE 7 E LI MTEML

AMETEEE LTk T OB IRRBRIZ 3T B B fir B & WAL A Fig, 2.4@I2R 3. X ORGHRRIT R
SR (SR O s X B WiE ) A€ E— FiE Wy=2.0mm O%4, BM i GEs50) L
EFITRMIRE 2~ L, HAZ il GCoA) L7k o R R REIZE L. ,=0.85mm
DYtr, 300 MPa #il4 frx WM Bkl GLEX) &7e0, MEFREORMIRED & O FiRILRH
TS O EFIZHENER LT,

—J7, HEorvERE LTo T OB SRR E & AEWRRAL 2 Fig, 2,407 7. W, =2.0mm DA, ik
FIL AT OHFE T HAZ BT U, fET5REE IR O 15 o e & bic BH Lz, w,=0.85mm DA,
300 MPa #LIAM T WM Al L7=. 590~780 MPa #fil% 440 MPa i X ¥ A BE I E o7
Wb DO FHFREIIRETH 7.
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v  /80MPa
= 590MPa  open:weld metal.
A 440MPa -
* 300MPa Solid: HAZ or Base metal~
500 ! ! T T T 500 T T T T T
= 400} | e = 400} : =~
3 S
< ~
< 300F . - 300 |- -
m L1+
S 200} ‘_‘j\‘_‘_‘—‘ S 200} ,__._AAH_A 1
z £ LN
100 ._’_‘__fw\_‘_‘_‘ - 100 F i
0 i 1 1 1 1 0 i 1 1 1 1
-6 -4 -2 0 2 4 6 -6 -4 -2 0 2 4 6
o Distance from weld center (mm).
(a) Welding speed : 0.7m/min-~ (b) Welding speed : 1.6m/mine

Fig.2.3 Distribution of Vickers hardness in weld cross-section measured in the direction parallel to the sheet
surface and apart from the interface of two sheets by 0.1mm as shown schematically in the figure.

o EFracture at BM
A EFracture at R
x EFracture at WM
- - - - ETSTI(Cross-section area of sheet)

R I S R Iy T
P: 1.6kW . L . -
— . ; L’ = | P: 1.6kW V:1.6m/min Piaal
< a0r %f;%mn'] \ ] é 40 V:0.7m/min Wy:0.85mm -~
g L\ 5 W,: 2.0mm -
g 30 =24 - ® 30 -
o - \ o
5 20} P:16kW 5 20 y
£ . V: 1.6m/min g
s 10p°° W,: 0.85mm . 3 10 1
= =
1 1 1 1 1 1 O L 1 1 1 1 1
800 300 400 500 600 700 800 900 200 300 400 500 600 700 800 900
TS (MPa) TS (MPa)
(a) Continuous weld (bead length Ly= 50mm) (b) Stitch weld (bead length Ly= 30mm)

Fig. 2.4 Relationship between joint strength (maximum load) and tensile strength (TS) of the base
metal in the tensile test (P: Laser power, V: Welding speed, W,,: Bead width).

235 WFOERIEE

300 MPa §iilk05| IERER I 1T 5 LT iFE4 Fig. 2.5 (R, Tt HAZ BN L 7= 354 O LT
WRECTH D, HEAMTEEOREFIERBATNIC T8 L ThRni=d, SRR T HAZ & & T
ST A Z25%0T 5. % L CREBGE T CHibin D 5| iR — B L 725 (kT ic £ > 72, {H L, 440 MPa
LI O vy, B0 TW, =0.85mm & L7z & &35 3Rl — £ 2 Ailc WM Ak L7=.

236 ETIVUY
PN T D58 EE LWL D T 24T 5 72, EREFEOFERRICB T 2L RERE T Vbt
%. Hlb, Fig. 2.6 17T XL 912, f#kF42 BM, WM, BLXOHAZ IZHEIL, ZhEnoisiikiEs
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FAD. T LTHINT 25 3RATEIC LA < IS0 E /ML Om8E PR L 5 2/KIET) &
HEET 5. 0B, AROBEICBNT, REAROMBMA DOATY 73y ZIZHBREITANZR.

(c) After fracture
Fig. 2.5 Deformation process during the tensile test.

(Steel 300, Ly=50mm, Wy=2.0mm)

Fig. 2.6 Simplified model of lap joints in tensile test.
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BRI OB TR I — s [ RIRBEICH D L B2 bND. - T, lEMET MBI & X O
DRI o (TR TRELIND.
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ZZTWITEBAE, (IECTHD. £, UTFORKe #EAT 5.

oy =a-TSy &Y

Q IBIRMET TORM OIS oy ERMOBIRIRE TS, EOLTHY, 0~1.0 OFPHZED. and 1.0
\ZEET D L RMORFTAREE D, TSR CRET2Z L 2B%RT 5.

238 BiEEEIEWMT

HETF O RBEE R TR L7236, WEHe IR Fig. 2.7 IRT X O Rl REZ /R LTz, & 2 Clahs
BB TITEAWIS A B &5 A, SR ERQEOEESB N RO—KeEABIS ) c 28HT 2
DEERD.

. Tcos@z(a-TSB W -t)cost

L, W, L, W,

T 1FDREQALY o« THRI L. 72, 61X Fig. 2.6 TEFE LIRS OBl f, [ 1XE— FE,
W LEREICB T A2 — NIETHD. BHESEOEAWRE ¢, IXTAEESEOLIRIRE TS, 15

3)

Ty =TS,y /A3 TRD BN 1D, & SIS TS, [IHEEEBO B — AT S Hy, /> DHEETHETH Y 19,

RADPFTFLND.

TSy 3Hvy
Ty =———= 4)
BB

=2 Tr, OHfLE MPa Thd. 14, ([CEHET 5 LTINS R TR 5 L EX b5,
@RIZTT L0, b2V Ea & 0 DERS UL, ORI S 5 THIE TR 7=, 1A%
SR L 722

<

Fig. 2.7. Fracture at WM.

2.3.9 HAZ Hlf

HAZ [ ZE5Wrim OBIEERE R0 O Fig.2.8 ISR BIIRMIT O TICH 5 Ll 5. BliRdTF o
IR TP m A SN (1 R ofuill) CIEMIS 238, SMAICIES19RIG ) 23E) < .
Mz T, HAZ TIILLT DI o £ B e DBMRNK VSIS D ET 5.

G:P?":F(£J =P{V;RJ Q)

e e

I TelFMALMOE, FIZEBEMELERE, n 30 TEMEFRE, 5 13 Fig. 3.8 IR & D ISP HE B D
B, P MEEOHORRE, RIAPLHEEOEETH 5.
L ZATHEOE D AV LL FOBREHET 5 BENH 5 19,

Tﬁdwwmﬂ (6)
()R & ORUITHA L THIS 2 T2 LRANDBHND.
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n n+l n+l
L)
n+1\ R, 2
ZZTwITRBAMETH Y, HAZ OWE 1T BT —ETH D EIUE LTz, TOMD r Roa DIER
Fig. 28 IZ/” 7. o(r) IZ HAZ OARTE TR KMEZ D, Tk o, &E£T L, (5)\& Fig.2.8 LV,

t12+a) t12+a Y
=F -F =" 8
oH ( R ] (Rﬁ+ﬂ2—aj ®

e

Z15%. RIZ Fig. 2.8 IR T KO ICHRIREOIMFEEETH D, oy 28 HAZ B3FFO5[RMR S TS, 12
UL X, #EFIX HAZ TS L EZD.

Rm

o(r)

g . I
T: tensile load
Ri: radius at inner plane
Rm: radius at center plane of sheet thickness
Re: radius at neutral plane
r: radius at a plane
a: distance from neutral plane to center plane
\r] : distance from a plane to neutral plane D,

Fig. 2.8 Stress distribution at HAZ.

2.3.10 HAZ BRDEIERA LT R DBER

B G E O HHE LTz o & R OBRE Fig. 2.9 ([T, 0 BSHIINT 5 &, BIGRERA Ol
WHEITT 2 & RIFERIZEAD T2 2 L300 5. Mo7 ey MIHESE— RE L # XKL T 5T,
Bi%o & ROBRB N DITEF LW & Z2RIET 5.

W,(mm) Experimental Calculation
0.85
2.0 o -———
60 T T
50 .
€ 40 .
(S
g 30F s
~
20 s
10F .
0 1 t r~
0 10 20 30 40 50

K] (deg)
Fig. 2.9 Relationship between 6 and Ri in Fig. 2.6.
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SR EE T OVEBEERE 0 O $AiT 1) 22 R HE 2 452001 Fig. 2.10 12783, X Tk BM <° HAZ ORI
PNENE DL LTS, BM & HAZ BIEOMNCHEFESND Z L, oo | i N —#42 =
LEEBETDHE, MPDalblFERTDHI LIRS, o TIRADEILT 5.

iig:Hijiggg—&0@+0amﬁ+R&&+%) -0 (9)

TIT, aEBIEEEEBIT 52 ML, bIEBM & HAZ BERICHT B RREFORY M ThH B,

Fig. 2.9 O LW O MBI R DE LN D0 — R TH Y, ERFHERZ L HIRL TS,
ZH9LTo L ROBEENESLN.

WIZ, RZSIEMETOREKE L TRDDEOHICT ZEAT 5.
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THASAMTREERC B — R A RIS TR ZEIRT 27 0DICEA LEERTH S, (10)ROMEIGIIR 2T
TERHETE DL H9Ma i Lz EoiE Lz, 2ol 2 ViU, Fig 21110577 X 9 IR & 1 KA T
&, ROBRERE.
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Fig. 2.10 Schematic side-view of a lap joint under tension.
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FDD o USMIBER & 5 WIXRIE ATRER B E /e DT, RiZa OHOREE LS. 9)XE1)KEV a &
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Fig. 2.11 Relationship between Ri and T*.
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2.3.11 HAZ O#¥HHH
HAZ DJ57) « Bz £ 256G)KD F°nld HAZ OFER S TS, & — I OUE, TSR

F =TSy (e/n) (13)

n=1n(l+UE,) (14)
I TelIRA T THS. L L Fig. 2.31Rk L7z X 912, HAZ TRV R BRI NS Tk
WHE ST %, BIGMEHREE R —E T, L L, 2 2 TIEBi S OB RrtE 3 RER & Vs
G BOE R TH D LIRET D, DFEV RO _RITBNTE 0.5 LT 5.

7S, = B-TS, +(1—B)- TS, (15)

UE,, = B-UEy +(1— B)-UE, (16)
AT BoW IZENZN BM & WM %25 5. HAZ O KIES o)y 23 TS, (S B T UL i fR
E L 720 (RPTER ST L), #F13 HAZ Tk 2.

2312 BMFDELLVHEEERGLO T

LA EofEET L0, BIRRBRIZIE VTN 25 8RmE (2 2 CIIEFRRICH S T 2 st T a
=0, /TSp) WXL, BM, WM, BXO HAZ 2B JEAMRFHEAREL oz, MA T, &EBALOIR
ELFHMiicE s L Lol o T, RO X IETMLOIST) EFRER T 5 2 & T, MkFRE
Ma b UTREY, EEMITHAEATRTES. 6l LT, WOEA LT 0 =1.0mm, ®
BRAIEw =50mm, t— KR [,=30mm, E— RiEW,=0.85mm) (23T, a OZE{kIZKkT 5 &AL
DI S DOFRFNAE T

OM OIS @A D oy ZFHEA

QBB - (12 TR, #3HH

—R ZORUITRAL 0 ZFHH

-0 Z@)XUTRAL ¢ ZFHE

@HAZ : Q2K TR Z#HE(R, bKED)

- @K TT ZFHE

—R, L1 (DRI AL a 2EtHE

=R L arw@®@RIRAL oy ZFHE
AR R Fig. 2121077, a3 053 D& & oy MTIS, IC—BT DR, 10, 13T NETROMEIC
FELTWRY. ZOZ LTS HAZMIT L, a230.53 L7252 Lamd. ok, al3fkFAHRIC
YT B0, 053 IR OMTER L BIRRS DM (=0 - w - Ts,) &I 5 L RAHEN GO
5.

300 MPa #flic BT, HRJEIE Imm 12012, 0.8mm <° 1.2mm DOF-EITH Wh <° Lb 23 kTR
TR B~ E T B A R L 7=, = OfE R % Fig.2.13 (R4 B ini 7 = » b OFE AL,
FIHFREAMFNEL L CEBSOEFICFEINEE ORF XL L. EOREIZENTH Wb
DN SWEETIE WM BRI AR A4 L=, Wb 2380055 & HAZ iz 4 C, Wb & Lb Offi 523 K
Ene, AIBRHL EOSMATIE BM IR AL, SOMFEENI GO, HE 0.8~1.2mm O
#PACIE, RROTFINETa LMWL 2 FE L, TOREEE L, /W, flhw, /t OB Lz 2
ERCEET 5 LIZE B LKA GEOND. AFKE LTRE 1.0mm 0BG OFHEER L Fig. 2.14
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\RT. BRI DS LAETX S L, TR o TR TR U, I, L/W & W, /t DI
DR 2 WIS, P BMEETL, a=1.0 35, £72w,/t<0.8 DEE, LIZBAbLT
WM 9% 2 & 2%, T OMOSM Tl HAZ T4 U5 2 L 2 LT 5. Mo s Fig.
2.13 IR L72AE 0.8~1.2mm OEERFER AR L, & OFE CHWRTNLZ XA L-. E7EBRATO
FEIMNEUEI L E R OM TR A RS, oo TRIE ERFERI R8T 2 Ln3onsd. AKX
ZRAL, LEAEFRELZELTOOE— RY A XOWE, % L TN O TRINAEETH 5.
—J5, TS 440 MPa % #8 2 2 =58 E i <Ti1%, Fig. 2.40)I27~ L7z Wb=0.85mm ® WM Fr L 7=
SR E, THEERPLT LHEDRWERMENFIET D, Z O EiREEHR O TR FHIZ DWW T
ITABOMEE T H.
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T 5001 / s, —1
- 400F% ]
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T 300f L |
% 200 /( d
8 100} T .
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Fig. 2.12 Calculated stresses for a lap joint with
W=50mm, L;=30mm, W;=0.85mm.

Fracture at
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(a) sheet thickness : 0.8mm (b) sheet thickness : 1.0mm (c) sheet thickness : 1.2mm
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Fig. 2.13 Eftect of Lb and Wb on fracture portion and strength (joint efficiency) of the joints in mild steel.
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Fig. 2.14 Effects of Lb/Ws and Wb/t on fracture portion and
strength (joint efficiency «) of the joints (Hatching
areas and lines: calculated results for the sheet of
Imm in thick, dots and (value): experimental
results) in mild steel with a sheet thickness ranging
0.8mm to 1.2mm.
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B0 PIRERIS S & 72 D728, SMUERE DRKIET 0, [TF oy KD KREREEZFFSZ LI
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LW, &+t 5 E RN 3 A U, SHUIBE R R O 2 5T, oflifk Lz iEsEaRIC
F o THITEHOWRE S MF LS R ONMEA R ENS Z LITERT L EE2 6D, Akl
X, FHOTAHFTOSIEBRSIIUTOL I —#5ETEY b LA T20h56TH S 20,

— n+l
ﬂgf:[l+” J TS 17)
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IIT, TS,EFEOTATOIERS, 75 —BETOIERS, I3V T s 7 — N,
n I T GIE T 5. MITE T L AR RE EASEZ Y, o, 0TS, 108 L7204, BM
Wrnfe = 5B 2 0b. ZOHSEFET 5729, Fig. 2.16@IZ R T EHQMK 255 L72BAE o
R 2 R CERL L B BRRBR A2 1T o 7. I OARIEAD 0.8mm [FlLDH4A, Fig. 2.16(0)IRT X 9
(R TES TR L7206 L, HUE 0.8mm & 1.6mm OFMAH TIE Fig. 2.16(I2 =3 & 5 (rAr
E2% 0.8mm B I L LT=. Fig. 2.16(b) & @D EN S35 X 912, ORI X v
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DSBS & HAZ 8 & O AR el LI 2 728, FE O T AREN B ATV E
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(O] + 0 out
(a) Uni-axis tension (b) Stretch-bending

Fig. 2.15 Comparison of stress distribution between
under uni-axis tension and under stretch-bending.

i 125 ¢ 125 >IIJ|Lt2
I e
7|V' N I'e 16 Unit : mm

t, =0.8
(a) Schematic illustration of the specimen

(c) t;=0.8mm, t,=1.6mm

Fig. 2.16 Variation of fracture portion for tensile
test specimens imitating a welded lap joint
in 300MPa steel.
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31 #&E

HE O E LM S BB & W O T MR Z WNL T D78, BRI ETREE SRR O£ 23
JERL22dH 25 12, 980 MPa LA EORFHZ RN m WEIR TR T ¢ OB RETMICEA ST\ 5.
RFR 72 BRI & L < DP(Dual Phase)$ll<°is v b A% 7Rz S 5. DP itk z 7
274 N T U A MO E LTS TH Y, B TRV R & B 72 B A fe iR L,
FEA CRTRE AR T 5. Ry h AKX 7L 900°CREEE D MNEL 2 & BEAILZ RIRFIZAT V),
~ AT YA MERRE LTSI CH D, ZOHIIE, C &ED 0.22%F25E THIVTEIEH%K OMED 1.5
GPa f2EEIZ/2 5.

S THBHEART  OMAHHIEICAR Yy MEBE T TS, ®BESRKOBEE CETERINDO
ISR TH D, ARy MNEEFETOMEIEE LT, 5liREAMHRS (TSS : Tensile Shear Strength)
E+F5 9 S (CTS : Cross Tension Strength) 238 4. TSSIITH AW WD, CTS 135 |5RGHIEE) 75 m Ok
FHRETHSH. CTS TGRS 780 MPa 2 CRIfI L, T L EOJRE CIIsissE o R pE
VR N5 8. —J5, TSS IZMBERE D ERIZPECEIME M 277, Z O kTR A ERER o
FRE (DD VI S) TR TX 5 2 L2 BT 5. BHEAR~ LT oA P THOITZOMIITC &
THRED, CTSICITHET L PR SY NTSSICITHEB LW L LD, KRETIE, ZOoTHERK
FET A2 EEHEMNE LT, 22T, CXP OWRMEE 2L S8 7 ik 2 AV Co skt AWk T 4 1F
L, SIERBRICHE L2, 2 LT, 2 HIRINICHE TR OIS 8hZ KIT T B & T L 7-.

32 ERAEBLVHENAE
321 HEA

BRI L 728803 2Mn-0.018i &AM & LT C ks LUP i AL & ¥z 4 FEOMK T b
B SHRIE ELZEHARIF T 50kg TRV L7t BUES L OWIEID & - THRIE 1.6mm (ZH k7.
A5 IRERER 2 (ERT 5 7o DI AESA % 100mm X 250mm D H o RIZUIWr Uiz, 7ok AR
(I IES A 40mm X 125mm DI A UM L7z, 22 o G 4 IR 75 900C D~ v
TMFNIC 5 Y REELTZ. 2%, FDIOHL, EHICEKEOD R L TR THAA BN
100mm X 250mm O L Y JIS5 F 3 3RAB T 2800 H L, 313RHEE 10mm/min —7E T3 5RABR %
TFotz. BEREADILERLY 3 X O % Table 8.1 (279, 50CP #0532 & (T)73 C o
FNCIRODS, ZAVIBIREN THIE L 72720 Th 5.

Table 3.1 Mechanical properties and chemical compositions
of steels used in this study.

Tensile

Thickness C Si Mn P S
Steel (mm) strength (mass®)
(MPa)
3C 1.6 487 0026 0006 205 <0.002 0.001
20C 1.6 1481 021 0007 204 <0002 0.001
20CP 1.6 1421 021 0007 203 0.031 0.001
50CP 1.6 1062* 051 0007 202 0.033  0.001

* Material broke in elastic range during tensile test.
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322 BEEH

TS IERBR A % Fig. 8.1 1277, ZHUT JIS Z 3136 ICHE S N8R EABIREMKTCTH 5.
AITETIZFEE L 72 40mm X 125mm O 2 ¥r% 40mm B bHHE, HEREOFRE 2R v ME#EL,
Fig. 3.1 OffFITAt: L7z, SR (T Y MOERD 54 tt 1THROWE) L 725 L5, ARy b
BHESAP A SFE Z L CIRTE LTe. 0D & & OIS % Table 3.2 | ZR 7. AT IZEIRS EHRAT,
TTNE - EERO AR v MEVHEGENE B 50Hz) & v 7z,

3.2.3 #F5IREER
TERL L 72/ Fioxt L, |IRICT, 513E#HE 10mm/min THIERBR 21T 72, HFPIXmWEr5 £ T
GlosRD Dy, & DWW 2 LARTNZ bR L7z,
Unit:mm

L 40 . 85 ,
[ [ |

Fig. 3.1 Schematic diagram of spot welded lap joint
for the tensile test.

Table. 3.2 Welding conditions

Stationary, DC inverter—controlled
Welding equipment (frequency 50Hz)

and air pressure

Cr—Cu, dome radius type, ® 16mm

tip shape: ® 8mm and R40mm
Electrode force (kN) 2.94(3C), 3.92(20C and 20CP), 4.9(50CP)

Nugget diameter (mm) |6.3(54 t, t is sheet thickness)
Current (kA) 7.3(3C), 7.6(20C), 7.4(20CP), 7.9(50CP)
Holding time (cycles) 10 (all steels)

Electrode

324 BFEMOMEHRBRSSVEIAE

HFOEBERC Z ZGEROREZ I O NICT 5720, EHEE F-C0RENaTICERAT L7 kF, &
OB R S -k T OEBRKm 2882 Uiz, BEMEIRT 7y ML a@olim s L, R
WZIZE 7 U KRR & O Tz

F T VRBEGRITE O B I — AR X A JEME 1.96N 12 C, SROERQE LY 0.1mm B /-0 T
HE Lz,

3.25 BT IL—A2))NEBICKHHIRERBIHDHFE

5 REWTRTIZ BT L 72k F 4 300°C D~ v 7 VIFNIC 20 00RGE L7%, F6HV HL, =illE
TWAIL7z. £ L THOSERBEZ AVRE SE72. ZOFEIC LD BRmiroizbis;, s, %
BRI AE O NNIT 5 2 & alAaT.

326 SEMB{EER
SRR S 7=k F o m 4 SEM THEIZ L, SO EEREZRT L.
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3.2.7 FEMRATEMH

WFOERIET), WEOKREHET D72, 20C iz x5 &9 2% FEM SBHEAT 21T - 7.
FENTIZR N2 A v v 287 V% Fig. 8.2 1287, ®IFMEEZBE L, EBEOMTD 2550 1 €7 11b
L7z, B OIS —EREICITSERBR A O N-MXE AWz, —F, BEEHAZLSEES R
OIS S—ERRENTIE, %R T DR O S /IS UK A Lz, B, HAZ 4R
DI —EMENL, FFEMITBT 2 HAZ RBHEE & R OIS DOHR, 2 b & R O s D
AT 5 ERE L TR 7-. HAZ 13 Fig. 3.2 ISR T X 9124 SOFEICHEI L, ZEholE
1% 0.2~0.5mm & L7z, @EHMOHPIITFHH YT DL, L ERE L TIEN) T OB & fE L
7=, BIERBREHBT 5700, T A0 ETX) FHOEOEN %K 2mm £ TATLT
L7-.

(a) Overall view of the tensile specimen in the analysis.

---------------
&

Tensile
Portion strength
(MPa)
Weld metal 1500
HAZ-1 1500
HAZ-2 1150
Rasn
CRTETRR ) HAZ-3 1300
HAZ-4 1400
Base metal 1500

(Nugget) HAZ-2 HAZ-4
Base metal
(b) Portion divisions to apply material properties for the
specimen and tensile strength of each portion.

v Weld f .- 3
metal HAZ-1 HAZ-3\ \

Fig. 3.2 Half mesh model of the tensile specimen
in perspective view for FEM analysis.

3.3 FEM fZ##aR

T OIS INIRRESC LT 28 2 B 5 72, £9 FEM friE 2 r~3. 5I9EZAIA 0.18mm O &
X OMMYIET] 0 eq DA% Fig. 3.3, 2R 0.63mm D& & D oeq DiyAi% Fig.
3.3@Di/Rd. SR ERE MO 7 > MEEICE WV o eq NEFLTWD Z LMD, SIEEMA
0.13mm2>5 0.63mmiZEMNT 25 L, 747 v FORNICHRES I E 0 eq OREIRATEKRT D EET
DHERTEX D, ZOIENAALY, MTOBEN Ty NG THAETHZ L2 TRISELD, TDH%
DAL R 7 10 SRR AR » T2 F ISR D DDy, FIZIIMIE G NS 72 2 DO LI T E 7au.

—J7, BIRZENLA 0.183mm D & & OF WG @R Z BFH MO E T 5307, 200
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34 % Fig. 3.4@) ()2, F7=FZNLA 0.63mm D & & D 1 zx DA% Fig. 3.4@@MIZTRT. tzx D
HETHIE DY R & WIS IS E Al O F 5 > Mgl Lz, E 72BN RO @ © zx OFEIEAS
Ty FREZW Do TR Lz, fEFICAR S DS TG D 9 5 ©zx DRI THIUE, #FIL
Ty SN TTHEIRERQEIZH > CTHEARMHET 2 & ISR,

Sheet Sheet
thickness thickness

| .

2193

19737

1754 4

1535.1 . . .
s (a) Planar view (b) Side view 3634 (a) Planar view (b) Side view
1096.5
877.2
657.9
438.6

2193

(c) Planar view  (d) Side view (c) Planar view (d) Side view

Fig. 3.3 Change of equivalent stress (o eq) distribution Fig. 3.4 Change of shc?ar Stres.s ( T zx) distribution
around nugget edge during tensile test ((a) and (b) at around nugget edge during tensile test ((2) and (b) at
0.13mm, (c) and (d) at 0.63mm of displacement. 0.13mm, (c¢) and (d) at 0.63mm of displacement.

34 EBRBERELUER
341 BEHOESSH

#iIF - EoERM LY 0.1mm EOEHENE S 54 % Fig. 8.5 [Z~7. 3C SiDEHEES° HAZ O
ESIRMOES LY @< ol ZOMOUEMOEEGBE S IIRMES LFE%ETH Y, Ziuk
AR D BE AT ALERCVE IR O MBI HNZ X THEEL OIS ~ LT P A NI 07272 Th 5.
LU 3C S CIREARSC HAZ OB I BHME S L0 @< oo R LY, SiREEANREL D b2
Wy MEEROBERRE N E - 72 LHEE SV D . 3C SALIAN O Tk HAZ O S 3R 4 B0k
MO L0 bK< eoTc. ZHUTEEOMBUC L > TR O~ LT A BRI NTZTZOTH
5.
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342 BEMEBEINBRFREICRIZTTEE
51 BRFER T D VT BB O T DT & fif O BIfR % Fig. 8.6()l2757". 20C §il & 20CP $io> i
RITENFEZETRRE Y, 3CHIZ LT 50CP #DIRICIL N L7z, Fig. 3.6(a) %27 0.3mm F T?D
FiPH /R L7ZX2 Fig. 3.6(0) TH 5. ZA7 0.1mm £ TOMEIFIVTNOMETH—EK L. Lave,
LAY 0.1mm PA E1272 5 & 3C SO MR OE X 13 LT Y, 3CHlITEM A 0.1mm O & ¥
PWERERB LI EZ BN, —F, 50CP SOMEIFZAMS 0.1mm 2825 L AMIZIETFL,
ZEREAY 0.22mm D & & R TR L7=. 56> T, 50CP SO AMEIIRRIC LY PHITE S L5 %
s,
RERA S5 R () 17 B (ND)=REAA 5 | 858 & (MPa) X ¥ i F& (mm?2)
=1062(MPa) X 64(mm?2)
=68(kN) (1)
L2 L, Fig. 3.6 1R L7 EHMEIX 6.3kN TH Y, ZD 68kN @ 10 /7D 1 FRETHDH. T OffiElK
T, TR OMEE >y — U E E L L2 LIRS EHEI SN D, BBIIERER T O%E 1%
ST 2 BRI TAE B e Lz b B %ftmﬁﬁ'&mﬁ&zm L. v —UIWiE & Tl & 245
i & D F A — D3 ek Bk R IR IR TE LI FTHEMEA B 5. it > T 50CP Sl Ok T3 B S I3 324 T
WEEZBND. TORHLKETIE, 3C, 20C B & U 20CP SO FFAlH; B2 e+ 5.

Nugget  0.1mm,
——

0 vy '
1000 — —.—ggc ]
] —A—20CP
200 | —0—50CP
Z 600 |
2]
3
200 } m
0
4 -3 -2 -1 0 1 2 3 4

Distance from fusion line of weld (mm)

Fig. 3.5 Distribution of Vickers hardness on weld of
each steel.
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to fracture displacement less than 2.5mm

Fig. 3.6 Relationship between load and displacement obtained in the tensile test for joints of each steel sheet.

iR OV S & 5RO R RATEORMR % Fig. 3.7 127, AM) b EEESE I S O
HEIMZ AR, T O K B (=TSS=Tensile shear strength) 3N L 7= Z &£ 2345, 20C £ & 20CP
TSR M I NFEETHY, NoWEd TSS bIRERE L Ro7c. LD ORERITE 4
BIRT L Pk FOM R EMHET 5. L WFoRG, SR EIXEES R P S N4 2 &K
TL, &5 PHEM0—0.8%. 20C il & 20CP OfEF BT L 0 e K ES T 2 R85 5
7o, SlREAMMEFECIL, 29 LIEMFFMREOR TR Z 63, WHESRIE S (20 U7 kRoRE 235
fisni-.

35

30 | < 20C

Increase of

25 | Q\
carbor/ 20CP
20 | O

3C

15 |
10 |

5 -

Maximum load of joints (kN)

0
0 200 400 600 800
Average Vickers hardness of weld metal
Fig. 3.7 Relationship between average Vickers hardness
of weld metal and maximum load obtained in the
tensile test for joints of each steel sheet
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343 WEERICKIBIERDEE

EHEEE£, H2WIEBIERBRICHE U7k T OEEESKT i 2 Fig. 3.8 12/~ 9. ORI DAL
DI ZEFRT. WTHROMEICBWNTS, 20228 0.8mmbl F Tl 7 v hINORREERFEAE LRh o
7=, = b= g (EEEE(HAZ D S RPN T T ORI DI R Lz, Btk ok
G ENDSND LIS, WTROMFEL T > NN TEIBS mICIh > T L7z, E726# TRd
KT HAZ IZIZR v X IRELT. o T, InIRENE D TZEALL T 7 v b @R R
STEHBNRHAZ Thol- 2SN 5. 2 3.3 ® FEM s Rioxhiad 5. LLED X 9,
FERE L AP ERBIC A B AT N2 LNy o Tz,

Condition

As welded

1ﬂm

Unloaded at
0.4mm of
displacement
during tensile
test

Unloaded at
0.8mm of
displacement
during tensile
test

After
fracture

BM*=Base metal Fig. 3.8 Cross section of spot weld after tensile test of joints

344 BRALTIL—A2Y) MBICLHBIRER BB DIFE

TN—A U TRFR LT, SR S B 7o kTR EE OBl Fig. 8.9 12T, MO REIZ-DH
HEBDF AT . MR CHA TSI - HEINTZHS TH D, LLNICENEN OO R
BIRARD.

3C #iTIX, 27 0.4mm TERAT L7256, MFOBEIIRAEL TWhieholz. L LZENL 0.8mm
TR 2 & JEBETICAE N A U T e, & BICEM 2 I RT R AMED S 572 1.35mm £ THERT
L&, BEEHIET 7y LIRS TS HIZHER LTV, Fig. 3.6(@)% iL% & e R E HELZIC
FETR AP L TR Y, BEEEEROPRAICIER L2 L2 ffbEs.

20C DL EITZENL 0.4mm TERMTS 5 & HEHEAMRE L Tz, 24228 0.8mm £ THMLTH
EITER L W eho 7z, Fig. 3.6@)025000% X 912, 20C SO T TIFEM K Imm O & =
MENSMIIETLTEBY, oL &Py SN THREBICHE L7

20CP SHOMIED 28 ¢, 20C SHOZIUTHHRLL L7z, D F 0 BRAZANA 0.4mm O & & FEHEEA I
LTHEY, BRAZEM 0.8mm (ZHM L T HAEIHERE L T\ ihho 72, Fig. 3.6@Ix L=k 21z,
20C S OMETF TITZEALA 0.9mm D & XRENDBIAKT L, FI1XT 7> M CRRRI RN L7,

37



UbED X 50, @ 3m—TH 0 203566, BEROFEBI5 R KK & L Pk F THEL
7z. LFMEFOgE, %l 25 X912, 3CH#iL 20C SOMETIE HAZ THRIEF AT L7z. 20CP
HTITT7 Y PRI R U, P D ARE DT ARGt R 2 b S E Tz, L Lok
HAWMEFEOSE, 3#EE b7 7y NN THEREREICIH > THEEr Lz, ZhbofRIE, #MFo
AR T 7 > FOFREZT T3 <, IWHAMOBEBICHIKGET S Z L 2E%RT 5.

Unloaded
displacement 3C 20C 20CP

(mm)

04

5mm

0.8

1.35

Fig. 3.9 Fracture propagation of the joints after unloading
under several displacements during the tensile test.

345 MFDWEMEBLMFAEHT
5 HERIET S W7k TR0 SEM BIE2HHE 4 Fig. 3.10 (05T, M ORENTONBE D 6 23T
WO O TICB T, BT 7y NNEZSIRE QR - TR L7, Fig. 3.10 1Z/R L
7o FESEmE O A WERS 2 TBACHER L CORT L 918, MBI EAMmAZ 2 L7z, 2F0, 3
FEE LTI EAMBIE L W\Wa b, Zo%s, MPRERRATHETE 5.
Pmax(N)=1-S

3Hv\ (md?
-(5) (%) @

ZIC, i3Sy MRS R) OR AWERE, SIXEEA T (mm?), HuldiEEeR O S, 1/V31E5]
BB X2 B AW S~ D720 DR, diZ sy METH D, Q) TH LN HEE R & 5
HFREE %2 Fig., 8.11 12tk 3 5. 20C & 20CP TIFHEE & EROTREN L < —F L7z, 3.3 D 20C 4
WFD FEM fEHTHRERICTIBW T, @ o zx D ERE I > THY Yy NAENICIAS i T 562 L %
RUT. ZOREREKBL, EEOMKT SR ERR CHEANME L, S OICHE)ZIZHES<X(Q)
W FRE TRl Z RRIC LIz E 2 b,

—J7, 3C S TITERTRE DSHERRE L v v F < 22 o7z, Zhd Fig. 3.8 DM G E 54y )
% &1z, 3C IIMHFMEIZE LR CORBREN K LIz EEXLND. DFED 7y FOH
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WE AL, EAWIETIOIEDFIRIES IO K5 OISy b B < 2 & kR 2528 Lo
REPEN B % .

3C 20C 20CP

Appearance
of weld after
fracture

Tmm

Magnified

photo of

a square
portion of the
above photo

10y m s o e g 2 : 4 ; {u %

Fig. 3.10 SEM photographs of fractured surface for the specimens after tensile test.
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Fig. 3.11 Relationship between predicted and
experimentally obtained maximum load in the
tensile test for joints of each steel sheet
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C 50 P i 25 S U 72 I A P M U 7 5 B AMTATR DR 2 F7AT L, & 72 BB G A 7
MUCREIT L7, ZORR, ROMBENELRE.
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41 ##E

B B O 5E 2 e & BRBE AR, HDS Bk mimE L & ek & v o MK T 2 HEREZ N
T 570, BERICEBREFROFRANIER L o255 12, 980 MPa LA O JRE A & WS TR T ¢
DEFRESICEA SN TWD. REN L EREHNIT DP(Dual Phase)fiioh v b 2% 7l Th
%. DP $fi3#ikZ 7 =54 Re~wAT oA FOZME LIS TH 5. DP SIZHVE TR
IRFREE &N T SEVE 2 el U, R ORI 5. —0, &Ry b AZ U 7HlIIREEEA N
WZ= VT YA RERRE 720, B C &S 0.22%F2 5 T H AU & (HRE D 1.5 GPa FREE &
70h. FOM, FRE—FEME T R TEN T8 E LT, TRIP (TRansformation Induced Plasticity) #f
375 DA bIAE > T 5.

S THBHEART IXEICAR Y MR > THAN.THND . kT O/REMEZIS 2 & % H
e L, PR MER SN, SEERBRICHianD. JISITHE SRR, 5IEE AMRER
R e+FoERBRA CTH 5. ST AWM S (TSSITHIRIRE O ERICHEWEIMER Z2/~9. Ll
+5-5 558 < (Cross tension strength=CTS) XM FEE 7S 780 MPa &/ Cie KMEZ /R L, ZHLlE
OFRE TITHBERE D EFIZEPME T 5 €. ZoJRKRE LT, @mimERIfENT 7y N~ DIG
TEFNET L7, 20Ty MROIEESCEHENMEN &8 REZX LTV,

CTS 2MEW & s E SRR O S HIIR S B 720, Flix OfFIE T LR S hC& . %
P CTS [ LOFARM AR FIEE LT, 77y MEOIERNET HNE. & LICHEBERHC T RN &
W, BIZIEB05E, 77y MEMROTOIZEE L RICHEEE & ROV R)BELE B KT Z
& T, 1180 MPa #kéi> CTS # & FH L7 9. FEABIL, 75y MR T 2 EEOHICHEATE & 1%
WA N L, 1500 MPa #kA > b A% 7% d CTS %A L L7 10, CTS 23 L3 28HE LT,
T b UEER OEEE AT 21X PYRIIC & 2 8IMEdE s B &5 2 iy 1010 & /- HAZ #(LER
DIEKRIZ & B BIERF OISR S bR Sz 1012, PIRRFTICEAT D 2 & THREBOEE S O
KFxE5IEEIL, Motz s| &I Tng 19,

FEA G ONRLRIIT 1 R CTH Y, WEHRHCEMAEEE 3 2B, WEIREIXEM X HIRHETH
<725, ZOBENEERITCHY, BROHE S Z OmITIIEESBTICOMT 5. ILEESR
TIERANC P ORERE L, BHLBISNEEICRb b0 L Bbivd. 20X 5 7edlibf iy O FIRE
~OFBIZE U2 RS Th C& 2 1419, B2, 20O L2 —ODRECTRET HROKHE
Y& Ceq=C+Si/30+Mn/20+2P+4S (mass%) 4 NEHI SN TS, ZORIT CTS [T OV THRFETS
NebDTHY, C, Si, Mn |3 S D B 200 U CTEBEOMINEICZE L, PN S bt 2555
EBEZLNTND. ZORFEYEEN 0.24 LLTFEER OB —/V REFIRE) OS5 A I 3T ORI gE
BIF(IRBE4 B DAL CHEKN T CTS OfE S A .

L7 LHIR R oy SR OIEERIC E D L 5 B Z R L, WNIHEFMREN R E D DD, FHM
R ST EEIT D 7. ETEBEDO ARy MaE~OAMZ#5E L, LR odikF L%
WEE LTz ‘LT OMENEE LRG0 H D0, ZORaHl LA 8. = 2 TARIFZE T,
CX° P OIRINEZLZ 2 ST 7@k 2 VT LFkFAER L, & OMEOZRE) & 35 I f#T L7,
Z U CHIR R 3 D3 IR EE ~ KT T B A BB R OFEN DA BT 5 2 L 2R AT,
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42 ERFEBSLUEBINAE
421 {5

ARER I At U 728403 2Mn-0.018i Z A & LT CEBLOP B2 AL ST 4 MEHOHI TH
% . SAMITEZEEEF C 50kg O AR L 72, Bl L OVRIEIC X o THRE 1.6mm (21 RiF7e.
R B 3ERER i 2 (B9~ 5 72, WIESIH 2 100mm X 250mm O RIZYIF L, 57 PNIEE 2% 900°C
D~ TIVFRNIC 5 RFE LT, 0%, b L, BEHICgilo FR L FRITHEAGAZNSEA
i, ZRENOHIM LY JIS5 SoliEHER A 200 L, 5I9EHE 10mm/min — & CTH| kAR 21T
Ste. RO EE Y B K OO 4R % Table 4.1 (2779, 50CP Sl 5|58 < (TS)H C &DE|
IRV, ZAVUTHBITREN CTHEE L7272 Th 5.

L FkF 2 ER 5 720, £ PHIEMK %A 100mm X 150mm O A K28 L7-. dhF v 2 wefe4
L7128, T OWESIZE LIR OBV A FhE L=, RIS, JFNIRED 7T00°C O~ v 7 VIR NIZHIE
WA 15 PRFF L7288, DB HLZES Lz, & 512 30mm X 100mm O3 R(ZH 0 H L,
PRI Bl 280 Smm O IF N T2 i L7z, Z o fiiF 38R % 900°C O NIZ 5 43k L=, L
FIHRORER IR E > o EIRLC e A B AT

Table 4.1 Mechanical properties and chemical compositions
of steels used in this study.

Tensile

Thickness C Si Mn P S
Steel (mm) strength (mass%)
(MPa)
3C 1.6 487 0026 0006 205 <0.002 0.001
20C 1.6 1481 021 0007 204 <0002 0.001
20CP 1.6 1421 021 0007 203 0.031 0.001
50CP 1.6 1062* 051 0007 202 0.033  0.001

* Material broke in elastic range during tensile test.

422 BEEH

HTFE R 1 Fig. 4.1 IR T LFEO ARy MNABMT TH D, ZOMFRRIE, ~v MEk
% A9 57 BEEM ORE Y 7 > UEBEE LTV 5. o iR 2 & Bl b b,
HAEMOTREZ ARy MEHEL, Fig. 4.1 OMFIE LT 7. SRy MOERD 5/ tt 1%
BIROWIE) 72D X5, ARy MNEBERMEZME S SIS L. 20L& & ORPESM% Table 4.2
R BWEEACITERSERAT, =7 E - EERO ARy SEEEEDRE 1 50Hz) & 7z
20CP #flizx L I3 EIC L D TR O 2§77z, Table 4.2 |28 LT EHESRMFIC L W ERE 5
VtOF 7y FEEER LR, 4 A 27 0Q YA 7 0=20ms) DI HIRFM 2 5%, %ilEE I L.
HIBEOERIZT 7 v MERREOERE 1.0 & L7HA1C 0.85~0.95 OFEFH TA (L X W7, /-4l
BRI t2 12 12 £ 18 A 7 v L.

. 33 15
Unit:mm O

-

70 30

Fig. 4.1 Schematic diagram of spot welded lap joint
for the tensile test.
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Table. 4.2 Welding conditions

Stationary, DC inverter—controlled
Welding equipment (frequency 50Hz)

and air pressure

Cr—Cu, dome radius type, ® 16mm

tip shape: ® 8mm and R40mm
Electrode force (kN) P.94(3C), 3.92(20C and 20CP), 49(50CP)

Nugget diameter (mm)  |6.3(54 t, t is sheet thickness)
Current (kA) 7.3(3C), 7.6(20C), 7.4(20CP), 7.9(50CP)
Holding time (cycles) 10 (all steels)

Electrode

423 #HFSIRHER
PERL U 724k Io6t L, |IRICB W T, BIEEE 10mm/min CTHIERBRZ1T-72. 3IERER D,
FEFILARWT3 2 £ THI2ED Dy, & D WITAEWT 3 2 LLEiZBRfr L7z,

424 BEDBONEHESIVEIRE

T OEBBECE ZEROBREEZW LT D720, WHEE 00 BRI BRG L2k T, B
OB R S -k T ORI 2 B2 Lz, BB 7y ML a@olim s L, R
WIE A Z— N E T 7 U UWAKEER = V.

FRBE M O Yy H— A S ZRERE 1.96N (12 C, SO EQR LY 0.1mm B 7-(E T
HIE L7z,

425 BRIE(TIL—A2O)NEBIZLHHIFLRBHDIFE

SRR B L 72/ T2 300°C O~ » 7 /VIEINIZ 20 S0 RE L72t&, FoHH L, =iRE
THHI L2, = L CHOGERBE Z OB S8 72, ZOFIEICE Y, BT L7ZRE R TORR L,
NG, EEREAL 22 D 2 & 2T,

426 SEMBEEER
SRR S 7ok Fakm A SEM I X VB L, FfEICk T A2 mEELFE L.

427 BiREETE EPMA 34T

FIBEFRBRIC I 1T D kT OB B 5 & BEERAT O BER 2 B B 2N 5 7=, BRI i L 7= 20C
#i1° 20CP Sl DAk T OWHEH T KT L EPMA S04 %217 > 7. fENTRTOF%E & U CRllR i & BEmift:
i L7z, EPMA 3O NEE X 16kV & L, EHED B — AERIL 100~200nm FRE & L.
WERIC % L Mn 0434 & [R7E L, 20CP 2% LCid P o254 & [FlE L7z,

428 FEMRATEM

BIEMIRIC 1 B REFOLTBRIG ), MORRAHET 5721, 20C #% X% & 5% FEM #
PERRBT 24T > 7. ARBTICIIVN 2 A v o 2 B 0% Fig. 42 T, ABHEE S/ L, LFFO 45
D 1 BTFMELT. BHOIEN—ERRIC SRR TR DR E ., B
(HAZ) W A6 015 H—EREIC I, B0 S 5015 UMK 21 L7z B15, HAZ 0%
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VA B OIS —EMENE, RN BT 5 HAZ e E RO 10n, s ERMO
B S OHIZHpIT 5 ERE L TRO 7. HAZ 13 Fig. 4.2 IR T L 22405 aE L, #hE
NOBEIX 0.2~0.5mm & L7z, S ERE (A7 7 > D8 bW ) Orsza g i35 3EX) 5 O %
PR L7-. WHEJR L0 Z B ORI ERCIT 2 A OB A BN EME LA D ST L /e D, AT
TIEINEHET 5720, SREREDSIES OO HANZEL LW E 5, WK & o8zl 4z 5% E
L7z, F7EBFFICRENT, #ifkEQm A5 e L 2 BOMBIIR U ENM T 5728, ZOEAmR
(ZHEAWINEFEA LAV, G- THNT CIXERE OBEESRE A 0 & Uiz, SRBRAIE(Y) 5 m o gz
YT 2L, SHEEZBEL, WHROEMEZMR L. 5IERBRZ BHT 5720, 7 /VEBIC
X FFMIDIED LN A F K 5mm % TARM LTz,

w0
0
\0‘."“"."
#}’:",‘ Tensile
Hﬂ'&;{ Portion strength
ﬂﬁﬁ; : (MPa)
{l“ Weld Weld metal 1500
My 252 metal Az 1500
T (Nugget) 11,5 1150
- HAZ-1  |HAZ-3 1300
| HAZ2  |HAZ4 1400
<— HAZ-3 |Base metal 1500

(b) Portion divisions to apply material properties for the
specimen and tensile strength of each portion.

Fig. 4.2 One-quarter mesh model of the tensile specimen
in perspective view for FEM analysis.
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4.3 FEM fET#5R

WFOISIRERE B 2 BT 5720, £7 FEM TR R 2”7, 5IHREAM D 1lmm O & &
OIE S G E A % 5 ZBET H ORI, o x)D A% Fig. 4.3(@)0IZ, F72FZNLA bmm D
L XD ox D4 % Fig. 4.3, S EQE M SHITEM O T 7y METIZEWEIRD o
X WEFLTWDZ EH L. 5IEEMN 1mm Db 5mmiZNd 5 &, HAZ OfFEENE R L
7o, FRFIZTH 7y MROEW o x OFERAIERL, ZOEITER Lz, 747y FONEIZITERHO o
XA LTV 5. e B 3RIC 1T % & MR IECRT O AT 03 AL Imm OFEFTICHN 425 Z L2 5.
—J7, N 5mm [T CIE X AMELL - Sk L2/ TH D DT, 247 bmm OfFNTIIEEIZSE 2
IXEBR LT VBET D

S THIRENA ImmB X O bmmD & & OF VWG /7 (fETFR T 05 BB 72 i 2 52 SRR 7 A~
FXHIC T ST HBDIES, tzx)D5% Fig. 4.4 (27”7, ©zx Ot i, S ERmf o~
v MO HAZ TEWMEZ R~ LT, ZAEINT RN @ © zx OFEIRIER L, & OffseHE i im L7z,

FRIZIS D OMERHEN K E VY, 47y MmEEORSICE T 5 ox OB(LE, T <IMUALET D
HAZ OFi 528 5 tzx DE{L% Fig. 4.5 _/Tﬁ“ ZOKEY, BERLOHEEINZFE o x OfE A faF
L7ieZ &3 hnd. Bib, 77y FRICHD) > THHEZ IR S E LIS IFFFEOEENHRIZT HI1C
ONTEMLZ. L2L, tzxZIZBNonedLic ER LT, 260 RENL, KD ox &
X DEZT Ty Nl AT 501E, #kFIET57 Y MIVCHRIES ICE AWRES 5 2 & 37l

hi-.
Sheet
thickness

De} -
e it EESES
:

Nugget

(a) Planar view (b) Side view

(c) Planar view (d) Side view
Fig. 4.3 Change of normal stress (o x) distribution
around nugget edge during tensile test ((a) and (b) at
Imm, (c) and (d) at Smm of displacement.
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Sheet
thickness

[<—

1187
9497
Tz4
4751

e (a) Planar view (b) Side view

—2368 D]

—474.1
7114

—9487

—1186

(c) Planar view (d) Side view
Fig. 4.4 Change of shear stress ( t zx) distribution
around nugget edge during tensile test ((a) and (b)
at Imm, (c) and (d) at Smm of displacement.

O x near nugget edge

5000

= = =71 zx at HAZ near bond

4000

3000

2000

Stress ( MPa)

1000

Displacement (mm)
Fig. 4.5 Dependence of o x on displacement at node
A shown in Fig. 4.15 (b) and dependence of t zx on
displacement at node B shown in Fig.4.16 (b).
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44 EBRBRBIUER
441 BEBOESSM

Bt AR L D 0.1mm b OIRBELIE <4341 % Fig. 4.6 (2”3, 3C B\ T4 @ HAZ ©
SR O S LV EL 2ofe. ZOMOMRIC IS W CITEESE L M OB S RFEETH Y,
ZAUFERIR T D & 91T, HIRDBEAFVILEE U R O MBI HNT X o THIFEAL DA~ VT oA
Mool bz b, 3CHITHEHESESC HAZ OB S A EMIES L0 & o /R LY, #kk
BEANE L D ARy MABROWBIHEENE -T2 EHEE SIS, 3C LA O Tt HAZ O
SNEHESBROIM OB S L0 BIK RoTe. ZHUTEERFOMBUZ L > TR O~ /LT %A RA
BERINTZIZDTHD. 7ok, v AT oA MESILCENHRA 1 Z2HNWTHEEIND.

Hy =884C(1—-0.3C*)+294 + + -+ (1)

WAL VHEEEND VLT P A oS X 3C #ilA% 317, 20C #i & 20CP #2477, 50CP 84
710 TH 5. Fig. 4.6 |\~ L7z 50CP DR EGIBE S I TR LY SEABRmDTH DM, TOMO
M CIImMEDIZIAEFE L Ieole. - T, EOBRBEERMEMb~ LT VA FEB X b

Nugget  0.1mm
—
0

Ry

- X |

Weld metal | HAZ to Base metal
1000 “a 206 [
——20CP
800 I 00O e
g 600 }
S
L;/ mARinigipig
T 400 |
200 | W
0

-4 -3 -2 -1 0 1 2 3 4
Distance from fusion line of weld (mm)

Fig. 4.6 Distribution of Vickers hardness on weld of
each steel.
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442 BEBEBESOHMIREANBFREICRIFTTEZE

SRR - Ak T O BN L HEOBE % Fig. 4. 7@ T KA I IABEERAE X 258 i\ SR
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BN, T ORKMENBD L2 E0300 5. £7- 20C #iL 20CP T, = OREESR
PERESNFEIZHETHY, FHEILP BOATH S H, 20CP SO K KA EK TFIL P &0 R L
7oz b, RICFig. 4.8 DRFEEZ, mAMEL C &L P & CHEA LX) Fig. 4.9 Th 5.
FBRREN DN b DD, T 2 TIEMS & ERRMENERBRICH D L0E L. HRRMEILC =
0.1% DA FEY 0.4~0.TkN 1K F L72 Z & 2% Fig. 4.9@)" 55005, —F, Fig. 4.90IZRT LD
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to fracture displacement less than 1.4mm

Fig. 4.7 Relationship between load and displacement obtained in the tensile test for joints of each steel sheet
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Fig. 4.8 Relationship between average Vickers hardness
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Fig. 4.9 Effect of element content on maximum load
in the tensile test for joints of each steel sheet
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1% Fig. 4.10 (7. F ORENIkFRITE O Fh %, DE D EO A FH R Z7r7. 3C 8T,
BR{FZNL 5mm D & X HAZ {0 E, ZHUISUTHS Y MRl Od KO ICEE L T\, &K
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20CP #ICi, FRMTENL bmm O & X, AT 7 > FNZFREREICH > THEL T\,
SISy N RSRARE CIEBEN T 7~ MINEBRE S A SR LT, S K i B I BRfT
D&, WEENFTT Y FOHRRAHLE THRIESMICEBE L TV, 20CP iV THBHE Ry X7

ITHER SN2 Tz,

50CP #lI XN e 207G 1mm) TR L C L E 5 7o DB HPBRAFITE T, W E £ & 5 5RMmk % oWt
EABE LT, BHEIR T2y FNAREREICH > CHEE L, WEHFMICEND 2 L7, L
Eo X5, AMEOEBSREIE D OB REB OHELZ BB LT LI TE .

Condition 3C 20C 20CP 50CP

As welded
1ﬁm
Unloaded at
5mm of

displacement
in tensile test

Just
maximum load

After
fracture

BM*=Base metal Fig. 4.10 Cross section of spot weld after tensile test of joints
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Fig. 4.11 Fracture propagation of the joints after unloading
under several displacements during the tensile test.
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Fig. 4.12 SEM photographs of fractured surface for the specimens after tensile test.

444 EHAEIGIE EPMA SHTIER D LEE

Z7 2mm TRRAT L7z 20C SA(P % 5 & 72 W ERB) OF W 3 L OV 4y NS R o SO
B L Mn 2R3 % Fig. 4.13 12777, Fig. 4.130)720255500% X 912, 2ol 5
pm R L 72—, Fig. 4.13(@0 674 > R Mn JBEMRNZ & 23] 5. Mn RO
T, 77y MRALE OV OEE RN E S, FIREE L2 2 ICERT 5 LB oD, EHER
THRAELTMENT 7y M TEIELTEY, 77y Ml EEEIC R LBEN S W EB X 6D,
BN DI N & B T AT L, SRR LI HEShD. SRHOMKIZE > T
JIEHPMET T 5720, 77y hNOBER —BRZ VIS Rl nsd 5. —JF, 77y bo
WEBIZIEZE B 237 Mn OBEFERAT2A A B, Ziux Mo OREDR, BET 58, 72 K74 NOfH
DT LA LIERER AR L TV 5.

EC, Z{7 Ilmm Tkfaf L7z 20CP $H(P % 0.03% & Le8iik) OEEERME 36 KL OV 7 > NI
TEED I E A1 & Mn 38 X VP OB % Fig. 4.14 12577, 20C S04 & 8720 | Fig. 4.14()
MOMENZZLRICT 7y NNERICHER L7 Z &3 005, £z, ZHFE L2 ER L Tuhinz &
B, BEALOBRITHEMEERE OIBALMERNCAEE L, ObICHER T 2R BB 5. Fig. 4.14(c)
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~ (a) Cross section of weld
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(b) Reflection electron image of a square portion
described in (a) after colloidal polishing
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(c) Concentration distribution of Mn in the
same position with (b)
Fig. 4.13 Relationship between fracture propagation and
solidification segregation after unloading by 2mm in
tensile test for 20C steel. Broken line represents fractured
portion seen in (b).
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(a) Cross section of weld

‘ﬁ:‘&g S

(b) Reflection electron image of a square portion
described in (a) after colloidal polishing
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(d) Concentration distribution of P in the
same position with (b)

Fig. 4.14 Relationship between fracture propagation
and solidification segregation after unloading by Imm
in tensile test for 20CP steel. Broken line represents
fractured portion seen in (b).
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described in (a) after colloidal polishing
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(d) Concentration distribution of P in the
same position with (b)
Fig. 4.15 Relationship between fracture propagation
and solidification segregation after unloading by 5mm
in tensile test for 20CP steel. Broken line represents
fractured portion seen in (b).
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25

15

B Without post heat
05 | | =—O—With post heat (t2=12cycles)
—/x—With post heat (t2=18cycles)

Maximum load of joints (kN)

0.85 0.9 0.95 1

Current in post heat
/current in 1st welding
Fig. 4.16 Improvement in maximum load of joints by means of post heat with
conditions of various ratio of current in post heat and that in 1* welding and of post
heat time (t2) for steel 20CP.
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Fig. 4.17 Change of fractured surface after tensile test by applying post heat for steel
20CP. Post heat conditions are that the ratio of current in post heat and that in 1%
welding is 0.9 and post heat time is 18cycles.
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(a) Cross section of weld
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(b) Concentration distribution of
P of a square portion described
in (a) after colloidal polishing

Fig. 4.18 Distribution of solidification segregation elements after post heat with
conditions that the ratio of current in post heat and that in 1* welding is 0.9 and
post heat time is 18cycles for 20CP steel.

45 #5E5

C B P Ba 2 b S8 2 FVERL U7 L ik P o 2 57 U, & 7oA 5 2 S5 I 7
Brife., ZORER, ROMBENELNT.

(1) FEM & /BT OREF, AR & 7 b % HlE S 2 eS8 2 oloxt L,
Ty NEAOFEAWIE I BTS2 otz T4y OBENRKOEEIG S LY bETN
(X, HETF IR ST IS AR S 5 AR R S 7.

(2) L FFORKMEIZ, CE2 0.03~0.5%DHiIH Tix C £ 0.1%DHINI% L 0.4~0.7kN J
YL, PED 0~0.03%DHFiFH TIE P & 0.01% D% L TiL 0.5kN B L. 2ok H5i12C LY
b P ORKRMENDEENRE WD &R 0o7z

(3)  3C #=° 20C S DG A AEE I X EHES CHEEAME IR LT 5> M CHEE L 72723, 20CP #i<° 50CP
WOGAMIEIEWETHF Yy FRNICERE Lz, BlD, C &P BEOHEINCEY, MEESAIET 7 >

KoM ST FNIZIER LT,

(4) 20CP $HOLE, MEE LA 7 v MINOBBERITEAIC —8T 5 L #EE S,

(6) WIELRMFO%KIBEELITH Z & TP ORERITIIEM S, 77 v OB %2 tE T X 72. 20CP
HOMFIREE L% BB L 1.5kN b IEEH ¥ T 2.6kN (Z8E Z i, 20C #iD 2.9kN (2P L 7-.

& XXk

1) A. Satoh : =58 LS O RE S & Z OXFIts, Journal of the JISTP, Vol. 46, No. 534(2005), 548.

58



2) G. Clare : Welding advanced high-strength steel is pushing welding technology, Penton’s Weld Mag, Vol. 81,
No. 3(2008), 14

3) S. Hiwatashi, M. Takahashi, Y. Sakuma and M. Usuda : Effects of deformation-induced transformation of

retained austenite on formability of high-strength steel sheets, Proc. of Int. Conf. on Automotive Technology and

Automation (1993), Germany, 263.

4) S.Ikeda, S.Hashimoto, S.Miyake and K. Sugimoto :  The Effect of Nb and Mo Additions on Mechanical

Properties of Hot Rolled TRIP-Aided Steel Sheets, KOBE STEEL ENGINEERING REPORTS, Vol. 57,

No0.2(2007), 82.

5) T. Kondo and K. Ishiuchi : 1.2 GPa Advanced High Strength Steel with High Formability, SAE 2014-01-0991

6) H. Oikawa, G. Murayama, S. Hiwatashi and K. Matsuyama : Resistance Spot Weldability of High Strength Steel

for Automobiles and the Quality Assurance of Joints, Welding in the World, Vol. 51, No. 3/4(2007), 7.

7) K. Yamazaki, K. Satoh and Y. Tokunaga : Static and Fatigue Strength of Spot Welded Joints of Ultrahigh

Strength Steel Sheets, Quarterly Journal of JWS, Vol. 17, No. 4(1999), 553.

8) F. Watanabe, S. Furusako, H. Hamatani, Y. Miyazaki and T. Nose : Fracture Mechanical Analysis of Cross Tension

Test for High-Strength Steel Spot Welded Joints, Mathematical Modeling of Weld Phenomena, Vol.10 (2012), 653.

9) K. Taniguchi, Y. Okita, R. Ikeda and S. Endo : Development of resistance spot welding with pulsed current

pattern for high strength steel sheets, Preprints of the National Meeting of JWS, No. 87 (2010), 96.

10) H. Hamatani, F. Watanabe, Y. Miyazaki, T. Tanaka, J. Maki, H. Oikawa and T. Nose : Characterization

of cross tension strength in resistance spot welding ultrahigh strength steel sheets, Preprints of the National

Meeting of JWS, No. 89 (2011), 44.

11) K. Taniguchi, Y. Okita, T. Sadasue, S. Igi, R. Ikeda and S. Endo : Development of resistance spot welding with

pulsed current pattern for high strength steel sheets, Preprints of the National Meeting of JWS, No. §9 (2011), 4.

12) K. Taniguchi, R.Ikeda and S. Endo : Development of resistance spot welding with pulsed current pattern

for high strength steel sheets, Preprints of the National Meeting of JWS, No. 90 (2012), 240.

13) M. Yamaguchi : First Principles Calculations of the Grain-Boundary Cohesive Energy - Embrittling or

Strengthening Effect of Solute Segregation in a bee Fe X 3(111) Grain Boundary-, J. Japan Inst. Metals, Vol. 72,

No. 9 (2008), 657.

14) T. Nishi, T. Saito, A. Yamada and Y. Takahashi : Evaluation of Spot Weldability of High-strength Steel

Sheets for Automobile Use, NIPPON STEEL TECHNICAL REPORT, No. 20 (1982), 37.

15) Y. Sakuma and H. Oikawa : Factors to Determine Static Strengths of Spot-weld for High-strength Steel

Sheets and Developments of High-strength Steel Sheets with Strong and Stable Welding Characteristics,

NIPPON STEEL TECHNICAL REPORT, No. 378 (2003), 30.

16) N. Yurioka, M. Okumura, T. Kasuya, H. J. U. Cotton: Metal Constr., 19(1987), 217.

17) E. Nakayama, K. Okamura, M. Miyahara, M. Yoshida, K. Furui and H. Fujimoto : Prediction of Strength of

Spot-Welded Joints by Measurements of Local Mechanical Properties, SAE 2003-01-2830

18) K. Matsuyama, Y. Takahashi and K. Hasegawa : ST 42 00 FapfE & SEFE, Sanpo Publications Incorporated

(2011), 246

59



=5 E

RRYNEERT O+ FEIERECRET

5 A = BE
BBEDTZE

60



51 # &

HUROME 5L M b & BB LD MNL AL, B~ O &R R O 3 oo d D 12,
RFEW) 72 @R & LC DP(Dual Phase)ffi<oaAs » b A& > 7 HRA T Hivsd . DP itk
WERT7 =74 MEeER~LVT YA O A E L72Hitk T 5. DP SilITHE A TRV ERR
SR SN T EME R L, BVEA T 2R T S, —TF, Ay M AZ U T HIBRIIRIEBEARL I
VT oA MR E 72D, SO C &Y 0.22% 0 & X HBTREIL 1.5 GPa FEEIC /e D

HEVHEART  OMAMAEEO EIRITBUIE S AR v MNEH#ETH 5. WHHRF OV 5 ED—2I
WMFOBIERERN B 5. ZDHiEE L ToIRE AWEER & 553k JIS IZHES TV D, 5l
g AWR S (TSS=Tensile shear strength) |ZSHRGRE D EFIZENHIINT 5. Loy LHF5RE S
(CTS=Cross tension strength) (ZHARFRIE 2S 780 MPa LA I 72 % & SRR E O b F IRV B E] )
T ZORKE LT, SROERENMICEVIEESEG T Y N ~OISIETENETZ &
V0 F 7y MROIEMECEIMEAMENZ & 8 3R D,

CTS 7MW & mgR R O AN HIR S5, & 2 THEx OfFFRE R BRI HRETSnTE .
F9CTS 1 LOIEARN T EE LT, 757y MROJERPZFETF 65, Mx TRE Y —12b T
Kdp &, 77y NEBRT 2 @EO%RICHBE L HEBELXITO ZLI1I28 Y, 1180 MPa #&LL Lo
A2 kT CTS 11 ETE 2 Z EAMAEIN TS 67, CTS 31f L3 28l E LT, -4
> b OEEE AT (B 21X PHRERIC X 2 BIMSEER B & B 2 Hives, F£7- HAZ SAbE oK
W& DTy NROISTFERIR IR SN 69, L LERMICIZEF2EESEN RH ST
WD HOO, FIEREOHESHERICIIE > TRV, & 2 TARIFFETIE, BEERT O &\ 5 S
o, —RICBME RO iR Z R LT, TR % R K6 T & DRI O ETEEHHEL &
ATz,

52 EERAE
5.2.1 {#EH

FEZIIMEN 1.4~2.0mm @ 1470 MPa k7 LI h o Xk y hAZ PR ZHEL7-. 300mm
X 400mm (ZYJWF L 72 B8 &2 NEROIREE DY 900°CDIFNIC 5 /o RFF L7, /DI L, Wl
TN AA A TREAFLTZ. RS O BRI FEIE TS OB A5 & Table 5.1 (27”7

Table 5.1 Mechanical properties and chemical
compositions of steel used in this study (mass%).

YP(MPa) TS(MPa)  t—EI(%) C Si Mn
1224 1531 8 0.22 0.3 1.2

522 BEEH

s WrmBlE o A K OVJIS Z 3137 ITHUE S e+ 50 ikl i 2 F L 7=, @dE ¥ —
> % Fig. 5.1 R 7. @EITTT Y MR T2RKEES 77y F2ET 5 %EEICHND. K@
BCHEEN 5t 1T DT 7y METERk Uiz, & L CHE@E & 7 2 mEA TR Z 5% T /2% ICEHORE
A2 S 2%mEE M Lz, /% BEERLCEHEEEBR ANBEEN=I/In% 0.9 D—E
& U THAIRER] ter 38 K ULEER] the 2L S W72, SWEICE T D HH5M4E D72 Table 5.2
[
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Fig. 5.1 Welding pattern in spot welding

Table 5.2 Welding conditions for each steel sheet

Stationary, single phase AC
Welding equipment (frequency 50Hz)

and servomoter driven

Cr—Cu, dome radius type, ® 16mm
Electrode tip shape: ® 8mm anY:IpR40mm
Electrode force (kN) 4.9kN
Nugget diameter (mm) 54t tis sheet thickness(mm)
Main welding current, I,,; (kA) 6.5(t1.4mm), 7.0(t1.6mm), 8.0(t2.0mm)
Main welding time, t;; (s) 0.28(t1.4mm), 0.3(t1.6mm), 0.38(t2.0mm)
1st cooling time, tg (s) 0~05
Current ratio = I,/1 08~10
Post heat time, tp, (s) 0.08~04
Holding time (s) 0.2

523 BRIEEETEESS
T FONRBERHERR T D20, WHEMIE A HANIE L, v 27 U UERKERIC LV ERE LRI
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CTS 1% Tno/Tn1 A% 0.9 THRKMZ /R L7-((R@EM UL T 50% D). £z te ZMMSETH CTS IX
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Fig. 5.2 Effect of current ratio in post heat on CTS.
(Nugget dia.=54t, t.;=0.08s)

Ratio of CTS to that of condition
withoutpostheat:

x <90%,90% = A<110%
110% = 0<130%, 130% =0

0.45

04X 0O O O O @)
146% 145% 179% 155%

0.35
03 }
= O O O @) @)
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02 }

oisdA O O O O 0O
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A 0O 0O d A
0.05 .

0 0.1 0.2 0.3
tc1(3)
Fig. 5.3 Effect of t.; and t;,; on CTS.
(Nugget dia.=5+t, I,/ 1;,=0.9)

Table 5.3 Samples of welding conditions which can enhance
CTS by more than 30% compared with CTS of NO post-heat
condition for each sheet thickness (nugget dia. =5y t)

Sheet Current ratio
thickness(mm) te1(s) tra(s) =lha/Ing
2 0.12 0.20 0.9
1.6 0.08 0.12 0.9
1.4 0.04 0.08 0.9
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TIXEAEDS 0.5 WTfE TRV CTS 2R L7z,

(a) Without post heat (b) With post heat
(tcl=0.08s, th2=0.16s, Ih2/ Ih1:O.9)

Fig. 5.4 Changes of cross section of weld between

without and with post heat (sheet thickness = 1.6mm

and nugget dia. =54 t)

Inner nugget thickness
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Fig. 5.5 Effect of ratio of nugget thickness on improvement
in CTS for each sheet thickness (nugget dia.=5+4"t)
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FEILRICOWTHRERIC X ZRedlz. ZDORE, C DX kK, Mn OXD /N0, 8, PR
SOXNZENGDOHDEE e o7z,
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R &R DERIETIEZR . ith54hth;9 I, RBEEITO L 2EOTS y RBEKR I
5. WRIOT 7 NMIZIBERHCERER 2N IE R F 7o X5 E 23 B U7l & b s . 2 O4MANLRE
KA O BRI REFr S, 2 O#Ey TRFERIT RO Z 5. Fig. 55 IIRLIZK21Z, @
CTS BNELNDHDIET 7y NERLMR 05 HiE TH-o72. DF 0T 7y b RIRE%EE CHIAR S
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Ty NEREZREE L.

Phase Do(10*m%/s) | Q(10%J/mol)
v 8.7 273

1.0E-05

1.0E-06 [
T=1400°C
1.0E-07
1.0E-08

1.0E-09

y
1.0E-10 : :

0.001 0.01 0.1 1 10

Elapsed time(s)
Fig. 5.6 Dependence of average diffusion distance of
phosphorus on elapsed time at each constant temperature

Average diffusion distance of phosphorus (m)
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BEHDETIZHOWTIL Table 5.4 # BRI\, BRCHR OB E, S HICEEOEF% Fig. 5.8
WRT. S EE (OC) IXEMRNEBICALET 250 & L THRESMZRD D, EOTRTHLERSEML
LT,

{ T(0,t) = T2(L + ly),t) = 0

0T (x,t)
ox
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1st cooling post heat
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Fig. 5.7 Example of relationship between elapsed time
and temperature at nugget edge, and division of welding
into 4 steps
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Fig. 5.8 Illustration of analyzed model in this study.
Conduct region was assumed to be limited in the
region of ABCD under one-dimension welding

Table 5.4 Notations used in each step of welding

Main welding 1st cooling Post heat 2nd cooling
Time interval (Time) th (O=St=t1) [t W1 St=t2) |t (2St=t3) | - (3=t)
Time constant T hi T o T h2 T o2
Current I - Ino -
Current density ihi - iho -
Specific resistance hi - rho -
Temperature distribution Thi To1 Tho Te2
Steady-state temperature
distrib\;tion coeﬂ’i:ient Thir Torr Thar Toar

5422 ABE 0=t=¢)

AR TR L MRS A B 2 5. B@EROERL Fig. 5.8 IZ777 ABCD O3 12 —HRICHT
M, FERTEMO & FANSETRNAS SO ERET S, BERIXERZ D HFV, ZRo%5E
THZDEERTHERALZ & &L, BIOEIII LD MR EITE L7220, SR O H
AEPiIE, BREELi,ETDE, BEICE > THARHE, HALRFRH Y 72 0 IR AET 2RI EL
HQp I3,

An1 = Thalh %)

TEHEZLNDL. BEICHRY D 720, FARSTUTIREICH L —E LT 5. Z0HEA 0Bz ET R
or _ 9T aT_aT I

Cpa—la 2+qh1 H 5N E kﬁ E (6)

ThDH. ZIT, clTHB, ol 3FBE, UIBMRER, k=A/cp3BIEHERTH LS. T bR
L—ELT 5. EROMMKMG M TLENDS.

Ty (x,0) =0 (7
MR BB D DT, RNz () ik L CHE S A RDDMENH 5.

o o

at — Cu axz (8)

ko W ZEREM T OBYLHR TH D, 22T, x < l,OEBIZBWCEM T Ox fili 7 a)EE 2 X(9) o &
INIEWA S

X=x klzu 9)
kIS OB R TH D, ZOH LWEERTIE, K@D X ickmsns. Ziixe)
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- T, ERLEOIIRESZRO DM TRAIRATRRTE L LIThs.

oT 0°T  qm
E_km+5E(X) (11)

f k
x P (x <1y (12)

< k
Cu

(x —2L) /L + 2L (lo + 2L < x) (14)
\_ keu

1 (lo < x <o +2L)
EX)=
0 (x<ly, log+2L<x) (15)

ZZT,
-

ThD. ERFMCNRME 2 EE L -XQDO— g s LT

Tha (X, t) = Thas Z B,, sin ("Zf) {1 —exp <_—t>} (m=1,3,5 --+) (16)

1im

DELNTWND 1D, AL, %357 — /L TOEFEL —EIED720, FEFEF S S 12 OF s
5 a (@B Y2 B 35 Elds & COSMBRE R 2036 LTnd. 22T,

L? R
Thlf = th (1 —_ _0> (17)
2 Ry 2
L
Ry=- (18)
a
. (mmR
__16 n (77 ) (19)
™ r3m3 Ry
Ro(1-)
4q?
fim = nm? (20

k
a=l0 K'FL (21)
u

Lo\ TSI & I HIG E C OB, alTfh g6 mENGE CORMBHIER CH 2. XA6) Dtk
DOFETIREmD 3 FIILFI LTS < 72D, IREICK Lm=1 DEAXEATHY, m=3 OHE%E
HHTE S, (o TAMILTIEM=1 DHOHLZIW VK S 2L L L. 2oL &(16) L RANHEDS
no.
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Th1(x,t) = Th1By sin (;X) {1 —exp (_t)} (22)

T11

BEBITRADD S, WERIEET, = 1,3 RQON S ZNFNRD L HITKkED.

_16 sin(%3?)

L= (23)
e(-9
4 2

T11 = T = k;;z (24)

5423 FE—mEO—IL) (H=t=t)
7 — VRRIZII IR OBME TR AU - TARBE THERA SN EDLHT 5.
aT 0°T aT 0°T
cp a:lﬁ &)éb\!i E_kﬁ (25)

K(6) & OMEI TR AEN BN L Th D, RWDITRTERSGEOL L ToOfRE LTTFRADREL
T A 13,

T, (X,t) = Z c, exp{ k(nZ) (t — tl)}sm (nznaX) (n=1,23 ) (26)
B b/k@fﬁﬂﬂ}q*ﬁ:%{ﬁﬁh
T (X, t,) = Z C, sin (n naX) 27)

C it 7 — )iffﬁé@&u‘: LT, WThHEz2LND.

2a
= —f T (X, ty) sm( )dX (28)
EZAT, TaXtDIFXQD)Tt=t1 & LEERENMTHD. B,
T (X, t1) = T (X, t1) (29)
Thsb. o7,
—t X
T (X, t,) = ThisBy {1 —exp (i)}sin (;T—a>
_ (X —i
= Asin (%) with A = Tp15By {1 —exp (Tm )} (30)

L7en. ZhnEX@)IAT I

A2 /Xy  /m=nX
C, = —f sin (—) sm( )dX (31)
0

2a 2a
LB, R@DIFn=10 L EDHOLANDEEES. n=10 & X DY EFEITL,

A (%@ X
C, = —f sin? (—) dx
al, 2a

=A (32)
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t—t\ . (X ] 4q?
= Aexp (— - )sm <%) with T, = Tz (33)

&0 % . WEER T 1TRQDITTFR T 1 LA CRATH 20, IREITKAFET HBMERRkE B ATEHEDY,
k& LTEH—mATRICB T 2 PN RMEZRAT 2 8ERH 5 Z by, LIXXKT 5. IO
TRTHRKEETS.

5424 #%BE(,=t=t,)
HIBBRFOIEBT K D IRENAT,, (X, 0 1%, FII%M

Tho(X,t;) = Aex (—tz_tl)sin (ﬂ) (34)
h24, L 14 ot 2a

Db & TORMRE R
oT 0°’T  qp,
a “axrT
DR TEHD. I Tqpy =ity TH Y, i IR EEROEIREE THDH. o CTHRIBERFOIBEIZ
K VIR S DIRESAX 5.4.2.2 OABEOMNT & [FIEk, HEDOE 1 HOALZEM L,

(35)

Ty (X,) = Ty B '(”X){1 ( t_tz)} th T —q"sz(1 R°) (36)
h2\4&, = Ipprby SIN 2a exp e wi h2f = 2R, 2

PEHID. HIBERFOIRE DA 1T 2 OFEIEIZE — A CEMILHL U 72 1% O E 5541 2 I 2 7= X(B7)
THHNDEEIFREBEOF KRG TH . K2B)DAE : T, (X, t) & R(B5) DRFEEMR : Ty (X, t) %
INZ TR DTy (X, t) B RU(BB)Dfif & 72 5).

Tho (X, t) = Toy (X, 8) + Tip (X, 1)

t - tl . 7TX . T[X t - tz
= Aexp (— - )sm <%> + Tyof By sin <%> {1 —exp <— ™ )}

= [Aexp (— tT_ tl) + Tyop By {1 — exp (— Lo tz)” sin <ﬂ) 37)

cl

5425 REAH(=¢)
BORERAEITTIE, HlEL TREORE AR
T, X, t3) =Th, X, t3)

3 1

t - t t3 - tz . T[X
o) T e (2 o ()

T[X t3 - tl t3 - tz
= B sin (—) with B = Aexp (— ) + Thap By {1 —exp <— )} (38)
2a Te1 Th2

~ [pem (-

AL LT, BEAORWEAMRE LR A 7 — L O%6 L AERICIITIZR V. )R, REMEAEIRE
DILESMIRNTHEZEND.
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car Tey 2a

70



Uik, 2TRICBT2REORNZEH L. DI, UELHEERM 2 2L S TRIBERMFORE
fadt 2 a4 5.

5426 FEICAVW-EEHR

FHRICMEH L 7Pl % Table 5.5 (2777, ABERFOBEERIIAEMNE LIZB W TEEO TSy
MNEAZZFELT S L9 FHE TR ZKLEé“@ﬁéﬁkéﬁ’béﬂ‘/f‘y MEIZ 5 LML B TH DA, F
BHOBEERITS L L0/ liol. FHRETITEEFRO YN RBERHEAFONTE LD LHE
2 bivd. —J, thil ﬁﬁ@L BRI, 1418 @ﬁ %&éhé%@@f&yhf&%ﬁﬁ#éiﬁ
%EL# CORBEOBEERIT 5V L B AME oz U, BEERICEE(EREA)E
CHEMMNTRINLD Z kzn}iﬂﬂ%é:htrf*%&%z LD, BERERIICEYRE SR EOEBIIABEE K
ﬁ@ﬂfi5mcmm%ﬁﬁb F—mAIRRIEEIC T D& D T 1000°C OfE % H]
L7z, ﬁx%ﬂ%@ﬁ%iﬁﬁ%@io2mmWM&bt i, R EMmEEIE 700~800°C
WCEIET A Z ML TEY 4, KiE BT ZORE L EEDOT 7y NEAOW S 2 {84 %
£ O MEANSRALIE 2 RE LIAERTH . ﬁ B OWIEICIT 1%Cr-Cu DA Vv z, Ekm LY
2mm NI OHHESHALE T FEEE L 0 2372 0 EWETH D, Loy LEBBOBHICE WX, Slk~oi@
B, BICEMITIARLS, BHEBENRENWE B X D, ZO—RILET IV E OEWDEEIENE O
BrVEELLTEbDOEEZLNS.

Table 5.5 Diameter of welding area and physical constants used in the calculation

Main welding 1st cooling | Post heat |2nd cooling

Diameter of welding area 45y L(L=2mm) 574 L

4.4y L(L=1.6mm)

4.3y L(L=1.4mm) - -
Specific resistance; r ,,,(Q cm) 6.7%x107° 1.2x107
Specific heat; c(J/g/°C) 0.68 0.68 0.68 0.68
Density of steel; p (g/cm3) 7.7 7.5 7.5 7.7
Heat conductivity of steel; A 0.44 0.32 0.32 0.44
(J/cm/sec/°C)
Thermal diffusivity of steel; k 0.084 0.063 0.063 0.084
(cm2/sec)
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Fig. 5.9 Decrease of ratio of molten metal thickness with increase of t.; and t, required for solidification of
molten metal during 1% cooling for each sheet thickness
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Fig. 5.10 Dependence of temperature at nugget edge during post heat
on Ij,/Iy,; in case of steel with thickness of 1.6mm
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Fig. 5.11 Dependence of ratio of nugget thickness on I;,/I,; or t, for
steel sheet of 1.6mm in thickness (Nugget dia. =5+ t, t,;=0.08s)
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5433 @::E S R ¢,

the (TEEERAT TR DS IEENC B 2 R 23206975, HESED ta & T/l Db &, BEWEIZE T 5%

B TEEO T 7 > MRERE % Fig. 5.12@1R8T. KOMENIZEEZ G L2 mHEINK T L
TOREEA O0s & LCW0D. RRIEY, H—mEANET LIzReA TF 7y MslRETX 1100~1200CD
HHEHICHD Z &, the BHEMT 2 E 7y MERHREN 1200°CLL EICET D 2 E B30 5. AHICTE
ERAT TR 05 B 7 R A T 2 BT 1200C—E Thil w"] 0.2s LA ERFF) & X2, 22
TEBEICR L, Fig. 5.12@)05RD7=F 7~ Ry 1200°CIZEZET HEEEIZ 0.2s &0 % 72 K5
(t1200+0.2(s) % Fig. 51202773, T, F WAL %EET 1100CLL i & EF v, JEEiRRE
B 2% 52 D R (11000 B 7R3 (Appendix 2 /). 2 ® ti0 1, 1200°CLLETiE 1200°C—E &
L CHERREERE A K D, 1100°C LA E 1200°C AT TrE 1100°C—7E & L CHEfk A Rk 5 = & TR LN,

[1200°CIZ 0.2s fRFF) & RS OIEEREENR G- 2 B 5. tiz0+0.2(9)1F, [FXIZR L7z CTS % # i
T LT 30%LL b E S 2 DOICHER /D the XV 0.28 FRE RV, ZiUE 1200°CAH Tl 2
DI A B L2 oTlzd VR D, —7, tuoo & H/ND the & OTEREIL 0.03~0.05s F TR L
TW5. FBIERFE TG L2 2 & 2BE T L, SO the 28+ 11200°CIZ 0.2s fREF) D5k
PEEmELTNDEBEZILND. £ T the DHEREL LT, FEBRAICHE LR OEYFRZ RS
HH0ET 5.

tn, = 0.2L — 0.2 (40)
@1400 L@ 06 . t120 +02
T SR O Experimental
) 5 '5 0.5 ® (Calculated
5 e
21300 F |=1.4mm L=1.6mm £3204}
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Y €03
2 1200 | _g, *"g 02
o 5+ 0.
E 5 g 0.1
g 1100 .qg’ :g :
[ 1000 . . . . . 1.2 1.4 1.§ 1.8 2 2.2
0 01 02 03 04 05 06 Sheet thickness, L (mm)
tho (s) (b) Time required for diffusion of phosphorus in post
(a) Relationship between t;; and temperature at ~ heat and experimentally minimum ty, in which over
nugget edge for each sheet thickness 30% improvement of CTS was obtained

Fig. 5.12 Increase of temperature with increase of t, and t;,, required for diffusion of phosphorus
at nugget edge during post heat for each sheet thickness.

5434 HRFHEBITHEBRFHDLLE

PLE, te, theBIL P /Ml oW TGRLTEm, ZoRTHELN, SREOBEY) 72 B4 (H
$H25) % Table 5.6 (27”77, #I21% Table 5.3 IR L2 ERFERE B L TV, PORETHHERE
SME & FERO BIFRIFIZR SR LTV D

Table 5.6 Comparison of condition analytically recommended and good condition experimentally obtained

Condition analytically recommended Appropriate condition experimentally obtained
Sheet Current ratio
thickness teils) thas) T el =lho/ Ty Current ratio
(mm) Time molten metal almost Condition ratio of nugget ter(s) tna(s) =lha/Tn1
solidifies = 0.25XT ,; thickness becomes 0.5
2 0.12 0.20 0.42 around 0.9 0.12 0.20 0.9
1.6 0.08 0.12 0.30 around 0.9 0.08 0.12 0.9
1.4 0.06 0.08 0.24 around 0.9 0.04 0.08 0.9
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ETHIUX0.2s DL ERET HMENH DH LB 2 L. & 2 T IRICEMRE H RO iE 2 F,
ZDEMEN R T DRI ARG LT, T OREE, FEBRAIZR D7 &4H1E 1200°CLL EIZ 0.28 &0
IFRMEETHEAL VD LD EEZ LN, BN HEREEZ7RT.

D ter 1XF7 > FOREEINEIEE T DM (=0.25 1,) N R AL E B 2 B, BED 2 Tl HHlT 5.
FIERAED the X, EBRTH CTS 257-5&/ND the ODEMREIFR LR B D.

(2) Tno/n1 13 0.9 FEEE N it & 5 2 LTz,
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6.1 &S

HAROE 24 VR & BB L2 W4 5720, BRI EREMR O AN ER>SH H 12, H
I (519 5 AT A Ky MEBECH B, Ay MEBIFO 153 |#0 S CTON,
SR O (314530 )78 T80 MPa BA 14272 % & SHHRE D L FICHEVME T T 50, = OfkFHIED
1B & S s EE SRR O3 Fl 2 TE T 2 A N H 5.

—J7, BT 7 & ZADLRENLERETICB W TLTY — 7 e L — P RELEA ST 5.
ZHUI ARy NEEET VI3 DFALTT 7 & A TE R W IEBHR O MRz B TR @ E T E 2207
D ThD. T ARy MEEGIL T T 7 EE) b R T O IICER SA TS, T2 AR
v MESEASEA STV S EINE, P12 S — 8T —0 LR T L o 72T B L 7
Thd. BE, 2HOMRNT —27 ARy MNaESND., 7—7 OBBREIIDKR S 2/, oo
BEMERBSE D720, 7—7 Z2RBET 50 OHBIIEERNICRNB TN TS5, KETIE
980MPa % & dR I Z 51T DHETFIRE O] EEZIH, ZOT —27 ARy MERERICESZ Y T,
FERCIL, 7T — 7 BHEER L LT 7 n—=7 Zt:88d CMT(Cold Metal Transfer) &l 4 H\v /2. CMT
EIRDOREIIMEABAEE A FRELE T 52 TH Y, - THRED 1mm FijfL OENR 2 A% H 5 IR
BT 5008 LTS,

6.2 EERAE
6.2.1 HEMEAEME

AREBRTIIHED 1.2mm, 5IHETR X 2% 980 MPa #k O #iHR 2 v 7=, SEelsi o tiRr s L oMby
fi5r % Table 6.1 1273, E£72EAD 1.2mm, HEESBIRED 490 MPa fkOEHEMEND A )% H
Wiz IEET A Y OfLF ) % Table 6.2 (283, WEHAATEIOTREE AHIR OBRE L VIRV oo,
SR & /NAENCT — 7 T 2856, B E U A YOI BIRA L, & SICEBER OmEARRE D @
e DRIl R D,

Table 6.1 Mechanical properties and chemical compositions of steel used in this study.

Thickness YS TS El C Si Mn
(mm) (MPa) (MPa) (%) (mass %)
1.2 645 1025 18 0.11 0.04 2.5

Table 6.2 Chemical compositions of welding consumable used in this study.

diameter C Si Mn
d
Cerade (mm) (mass %)
490MPa 1.2 0.07 0.7 1.4

622 +FEIRABRA ETDRERY

gloRaER A%, Fig. 6.1 ("3 JIS Z 3137 ITHE Sz A v Mol ikalBR A IC YT 5T
L7 BRAITFig. 6.2 (Ind Yy M7y 7Ob eSS, 77— 7 RS Uiz EROHSIZ I3
BRI EAEDS 0~8mm DML Za i L, FRENEIALIEIRS CTS (XTI e i L7z, 2 o
W 2R E OB ERGDOY, TR B8 TR L. WS4 Table 6.3 ([T, WHEER
& LT CMT &AW, BT A ¥ ONCEIT 2 Bk 2 BTy O FLCUN L L= 881308
F) &L, BEPLEOMBEIIFFIEEEE Lz, AR, LU A VPIEEEIIY A YORGHEZE
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fh&EEsz

DESE

GLr

150 Unit: mm

Fig. 6.1 Schematic diagram of arc spot welded joint for the cross tension test.

Welding torch

/

<« Weld wire

| [ < Upper steel sheet

d Lower steel sheet

=() ~

Fig. 6.2 Experimental setup in this study.

Table 6.3 Arc spot welding conditions employed in this study

Welding equipment Fronius CMT
Sielding gas Ar-20%CO,
Wire extension 15mm
Feeding speed of wire| 4.2~7.2m/min
Pre flow time 0.5s

Arc time 1.5s

6.2.3 AEIO X RIIERERES LU BTEERE
HARIBRFR I Z 31T 2 NI DOTEER L a B 5720, RO X MR IEMHERR A 2 A E 5 1> 72, I
ZC, RPN 2 AT 2 T2 O AR o vl & 18 2 Wik % 5| iEBR O Rift: CTHIZL LT-.

6.24 rﬁ'?%ltlwié \*EOD/EUE
AR BN T Y o I — A S A 2 0E Lz, JEE BRSO T2 S 0.1mm Az

ffiEeE L,

HIEMEIX 1.96N, HIEE v F1X 0.5mm £721% 1mm & L7=.

6.2.5 +F5IRABRSEH
VERL U724 1ok U, SIS TH R E 10 mm/min CHI5ERER 2 5806 L 7-.
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6.2.6 RRyhBAEMSFOFMER

T =27 ARy NEFEASWIHET & ARy MNABSWIIETFOREZ kT 5720, 77 v MER 3V
t 3L 4Vt 1T ORIE) O SW ik FAER L7, 20 SWHkFIZx L, ASWlkF L, 7o
w7 — AW S 5546, CTS % L CHlsRRERE OMWHRANL & o 7o FEPE 2 37 L 7.

6.3 FEM fZ#T5t4

ASW kT IZEB W CTIRBEEEIZ IR CTS I KIFTHEZHMICT 5729, FEM(Finite Element
Method) it & Sk L7=. fEHTIC W2 +F5 [ iRRER T D€ 7 /L% Fig. 6.3 |Z"T. TOXIFREEZE
L, T ik 8RR O 4 5D 1 2FT L LT, %k 3 2B O & 04012 S0V 7ot
N A VEHE O TAICEA Lz, B OIS 1B L ERI k7. B2 (HAZ=Heat
Affected Zone)CIEHEEE OIS IR IBRIL, H 2[R —EIZIHIT 5 HAZ % HER & B OIS 10 )
TN ERMOBEIDHIZ—8T 5 L E L TRD7-. HAZ 1T Fig. 6.4 [IZR"T L D123 DI HIL,
ZOMEIX 0.6mm F721% 1.0mm & L7z, +FRIERBREHHT 720, ET7/MTBIT 5 — 2D
IFEM AR L, &9 —HFOmHBIZIIME S OB 2R Lz, TIZ W T, RO 3 DDA
BaZb S, DREREICHIT DEHEEBEOBELE W, 2REORES R, IREOELEL ;L. =
o 3EHOEFRE Fig. 6.4 1R T . T 2 THRE L IIMAEONRE B - EESEOH S L LTE
#IND. KitE T —RIZHBT D 3 EHOfE% Table 6.4 |27

Weld

B

Fig. 6.3 One quarter mesh model of cross tension specimen in planar view for FEM analysis
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L N
L-2R
i HAZ2
(Excess w¢ld decay)
R~
R y
| Base metal
(W
|
Weld thetal _

HAZ3

|
(Excess-weld decay)

HAZ1

Fig. 6.4 Geometoric definition and portion divisions to applicate material properties for cross section

of weld in FEM model.

Table 6.4 Weld models for FEM analysis

Cross section of wekl
Cas w R L
€ meshed forFEM model
(Unit: mm)
1(Base) 36 12 6
2 24 12 418
3 12 12 36
06 418
4 36
12 6
] 36
5 36
12 6
1) 36 12 36
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64 RBHERELVEE
6.4.1 BEMO X RIEBFRES LUBEEHRE

TREEER O X ARIEMIEMAFE % Fig. 6.5 (R . IBHERRORFE LIX/E d=5bmm O & & U A ¥ ik
O E Vw=4.2m/min T4 L, d=8mm O & =1L Vw=4.2m/min & 5.2m/min THAEL7=. ZOfE
REV,d=5mm T LB L2l T 570, IR RE 2 Vw 2 BIRTHILERNH L LN 2 5.
d B L Vw DIEETRICRIET 2% Fig, 6.6 (2~7. d 728 0mm £720X 3mm O L X, 284D
SRR D1 S i L SR FE Aa i & PRSI 381T 24 B OB & B O S SI1E Vw O
WML, —J, d2 5dmm F72/X 8mm DL &, £2THO Vw IZBWTHEESBIIHNE T mICE1#
L7, 72 Vw O3 2 SilAk B A O i 4 R EAARRE S S OINARIEL d=3mm O%6 X
D/h&Epodz. d=8mm O & & EREIHRO MR S ITIFE 0 LR o7z,

Lack of fusion

¥

(a) d=5mm, (b) d=8mm, (c) d=8mm,
Vw=4.2m/min Vw=4.2m/min Vw=5.2m/min

Fig. 6.5 Lack of fusion dedected by X-ray non-destructive inspection

Fig. 6.6 Effect of hole diameter and heat input (feeding speed of wire) on weld configuration

6.42 T—OARYNBEMRFERARYMNBIERFICHITE T Ih—REE S D LLEL
d=5mm, Vw=5.2m/min O & D ASW kT, BIOF 7 v M4/t DL XD SWHkFIZHKIT S
TRBEE X046 & Fig. 6.7 (2R 7. ASW IR WC, B R & RV Ol SIXITIERE E o 7.
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—J7, SWtFIZEWTE#EGRE S IIRME SO 1.4 FIC B Lz, Ay REFOE S 13 ASW ik
F & SWHFTIHERETH Y, MHRFOZOWMAOMIT~ LT A b ThHoTz, 15T, Wik
TORPERE, BERGHEELL EOMHAEE CHhEIShZ s bo LSS, —J7, ASW #Fo
BRI S8 SWkF LV IR T 265 RIE, mkF & b +HoRmiEAEE Tho7DEns, ASW
DREMEE M OIRAICE VI E RSNz E WA D, B BT ASW kT T EIC~1 F
A MEfAERL, SWHTTIIARY RERfE~AT U MifkE R L7, 20X 512 ASW kT
BOCIXRES R S KT CT& 5720, SWkFICK LIsE&ROMEZ M ETE 2R RH 5.

500
400
%
S 300
S
aQ
>
= 200
100 F--- O Arc welded joint with d of 5mm |
A Spot welded joint with
a nugget diameter of 4Vt
0

-4 -2 0 2 4 6 8 10

Distance from weld interface (mm)
Fig. 6.7 Distribution of hardness in weld

6.43 7—YRRYNBESEHE CTS DEFR

PR D7 d & R Vw 28 ASW kT CTS I K IFT 82 % Fig. 6.8 1T<3. [ O4HhL ASW
WTOGEN d %2, SWHKTFOHANT 7 > MEdn 2£7. d 2 3mm LLFOHE, CTS i Vw ©
WMo LS mE L7z, 2ok RIE, Fig. 6.6 1Rk L7z Vw BN HE S IR B IE R & Skm S
DEWRBEIME S b EEZ NS, —F, d=hmm D & & CTS ® Vw {EFEMEIEH <, CTS i34
TO Vw RS LHERAGEMEZ R Lz, ZHUE Vw BN HE © AR & R m S 02 b
NS, FREINOOENED Vw 123t L THHBIIRE o7z EHEHI SN D, d 2 8Smm D
EECTSIEVWIZH F VB INT, £/ CTSILAEFE LMH S =SBV T HIREE R L7z,
TOZEFVWREML TOLREEINZFO o7 LICERT I EEXLNS. Fig. 6.8121%
SW kT CTS &R LTW5. AXIE, ASW IZBWTHRIEICHE L7z d ° Vw ZiEIRITiE, ASW
WHFD CTS Z# SWHHkFDED 2 fFIZ EHTE 52 &2 RE LTS,
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Feeding speed of wire (m/min)

21 072 062 A52042
g 10 &
5
% @)
i AN\
: /d/ n
% 8 Strength of spot ‘
5 2 welded 101nts

0

0 2 4 6 8 10

Hole diameter or nugget diameter(mm)
Fig. 6.8 Dependence of joint strength on heat input and weld size

6.44 HFHEEEAELRBESIN CTS ITRIFTEE

d=5mm, Vw=5.2m/min ® ASW ##F, BILOF 7> MM dn=4y t ® SW fHEFIZ BT 2 5B T
% OEHEAETE 2 Fig. 6.9 12~ d. £72 ASW ik FOMMWrEAL 242K L7z 55 % Fig. 6.10 (2”7,
ASW #EFICBW T, MR E AR & AR v RO 2T 5 (GRS B & AR RIS Tebh
2 MW ECIEAR & 72 B)EE D HAZ TRA L, £ L QAR T 2 8 ORE i ~ERE Uiz, ik
FAME IS IEM AR 2~ L7e. — 07, Fig. 6.9 1R T X 512, SW EFIZ IV CThEEE I X SiHk E 4arm o
Ry RBRAEL, HAZ ZHIEHFFICHER L7z, SW Mk FORE ZREWrR(E 721377~ M0
THIEEEATDHZENMBNTND 35, Z0 SWkF LIAEEEIC, ASW fkFICIB VT CTS Z fklkr
PECHEPE L2 % Fig. 6.11 (279, 20X Fig. 6.8 1R L7izTF—# 2 L CIER L=, {HL,
BIE LD &> 2T L=, ASW fkT=D CTS TR A 6mm T THRAEZ R L, Zhai
R % &P LTz, fEWPEDS 3mm DMFTIE ASW fikF & SWikF D CTS IXIFIERE ThH 7. L
L, MWDK 4.6mm O L X, ASWtFTO CTSIZ SWtkFoOZEN LY bEm o7z, G, [A4
DOIEWIEE Celg L7=8%4, ASW kT CTS 1X SWHtFD CTS L RIEL EE o7,

PLEDOFER I Y ASW T D CTS DM DRI EL SN2 &R S vz, Fig. 6.11 IR
L7z & 512, CTS IEHEWH AR ARD & () SmmIKEZ R L, fFFIEL 2 OO 5 B4R S
PR TRET L=, 29 LEERERA2BZE L, ASWHET-0O CTS OXELN 7- & L TAERE SICERT
. BRIEORBEWRT D720, WERHOREZRELZOBIZ CTS 7l L7z, REBREICE
% CTS Ot % Fig. 6.12 12737, RERESLO CTS IHEHEEED CTS O¥IK F L7z, £ LT
TRWTERATIE, Wk FAETAY LB Td > 72 DIt L, S Lk CITEm M~ & 2 LT,
o> T, ASWHEF O CTS 1Tk L CIERES SNHEEREH 2o TVDHEWNWR L. REBREREL
T2k F O CTS 1ZRIZE O 2 A9 5 SW kT CTS L0 HRVMEZ /R L2, 24Uk, ASW kT
DOEESBE SN SWHFOME L0 RN LIZRD EEZ LS.
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Condition Cross section

Arc spot welded
d=5mm
Vw=5.2m/min

Spot welded
dn=4+t
E——
2m_m Frz; cture dial;leter

Fig. 6.9 Cross sections of weld for ASW and SW joints after the tensile test

Weld metal

ot

Lower sheet

05 mm

Fig.6.10 A typical fracture portion of arc spot welded joint (d=5mm, Vw=5.2m/min).
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Feeding speed of wire (m/min)
A <©72 062 Ab2 042

10
CTS of arc spot
welded joints

CTS,Cross tension strength (kN)
N

4
of spot
2 d joints
0
0 2 4 6 8 10
Fracture(plug) diameter(mm)
Not ground Ground

Before 3
tensile
test
After
tensile
test

CTS(kN)

8
6
4
2
0

RN R N

As-wellled specim2ns G3ound spectinens

Fig. 6.12 Comparison of CTS of specimens as-welded with that of specimens with ground excess weld decay (Vy
of 5.2m/min and d of Smm. Upper photographs are cross sections before and after the tensile test of ASW joints
as-welded or ground)
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6.5 FEM fRITHEREBE

FIHRCHIE DR F N TR IEERIE T 5 556, ARG YN e BIED 2 T4 7V 7 & LTH
WHILD O F 72 ASW HET O BN IFEMERL i 2R L7z, 5o TAREICE VT b ep OEZ G 5.
FIRRRBRIC TRSZEMO L L, & ODRKE(Ee mad KT H1EE CTSIFEFT 5 EEZ NS,

651 BELBREEWN e , [CRIFTEE

SIHEZEAI A Bmm O & X, EHESRR W 23K 212 o0 THIBERIE AR > PO ep max A3
T 5 HEHR % Fig. 6.13(@)~(@)I2/~T. W S ep DI KIEIZ RIETHEEZ AL NNCT 5720, W & epmax
ORAfRZ EARENT Lz, 550 7-B%% Fig. 6.13 (DIZRd. W23 Imm 0195 & ep max 2% 0.033
B>+ DAER A G2, R CHER L 7= BE P E(Fig. 6.13 (@)% Fig. 6.10 (27~ L 7= RO MR sAL &
—H L7z, STSWHFRIZRBWTT Yy MREMAIE S & CTS 1M B3 %, ZoBbsa#H
EOPLRIZE DISTEDIKT, b LIS HERE DK T EBZ 6N TS, ASW fFIzBn
THEBERZENEDN, CTS M EL-bD LSS,

652 REESRMNe | [TRIFTEE

BIIEZENLAS bmm D & &, REE S R ORIV ERE R > RITEED epmax 23508003 5 5 5
% Fig. 6.14(@)~(@)IZ/" 7. Fig. 6. 14T EREIFZITo 728 R, RS 1mm BT 25 & epmax
201192 Z Lo Tz. Fig. 6.12 1R Lz X D1, B E FOMKTO CTS ITRERE/K O
CTS (T L 2 (5RE CThH o7z, ZORFIL, REDOFHEIZE Y epmax MEIRE V72 Z & A HH &5
2 b5, ZOREOHEIT Fig. 6.14 (a) & Fig. 6.15@)DHEICE N THRBESH TS, 2D KD
2, ATRER DO bREEm S RIZCTS M L2 ECEERERIZR T LN D.

653 RBEFZELN: , ITRIFTEE

Fig. 6.15 [Z/” 9 X 912, REEER L ISR EQR AR > RO ep max (TR EE L. FEKIZ L
& ep max D PR Z ERRENF L7 k53R % Fig. 6.15(ICR . L2 Imm 135 & ep max 53 0.030 J8
THZENyo T, L OISR ERE « A2 REEOREOHEMZ BEWRT 5. 2 OWREHEINC
Lo TRy RiEBOEEZNROICHD TE & Bbid.

ULl 83 20%%, W, RELTLIZHT D epmax DIRAFEA IR~ ERENF O R Z T 5
LTk, EOBEED epmax (TR LI BB L0V S . BRTE LN EEROE X TN,
W 73-0.033, R 73-0.11 = LT L 23-0.030 THo7=. - T, BEE S R D epmax (IR Ui b ZEN
KT Tl D LRt b,
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(a) W=1.2mm, R=1.2mm, L=3.6mm (Case3)

(b) W=2.4mm, R=1.2mm, L=4.8mm (Case2)

(c) W=3.6mm, R=1.2mm, L=6.0mm (Casel)

0.2
[=9
£ 015
g ol Q_
Z —
Z o5 | 0.0325x+0.1525 O~ 5
R?=0.9223
0
0 1 2 3 4

Diameter of weld metal, W (mm)

(d) Dependence of maximum e, on W

Fig. 6.13 Dependence of g, distribution in weld on diameterof weld metal, W, for each analysis case (a, b and c) and

change of maximum ¢, with increase of W (d) at displacement of Smm.
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(a) W=3.6mm, R=0mm and 1.2mm,
L=3.6mm and 6.0mm (Case5)

(b) W=3.6mm, R=0.6mm and 1.2mm,
L=4.8mm and 6.0mm (Case4)

(¢) W=3.6mm, R=1.2mm, L=6.0mm (Casel)

o
to

0.15

i i
Ox+0.1828 | T~

v | o

0 02 04 06 08 1 1.2 14
Height of excess weld decay, R (mm)

Maximum € p
(=]
=

0.05
0

(d) Dependence of maximum e, on R
Fig. 6.14 Dependence of g, distribution in weld on height of excess weld decay, R, for each analysis case (a, b and c)

and change of maximum ¢, with increase of R (d) at displacement of Smm.
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(a) W=3.6mm, R=1.2mm, L=3.6mm (Case6)

(b) W=3.6mm, R=1.2mm, L=6.0mm (Casel)

0.2

Maximum € p
S
o =
—_ W

0.05

Width of excess weld decay, L (mm)
(c) Dependence of maximum ep on L

Fig. 6.15 Dependence of ¢, distribution in weld on width of excess weld decay, L, for each analysis case (a and b)

and change of maximum ¢, with increase of L (c) at displacement of Smm.
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6.6 fEim

AWFFETIE, HE 1.2mm D 980 MPa #hliltk & EAE 1.2mm 0 490 MPa kO EHAE E FVy, Ak
FO CTS WFEXINNT —7 ARy MNEEEZ G L. £ L TROFBREH-.

(1) ASWHkF D CTSITIEESAMI)E U T 2kN 205 10kN £ TZAL L72. ik CTS i3 d 28 5mm,
Vw 2 6.2m/min O & &5 7%,

(2)  WEWTEEA Smm FRJE DTl 95 &, ASW kT CTS % 9kN, SW kT CTS 728 5.5kN
ThHol-.

(3) d=5mm, Vw=5.2m/min ® & %, ASW kT CTS IZREDOHIBRIC & > T E £ D 8kN »
54N ITIE F L72. - T, ASW DA, ABOMENEETH 5.

(4) FEM T LD, ASW HETD ep max DIEHESB ORGSR ER W, RERI R, REHE
BINCHEBISND Z LIVRBENTZ. epmax© LT CTS ITxF Ui b XA ZEEIL R TH D & HEH
e,

SE MR

1) A. Satoh: Koukyodokouhan no mondaiten to sonotaioh, Journal of the JSTP, Vol. 46(2005), No. 534, pp.
548-551 (in Japanese).

2) G. Clare: Welding advanced high-strength steel is pushing welding technology, Penton’s Weld Mag, Vol. 81,
No. 3, pp. 14-16, 18.

3) H. Oikawa, G. Murayama, S. Hiwatashi and K. Matsuyama: RESISTANCE SPOT WELDABILITY OF
HIGH STRENGTH STEEL FOR AUTOMOBILES AND THE QUALITY ASSURANCE OF JOINTS,
Welding in the World, Vol. 51(2007), No. 3/4, pp. 7-18.

4) T. Herai and Y. Takahashi: RESISTANCE SPOT WELDING OF HIGH STRENGTH STEEL SHEETS,
IIW Doc. 111-612-79.

5) M. Kabasawa, Y. Funakawa, K. Ogawa and M Tamura: Estimation of Tensile Shear Strength of Spot
Welded Joint of Steel Sheets, Quarterly Journal of the Japan Welding Society, Vol. 14(1996), No. 4, pp.
754-761.

6) E. Nakayama, K. Okamura, M. Miyahara, M. Yoshida, K. Furui and H. Fujimoto: Prediction of Strength of
Spot-Welded Joints by Measurements of Local Mechanical Properties, SAE 2003-01-2830.
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11 #E

AT EE % COFf 2 OYSHEE T ORGSR E) L 3RS MEIC O W TS L CE 72, ZOREE, IR0 )3k
FORECHEEIEZ LHLT D LV o, BRI LT W R 21572, L LIEEB SR OARE
EYEZ DI, RFTOEEEEZRET S 2 & &, fEdhi AL T E DA AMETI & 72> TV D)
FWOMNCT I ERUETHD. NS EPIRIC TEIE, BT L RS 2FERSMNY, =
MUTES R R A RRETE 5 L B2 bh5.

FZTARETI, Blé LTARy MK TEOME S 2 U505 2 L2 BN E L, BHEAR
(F#y RESEEN S U7 /NEER 2 WV =S T332 1772 ). o T, SR
BABlET 5 L L biC, EBSD #5312 K o T & AMERERRE L ARk OBtk ARG L7, Siikpkisr D2
LT 2728, H3ELE A ETHHEA LT, CRP 22k W7 8ih & R L=,

12 EBAEBLUMBITAZE

7.2.1 {#ESH

FRBRICHE L7281, 2Mn-0.0181 Z 5 AKHK & LT C &B LU P B4 2 b7 3 FEE DM T
5. HNUIEZEERFC 50kg TOAERL 2%, BYER L OWHIEIC L > TRE 1.6mm (Zfh i
72 METFVERUH I IESRK 2 50mm X 50mm D W KW L7z, Z 2 OB 2 JF PN IEFE A
900 CD~ v 7RI b 7pfRFE LT, D%, bRV L, EbICgMo R L FRITEZGA
BEEANTZ. AR Ok K O RFE % Table 7.1 (2773, 50CP $l05[5EHR & (TS)728 C
EOENARND, ZHUTREBR A D EEBIRENCHE L2720 TH 5.

Table 7.1 Mechanical properties and chemical compositions
of steels used in this study.

Tensile

Thickness C Si Mn P S
Steel (mm) strength (mass%)
(MPa)
20C 1.6 1481 021 0007 204 <0002 0.001
20CP 1.6 1421 021 0007 203 0.031 0.001
50CP 1.6 1062* 051 0007 202 0.033  0.001

* Material broke in elastic range during tensile test.

122 BEEHSIUHRA

AT FLH L 72 50mm X 50mm O 2 #z Ed b, HERFHohkae ARy MNEBELZ. T
7 NOBERD 5t IFHRORE) L 72D KD, ARy MNEBESHAMEI L ICRELZ. 2ok
X OIRPESRNT % Table. 7.2 (2R, WEEICIXEFRNERT, = 7E - EERO AR~ A% GE
JRE I %% 50Hz) & V7=,

VERLL 72/ ko4 > R L ¥, Fig. 7.1 12787 Wimm X L2.6mm X t0.5mm ¢ = sl i 305k
ZOVH L7z, TOEZ Y VBKERE AW CRESZBRE LTSy FOfLEEFE L BT, 75
> MFRCR Y R)ONMLEA Wimm OF L2 b7 X oilAiz. = L CGRB T OF i 2= A U
—fE, TAITHAT, ZFLTCarA XLy ) BEIEICHWTEEMEL, REEHRT0.1~0.3mm
L L7z, FEBEORBAREOGEE Fig. 7.2 (2R 7 . ROENICIZMAZZH N A on508, =
AUTY— ML —Ta U EEEND, EERZICAECIRBORMTH S, — e —a ik
ST A NICIE T 25 A L L2WEER S 72, Fig. 7.20)ICXAWHRO L DR A 5,
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INRREBHER CTH D, ZOMEBILEE LIz ZAIZant Ry REMES S 7 ROF5) 0
HY, IHIZEDERIZT Ty MRILET S.

Table. 7.2 Welding conditions

Stationary, DC inverter—controlled
Welding equipment (frequency 50Hz)

and air pressure

Cr-Cu, dome radius type, ® 16mm
tip shape: ® 8mm and R40mm
Electrode force (kN) 3.92(20C and 20CP), 4.9(50CP)
Nugget diameter (mm) |6.3(54 t, t is sheet thickness)
Current (kA) 7.6(20C), 7.4(20CP), 7.9(50CP)

Holding time (cycles) 10 (all steels)

Electrode

-:

1l

1.0
~0.5

t0.1~0.3

| 26 J

Fig. 7.1 Schematic diagram of specimen for three-point
bending cut from spot welded joint.

(a) SEM photograph (b) CCD photograph
Fig. 7.2 Photograph of specimen surface before three-point bending.
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723 =REnlFEER
SRR T — 2 2N L T/ MR E & T AR E OSMBLE Fig. 7.8 1R
T ZOAMEEIC S RHTIER YOS L TERREZT o7, AMEEOHERREITIILN THDH. KA

faf 2 & (X 50nm/pulse THIFIFRETH U, SF VHABRIIENFHIH TIT-72. Fig. 74177 L 91,
HE L OREIE 2mm & L.

Fig.7. 3 Loading apparatus for three-point bending of miniature specimen.
| 2 |

Fig. 7.4 Three-point bending test

724 EFRERDEHE

Fig. 7.5 (-3 #EE%E USB v 1 7 1 2 a—7 (IaE&H#,SH200PC — 4R, ~x1700) % V>, = ZH
HZ s LN B AZ AN L, BB A TG LA S, TR 100~200 u m #EET 5 F
CEENL & Aff LTz,

7.2.5 EBSD HIFE
HAERETI X OGRER% 12 EBSD JHIE A Fhii L, f“ﬂtffﬁfﬁ-'rﬁkéz TELERRB IO W TS L7Z. SEM #
22213 A AE T8 JEOL - 6500F % VY, EBSD JIEIZ1E TSL MSC 2200 % 7~
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Fig. 7.5 CCD microscope.

13 ERERBIUBER
731 ZHBITFHRICBTAEMAERE

S HTRBR 2B 1T DAL & R OBRE A Fig. 7.6 ISR Y. WO T & 525N THEAROME
ENEAE L7z, 20C S CIIfrE 130 m FEE T, 20CP i ClEfmE 70 u m F2E T, % L CTiX 50CP
T 20 ¢ m FREE CTEFROME & 2380 LTz

200 100 25
180
160

140

Z120

® 100
(o]

2 80
60
40

20 | &

Load(N)
Load(N)

0 50 100 150 2( 0 50 100 150 2
displacement(um) displacement(um) displacement(um)

(a) 20C (b) 20CP (c) 50CP
Fig. 7.6 Relationship between displacement and load obtained in three-point bending test.
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132 FREROHBEER

20C D> = ZdE R 8 2 BIER L7 % Fig. 7.7 \ORT. MFORENIREA TS & [EREHROBE R %
#zT. FMRIIBR L ZEOT Sy MEEEZR LTS, REOMMNE LT, MR 2 5 IR ahi e
DI OMNZEE L TV, ZOMNEEZBBIEOFT7 y ML fllr L7z, Fig. 7.7(R 247
86um DL XEHIA~D X ZHER A M TX 5. FZEMTOOTHENIC X 2\ T
V. Fig. 7.7 DZENL 116 um O & &, XN FZF v MmlZBIZE L2 E2VH5. ODOZEAL 128 um
DR, =243 2 B (F85ER LTS K2R 508, REIHRT 2 X 5 ICEKHTAM A
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TS B2 TWB)., ZOH IO ZZ5mn 6 45° FBEMEW-Z ENH 5. $#E-T, 74 v b
U TCIXEEEE AW ETENE Z 572 b D 2 W2 5. AN 1320 m VL EE 220 F 47y FINA~T AW
TE DL R T D I2o0, REOMIAEIK Lz, Fig. 7.6@ICRLIZX 918, 2% 1304 m

DL EMBROMEEZ DB LD, T T 7y FNA~OBEAEEOEITICE > Thb iz &&E
b5,

(b) 54um

(d) 100um (0 128um

0.5mm

0.1lmm

(g) 132um (h) 148um

Fig. 7.7 Crack propagation with increase of displacement in three-point bending for 20C steel.
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WIZ 20CP $ > & S R 2R 8 2 152 U /-5 R % Fig. 7.8 (277, Fig. 7.8(I /R T2 66 um D &
X, JEHERRASZ AR U7, S ZERICHE O REOMMBEAENRD 5D, Fig. 7.8(A)DZENL 70 u
m®DEE, AN Ty MHICEE L. (@D 78 um LIE, &L 2 RITH i, EOH I
W D & 205100706 45° FEEEMERI L 7=, 55T, 20C 8 & FERICT 7 > N TRk (e A BN Z A
o bDEBEZXBND. Ty NSO WA OMATIC K- THFEREO M2 %4 L. Fig.
760N R LT L SIS, B3 T0pm O & SO E NEM LR, b7y MN~OF A
W OEITICRR LI EB b5,

0.5mm

o= = W oL A

(8) 90um (h) 99um
Fig. 7.8 Crack propagation with increase of displacement in three-point bending for 20CP steel.
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50CP > & Stk et s 2 8152 L 7= % Fig. 7.9 127, Fig. 7.9 T2 26 um D & X JE
PRI~ X ZUERNBLA LT, &80 “C“@U\?“‘%i%tlj 2 K DV TV, Fig. 7. 9(g)0)
L35 um DL, ZHNTFTy MEICELE., OOZEM 44um D& X, ZRABTF Y FHIZ
WCHERE L, 200 m FRJEHEA CTEIE L=, Fig. 7.6(IR L2 X 912, B2 20 u m ’CEHHH’*?@@?{‘
DAL Uz, 207 20 w m F2EE D Fig. 7.9(0)(c) 7> 5 13 BI T & 22V Ge W EBEER D43 BN 38 L T
TR BEMEN H 5. Fig. 7.6(0)% 5 EMENENMN 44pum O L EEZB LN, ZUIT7y PR~ X
SHERICER LB 2 DND.

(d) 26um

(2) 35um (h) 42um (i) 44pum

0.5mm

Fig. 7.9 Crack propagation with increase of displacement in three-point bending for S0CP steel.
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7.3.3 EBSD fRifTf& R

20C $H0> = 5t F BT #% © EBSD T 247 o 7=, BB OLME T, 176 0 m £ CARM L%
Brfif L C EBSD #2217~ 72. #REBRATOT 7 > Mo SEM G E % Fig. 7.10(@)I2779. %72 EBSD
FEHTIC & 0 1 B3R ERET O IPF <~ 7 % Fig. 7.10(b)IZ 7. f 4 OfE S AP REICBIZE T RETh 5.
B D B O LRI ARIEER I L ORISR THE RV 2 b2 S HlE R LBz ~ L
—ALELDOThS. RBEOT S v Mt CCD 5% Fig. 7.11()I, SEM G54 Fig. 7.11(b)
(TR, 73 CCD FELTRIR T il | BE/AHE Th 573, SEM <> EBSD OB AIZHBR 264
SETHER - T LB Th 5. Fig. 7110V LY, F7 v FAOREITEAMZER CMATEY,
TR LTRCHIER O £V D . EBSD fRATIC & 0 5 5 7Bk o IPF ~ » 7% Fig. 7.11(0)
(R SRDVER LIRS, B X UOREOMMA K E W AR L7k EBSD fi#hr T&
TV, ZOMT CE TV RWEIREZ D & 5 ICmT AT MEORERBFEL TWD. - T,
JEBEH O & SHERSCT Sy FNORABERIZZ N OREMERMI L Lo ICRI o722 5. BB
IPF < v 7 O KRS AT CRIET 2 fidh AL AT oA b OT 1y ZIZIET 5 L
E)aFET.

RIC 20CP SHORE R AR <D, HBREOLMETIE, 99 m F CARM L 72K L C EBSD 812
EiTot. WBRATOT 4 v Mo SEM F#% Fig. 7.121r3. EBSD fAFIC & 0 4 b7 st
Hio IPF ~ » 7% Fig. 7120053 #Brik0F 7 > Mo CCD 5 2% Fig. 7.18()IC, SEM %
H% Fig. 7.130IZRT. Fig. 7.13b) LV, 77y FHOREIEAMEE THATEY, &N
J& L7ZiRCIE7e\0 2 & 2V % EBSD AT & Y i b i ikl o IPF ~ » 7% Fig. 7.13(1TR 7.
EABSERE L2 BRI O R & WA L7z tEiiE EBSD T T& Tl Z O T
X TOVARVEEB AT £ 5 ICE T A2 MLORSENFEE L TEY, fto TEBERO X 2R 5
v FROEABEGIZZNOREREMY D L IR I ~7c v a s,

50CP SDFERIZHONTEND . RRE ORI T, 44 m FTAMEICERT LT EBSD #1%2
1Totz. BEATOT 7 v Mo SEM G H % Fig. 7.14()(27~7. EBSD #7120 15 5 7= sBRA(
O IPF ~ v 7% Fig. 7140\ 7T . RERE O T > Mo CCD GH 4% Fig. 7.15(a)l2, SEM 5.5
% Fig. 7.15(b)127~9". EBSD fi#tric L 0 55 7-i#kBrtk o IPF ~ » 7% Fig. 7.15(2R7. &N
e U7 JEBEIE EBSD fBHT T& T V. ZOMHTTE TOARWEERZ B L 9 ISE T A8 K
OFERPFEL TRV, o THEEHOSHERIIZNOHMMEZRUID LI o780 R D,
Erz, TH Y FATIRESC I > TE PR L2 2 L3 5. ZORFULIAA— AT F A b (y kL
REBZBNDLN, 0y RAOKALFERIZHA TV, F4ETORLEZE I, 77y FPREOZ
FOERICE L TiE, P ORITAEZELRERZRIZL TN D 349, 5% S LITHTERE & eR T OB
BEWRKICT D210k T, Hy BROMIELA I = XL ONWTHRET HMENH S .
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(b) SEM photograph

. SRL : N z s o .‘! .
(a) SEM photograph (b) IPF map (c) IPF map
Fig. 7.10 Analysis result of nugget edge for Fig. 7.11 Analysis result of nugget edge for 20C steel
20C steel before loading. after loading.
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20

(a) SEM photograph (b) IPF map (a) SEM photograph ~ (b) IPF map

Fig. 7.12 Analysis result of nugget edge for Fig. 7.13 Analysis result of nugget edge for 20C steel
20C steel before loading. after loading.
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734 JEE L FHMFRELDLR

I TR ERITRBROMREEZ N, WXLV EEZRE TS 2.

:E (1)

b

ZIZTAE, MEEZRBRA OREL TR UTCBEAMER YT OfFEE L, TREEMTHES LIZETH
5. IXYVHAV MRS THD. MFREICHET D OIEES OB T2 < 5y Mo
BEEIEE B2 DD, (- T, 77y M CTEAMERNRE RA, 5037y FNICE &
R LIRS COfEZ L ERL, kT 5. 7ok, HAMEEC & 2RO Fig. 7.7~7.9
R LT EENGH M L, Lk FiRE2 2o TR L7ZX2N Fig. 716 TH 5. KL, "o
IR L F R m B L2 2 &R0 5. 8 4 FIZBWT, L FEF OO 23 11
T4y MmO TRE (G D WITAEEEINE & KRB L 5 DINCKELEND E DB X Zik~T. 757w MaD)*
& LB ICHBENR R LN &V ZEIXZ0EX ZLXFHT LR L VRS, K2 50CP #iio L
FHEFD L 51T 4 > M CHEEE R A B L2 S CIRIE R R BRI £ 2581, FmE &)
OMBERENEEZ BN, 20C HO LFFFICBWTIE, 77 > M COMBERNRG L% D
FESHEMLTERY, MRPRRMEN OATITRE DL RN L 2R LTS, E> CTHEEDOR
CiEREE), T L CRAMEZIRETHIERNICOVWTHEARLIEZNNETHS. ZhixEIATENT
L FHEF OB TR AREIC 72 5 & b b.

BAEIR LI L OIE, 20CP D L FFIZRBWT, [EESCRAE LIS /WNT 7 > FINICHERE
L7=Dizxt L, Fig. 7.8 1R Lz Z TRy Cld 7y N THEABMER SR Z o7, [0
B2 A3 WA DT 7y MaARRRRE D AR 22T 5126 Eb T, EPRIIMHELZ. =
OFRERITEE UTHREBRA YA X, AN MME R E (S RS ), FE S OMHEIC L > Th7e b S
NN, - T, AT BRA ORAEZZ(SE, EDL I B LOMEOZE
T 20 a7 T2 Z EMUETHDHEBZZDIND. ZORIZOVWTHASEOFREE Lov.

J

@
o

w
O

20C

N
o

o
@

20CP

o
b‘l—&

@)
50CP

Maximum load of L—type joint (kN)
N

o

0 0.02 0.04 0.06 0.08
J* (J/mm2)

Fig. 7.16 Comparison between J* obtained in
three-point bending and maximum load of L-type
joint for each steel.
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ARy NEERTFOBIERXE 2 02T 5720, 77y MmlEfEd bV = S il T35 A 2 81
L, BERETO X MERETH 28215 & & b, EBSD B8 L - T, 2t RRKE e L.
ZORER, ROMENMELNT.

(1) =2, RS L OEBERO G2 W e N 5T 7y MinE Tl L7ctk, 2 BICoBEL
THAMERT 2568 L, 77y NNICERT 255820,

(2)  JEBER D OWIH &SGR, BT A b EORE R E R o TV D 2 & o D RIPNATEE & f)
Wrsiviz., 57y FNO X SHERERIZIH v FiUTIh o 7o S HEE ST

B) ZRHT OB RN OB LTSy MEOMEEE OB L SR E M3 5
BItRME BTz,

ZE X

1) H. Kimura, H. Hohjo, H. Makino, M. Takahara, “Fatigue damage analysis of metal surface by
in-situ microscopic observation”, Proceedings of the 30th Symposium on Fatigue, pp. 10-14 (2010),
The Society of Materials Science, Japan.

2) M. Shiratori, T. Miyoshi and H. Matsushita, ZEREE 115, FEHHRMEEA1E(1980), 138

3) H. Hamatani, F. Watanabe, Y. Miyazaki, T. Tanaka, J.Maki, H. Oikawa and T. Nose :
Characterization of cross tension strength in resistance spot welding ultrahigh strength steel
sheets, Preprints of the National Meeting of JWS, No. 89 (2011), 44.

4) K. Taniguchi, Y. Okita, T. Sadasue, S.Igi, R.Ikeda and S. Endo : Development of resistance
spot welding with pulsed current pattern for high strength steel sheets, Preprints of the National
Meeting of JWS, No. 89 (2011), 4.

5) M. Yamaguchi : First Principles Calculations of the Grain-Boundary Cohesive Energy -
Embrittling or Strengthening Effect of Solute Segregation in a bec FeX3(111) Grain Boundary-,
J. Japan Inst. Metals, Vol. 72, No. 9 (2008), 657.
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2 BHD T BE CKMEEMTOMERMEICONWTEIEEBR G OB DB L. ZOHT,
BRI EE D RS TF OIREERPEIC R S D 2 L3 hno 7o AKREETILA TR T 0O 3R B Re i 2
ML, OB REREF 22 2 & T, It F oM rm Efagt A E <.

8.2 ARyMBEMFORERFE

3FNG 5 EHE T 3D ANy MNEHKT OMEERMEZ MG L7z, 2 2 Clesd THIBRIREE I K O
TR TIRE I KIET IR A Fig. 8.1 11T, ICIX, ARSI TV DGR & 558 AW
E(TSS)E L T8 EM S (CTS) DR Mgz, L F5lEMSLT)D L~ bR L TWn5. TSS
XBARRRIE O b FAPEOEEIME T 2o~ okt L, CTS 38 X O LTS X8R E O LEF- 1ok afn L
KFT5.

DX D IMENEIREIRT O, ZFOEBEERED - FEM BBV OFE R %2 k4 5. s
R, BRE2S 1.6mm @ 1500 MPa #%, 777" > MR 5Y tt IZHE=1.6mm) Th 5. TSR OFEH
X3 EBLON4 EEABREINTZV. FESEERBROMHTIC OV T b TR A M 7 2SOk
F LRSI E Lz, WRICRT 3FEOMKF OIS 73X, RFTOM YIS0 )53 8 L% 1600 MPa
EBRIZFEE OB THD.

if%%ﬁ&ﬁﬁ%@%ﬁ@ﬁﬁ“ﬁ%mg82@~Mﬂﬁﬁ‘:@%%Ti PN At
DOEFRIZE N 0 e DM LTWD. —J7, 757y MEEQmIZH > T ARTEE S8 250677555 (© xy)
T Ty FNEZBERBEIC ofr“< FHLTWDLZEH 0D, ZRODRRIY, WESIT T
NGEPES RO BEREICIR S 7o # 3 IC e D EHEN SN D, EEIL, 3ETRLIELIIE, T4y b
&5It®%éi%%®ﬁMﬁt_ot.%Eyk%%é%ﬁ%ﬁb,%%@EW%Emﬁmwof
AT D AMIE MR T3 AUE Ty MRS CHRE T ISR 5 b o L b, EECHS
v MEOIELRKIZ K - THEES BT AWIRE )57 > Nt O ER 325 2 EAH b T
5. TFEIIRMETFR KO L FElREF OIS 104 & i Fig. 8.2 (), Fig. 8.2 (@R

0 e —————T
[| Sheet thickness: 1.6mm H . 0 5 ] i
H Nugget diameter: 6.7mm 1 : - _/ﬁﬁ‘
28§ [———""" o g ______ Tensﬂe shear......]
_ 2 o 8 strength{'!’SS)
% 20 5 g8 a ' 5
E o g % ]
o 15 oty z e n B
€1 PN
i . Y o
@@ 10 _rﬁ ]
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N -
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TS (MPa)

Fig. 8.1 Effect of base steel strength on TSS, CTS and LTS of joints
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(b) Side view of o e distribution for tensile shear

Ine: 13
s st Tirme: 2500e-001
D 1207
8996.1
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-480.
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(c) Planar view of t xy distribution for tensile shear (d) Side view of t xy distribution for tensile shear
Ine: 21
Time: I 500w-001
D 06
18144
168128
4Nz
12068
1008
BO6.4
BO4 B
4032
018
L]
(e) Planar view of o ¢ distribution for cross tension (f) Side view of o e distribution for cross tension
S 00e-002
174
14830
1278
1064
12E
(g) Planar view of o e distribution for L-type tension (h) Side view of o e distribution for L-type tension

Fig. 8.2 Comparison of stress distribution among three types of joints in case that base material strength is
1470MPa (steel 20C) and nugget diameter is 5v t (t is sheet thickness: 1.6mm).
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Fig. 8.3 Comparison of equivalent stress o . among three types of joints in case that base material
strength is 1470MPa (steel 20C) and nugget diameter is 5v t (t is sheet thickness: 1.6mm).
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*1: Weld metal, *2: Base metal
Fig. 8.4 Relationship between joint type and fracture mode in spot welding.
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Table 8.1 Methods to enhance joint strength

Factor Methods

Load reduction around *Increase of weld metal size
weld metal edge

(common for each welding method)

* Optimization in position of weld

(common for each welding method)

= Structure design in which shear stress is added on weld

Improvement in toughness | *Post heat (for spot welding )

of weld metal = Appropriate mixture of welding consumable to weld metal

(for arc welding)
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