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1.1 BEBEOEAEELOER

BRBEIRIRAL A~ OIS0 EEMES R AP CEEDF, CO, L DIRBEL AT ADOPEHEORK) 2 E
05 B EEEA~OERITETETELSZL TOA. BT, CO, HEHEOMICE
T ok 2 e BRI H E SV TRY, ZROOHHlZ 7V T 352N EELHE /> TS, CO,
PR BZHIR T 2720 3B OB EBVLBEARF K ThD. R Eojh, =iy -BRER
DR b, ATV FERLE S H B HEOERENED LN TS, Fiz, Fig. 1.1ITRT X
INCHARE BRI TR E R EL JIET IR TS V. Bk EREZ 100 kg BE(LT5
& BREITR 1 kny/l W] B35, 27280 BRI BAK 1T A BB A— A &4 2L E O B B B AR AR
JAD—2Llpo TG, BREE E LA ZER T2 FEO— 2L TRk I8k O 2365, HE)
HCIIERITH TR ML RO DILTZ0, Eik ik A AR E A& 2 52 & THEZERF O
T A A L 7o SR 7 R 2 S BLL D0, i OREE FIF 228 CHKRE(LAZ KB T 528
WCTED. ZOIHREFOLE, ZNE TR~ e m iR ISR B RS C& T

1.2 BBEICAVLLIIERAMROEHH

Fig. 1.2 1ZH BB HMEZ 5 ERSLMOTEALIZLOTHS 2. HEVE MR ITEE % 2%
RICT VAR S TRk i 72 5728, FRICENTZBIEME GRIED 1 S E L TH Y Z2RF il
oD, BEILOBLENOITEIBEALH RO ONDD, —MRITHINEL TR EE RIS T2 %F
WTHD., ZOT, FIHREEL L TR A 8BS S T 7z Y. f21F, DP(Dual Phase)
W Z Acl~Ac3 WEDRITIMEAL, BT 2Z8I2EVT7 =T A e~ VT A DB G
fkEL72b DT, —MIZIEL5 1 HRIRE D 590 MPa LA E OS2 LES LTS, DP Sl X REIR EEAME

Pk L) Ao EAE ERERZMEE1015E—F)
oy | |
375 1 ! 1 I
a5 1 L] o MTE
225 ° o ATE
30 1 Po e CVTE
275 ° o NATYURE
(-] .
Q L] — () )£ (5 3648
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Fig.1.1 Relationship between car weight and funnel consumption”).
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Fig. 1.2 Relationship between tensile strength and elongation of steel sheets for automobile?.

<l

Hlank Ausbenitization Transfor  Forming and
quenching

Fig. 1.3 Hot stamping processz).

HRFE L @M OV FEdadi 2 72 R & 72> Cu D, TRIP(Transformation induced plasticity)$if® #2
ARSI O —FETHY, A Acl~Ac3 IREDRITINEL, mHEEZHIE T 5Lz knid
EEND. MHIR EOREREA —AT T A AR TG L ESE, A —AT A
ZE Y% ~20 %REERBESE-HLOTHY, 590 MPa kLl EOHIRARESN TG, A —AT )
AR TACRVEE R~ VT o P AMIERBRT 2N LIHEERERIZIY, BROEFRHESNT,
n fH3 &L, RERBODHELND.

AR, SR DMER Lo 2db 5 @ HIE L TRy b RZ L TR 0305, ARy hAZ LTI
k&2 I B0, TIENLIFERAM T VR, XAV F, FMH5HI1F22MnBS, R4, PHS
(Press hardened steel) 72 & EFERRSIL TS, IRy hAZ L 7 LITR TIED T2 DI AT aRih S
A8 A Fig. 1.3 (T3 IOTINEF 728 TRI900 COA—AT A MUIREEITIMEAL T, Kim
SN TRIBLRIRFIZRm L, vV T o A MERBSEHZ L TIF I EIRER T L A LA
ST TIETHDY. Ry hAZ T TRETHE, BEANEOFIIRIRE 231500 MPafklZ /e 5191
R RCA B TREDRIES R VSN TWS. £, BT T 1800 MPafkd i 451>
5%, IRy AT TR CTIXEIR CERAT — VNV ER T 5720, FEDS>EHIR TIETav b7 T AN
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(CE DA — VBN ERES TS, FT, T ay b7 FAMNSREAR S ROL LZT IR
DR SAVTAR Y PRS- T HIE BRFES AL TN D, ARy bR 7 TIEE, SO FREE )
R ODBRENWEIR TR T 5720, @R IEROmE 7L ZATITEE LW IR THRE TED
Zel, ATV TRy I BAETIZOD T O SHER EE DS SO E WD Ay b 3H 5. Bifi, 185 D
M7 VAL AEFEEMERNZ &, BV TR B2 Z LI L Da AR DR 85

Fig. 1.4 13 AR IT WS TODHIIR D 5 [BRIRS D7V —R Ol R 3. fiebiRE DMK
W HRIRE 23270 MPatk DML EIEMEA RO BIVEAR DR LI D AR SRV T UL, L—T %
IZHWHI TV, 2, BIURLTWRWRRT 7T DX —, IR Ry N T H—T2 E DA E O ZEW)
I, EAABIE TRROBENT TRRARTRE A _EF-3725340 MPaihk o FLlg BRI 0 & 58 T i 3
AW TWD. ZHEDOEETIARIED.0 mmATH Chod. £, FRELTWEIKRD R4
72 & PSR PERE DS L B TR AL I LG 6D > X 2SI S AV SR 23 F S QD MBS CITvA TR
T gD > ZHH (GID > ZHH) 2SN HINDZEN L, EN TIIIAB LN D - X Sk 2 AL
Loxfga et Uiz, e biEpiiene > ZHR (GAD > E i) HW BTV,

HROE ELLE L MO M B2 B, SR DS E IR I HONLI T\, £
TNTF 2O ISR ISR O EIFIEINL, L —RE EH LTS, 1990F %
o, EAE R D 213440 MPatk O CTho7-23, ITHI1E590 MPatk LA 1o &5k 7 S >
N2> TS, FTEREO =X —Z I T 5 FE B ThD 7 M AR AL N —
(ZVEBREE L VDN T 2735590 MPafhkd HlE LT8R O M ER L T a. AR HEDT-
W, BRERITIH T 20 ERHHBEAEME DAL T —, BET—, $ AR, RTH—K/N—T
131500 MPaifk DAy NAZ - FHitl A XU &3 2 EsR EE 2 #i O 232> 20d 5. Zibd
B b OFHAR OHEIE1.0 mm~2.6 mmAREE TH 5.

A-pillar:590~1500MPa Side panel outer:270MPa
Door guard bar: .
980~ 1500MPa Roof:270MPa
Door inner:270MPa
Rear side member:
Front side member: 440~590MPa
440~390MPa B-pillar: 590~1500MPa
Bumper:

Side sill :590~1500MPa
Floor panel:270 ~590MPa

590~ 1800MPa

Fig. 1.4 Example of typical application of steel sheets for automobile.



1.3 BBEASRIMROESICEITLRE
1.3.1 BBEICSTSEERAMROEERR

H 8 B HR DR OB AT, ARy NERE, 77— 78, L —FEeE, #EREBHVLT
W% ARy MEEEN IS < HWHILTERY, BR1HBHZD 300~400 OFBEIZKL T, 3000~
6000 RDARY MEHEIN BRI TCND. 7 — 7T FICARy Mg TE AW BT i AL
Ao, L—RET T —T7— R 77 780 O R L B AL T VD TnD. £
7o, BEEIIAR Y MNABELOFA L= = LSRR EL TR AN YLK L2205, HEHEAD
R B OB IRV, EEREAIE THDIARY NEBEORHEITEN TOD I ENFRC
AHINTND.

ARy NEBEL 1T Fig. 1.5 IR T X512, B bR 2400 Lo @K (8iik) 287
M CHEEZM AT, B0E kg BREEOMEEZNTTRETE T ~—1 A BEOKRERE, Brar~
BRUE S LT, HiHA @IS TSR ISR E S (T Y ) ZTERL, $28T DiaHE
ToDh. ARy MNERIT — 7R EMM OB HIEIZ N, D THLZ L, AR DN e,
WM P ARETHLHZE, BREEDTZDIANMLER RN L, MEL RIS EZTI 20K
FIMAELLCT W L ARIEER MO T2 L TWAZ L7y, BAHAN CZiebilE LIz 6515
TH5. @RI D AR Y MEETROONDFHEIIREL ST DHD. DL DT LORS S
THY, W EREEED FTRERF DA NZENEELNESNTND. B OEDITIREEFRFETHY,
VBRI SRD BTN,

Force l

Electrode

Power Supply

Electrode

Force T

Fig. 1.5 Schematic illustration of spot welding.
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g’ A O "_9;0 A @)
o 4001 = 400
o A O 8 A
< 300[ S 300
g A A3t ° A A3t
o 200 . B — )
2 A W4/t g 200 A W4/t
2 100 Thickness:1.2mm O:5/t © 100F Thickness:1.2mm O:54t
w 14 cyclles | X :spa’fter w 14 Cyldes | | X :spaltter
O 24 6 8 10 O 574 6 8 10
Welding current (kA) Welding current (kA)
(a) 440 MPa steel (b) 980MPa steel

Fig.1.6 Weldability lobe for 440MPa and 980MPa steel sheets®.

Fig. 1.6 125 3ETRE7N 440 MPa k& 980 MPa #k 0 & i S8k O /L N e —7" (G 1E S - 46 )
Zd Y. 440 MPaf&IC L= 980 MPa SR D J5 23 iA B MR (ZZ TIE FIRT 27w ME 40 t
WE) TR D, #OAFEAE T HETOBFFMHAP (B FABTRAME) . #H0ITEEaR Y
RO FTEN A BT D LR MR O IR R L7225, FTe, BRSNE A LT E 1B E TR
P BTo, EEMAIR TS5, 207, <0 By HEA—I THRYHIBO 720 DI A
DATOITND. @RISR TR A B MR i 1%, OWINITE N <M B E A Kt
BENZEE, QR IRENE W EICERL T, lRER ISR T 58 E AN NEL, &
HICT YRR T D12 THHESN TS V. IIENZ IS 5L @B S AD R LT D
ZENTEDIY, —RRICE BRI TIIME N %E B TR 5. £, R 7y ks
PHRILBO AR 2850 e LT, EItEA 4] 4 CELSERBAOEIE ST COBE T ENHE
ENTWS . i, ISh BRI EIRICE L 7= BRI AN S DD ARy MNAEED B R S, B
DI LA A D35 8 S TUD 10

1.32 BERIMABRORAR Y MEERFOFHIEE

WA, RSB AR Y Mk T O R R R EERF I OV TR 5. Fig.1.7 (ZHIHR D 519K 58
EEAR MNEBHE T O HBIRE O RIRE 7T V. B3R A Wi E(Tensile shear strength: TSS)IE
FRR DG IRFRS DEEAMAENEGINT 5. )7, +F513EMS(Cross tension strength: CTS)i%
780 MPa #REHECTITHIMT 2525, SHIZHIRIMS PSR IWHIR TIER T 2. b @i ki
RV CTS 2ME T 9 201%, SIRORMICEDOHEMICEDT 7Y bOBIEDIR T L, RAFTREE D
Iz EB729F 7y NEE COEBER NIV AELL Ty NI TOIS NEFRRKEEE 2L
NTWD. FRHTIINTHREORBIIREL, IRINTeE IS 2E 75 M RIS T2 2512720,
CTS BELIUE T T, —fRANTITTFTZ Y MNCT T 2 ENEELL, £ DT HaEt
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LLT 1-1~1-3 DIHR ARy MEBED RN & D DN ESNT5.
Ceq=C+Si/30+Mn/20+2P+3S < 0.248 1-1

Ceq=C-+2P/3+25<0.153 1-2
Ceq=C+Si/90+(Mn+Cr)/100+1.5P+38<0.21 1-3

30

Sheet thickness: Lomm | | ‘ o I
Nugget diameter: 6.7mm : :
s P R - e B
- L& . !
£ : ; : _ : ] TSS
% 20 [ e A ]
E ]
E 18 Lo i—— ... 4
Q g : - [
w10 L SUUT IR WY W § ]
1751 H 4
— : ] - 1
'|0nnmrlurks | : i : ] CTS

|Sﬂli mark: Shear : 5
0 T 2
2

00 400 600

Suv Ay

gw
b=
-
:g -
=23
-
[ d
13
(—]
-
1.
=]
(=)

TS (MPa)

Fig.1.7 Relationship between tensile strength of steel sheets and strength of spot welded joints”).

i ‘-\q " Cocling rate(After anneaiilug]
. U iy voermeimen ™
0.1 5 ey . 10~207C / —
L ‘\‘ Va5 2SS
L . " 1O /R ennremaenn
g et A Fracture mode(Th=25=0)] \ /
Ty 225t Fragtuiv m _..] Nugget
huge 1nelal
. I Frugiore in
I weld metal .
0.1 : | Partial plug fracture
0 5 (Fracture in nugget)
d |
|
T
0.05 :

;"'\‘;«
s Nugget
i W\ R Plug fracture

Fig.1.8 Peel test fracture mode interpreted by chemical compositionm.




TR IERER RO EE—R L5, B — /LRI BT DA OEW eI M IE b5
Ry DB % Fig. 1.8 19 2. I, Ceq (=C+Si/30+Mn/20+2P+48) 73 0.24 LL F(BHROF:
FEIERE] 25 cycles D7 —R)DEGEIIET 7Y MNCT T 7 W2 B AR/ REE 720, Ceq 23
024 ZHB2 5T 7 NN TOEHS T T 7B ZAHZENRBEZA TS, Fig. 1.8 OFHIZH
% C, Si, Mn 2319 %L, BAIZED Ty b MR N2, £/, HtwhiZdHs P, S 23N

LHEREERATIZED T FOBIEDME T3 2L 3T\ 5. miR EE 7o il I X R D 5 | R RS A fife
T 572 C HOREHNIAE Y 32 eH 52 Z<IRINTHLERDHY, MIRINT RS BITE<RD
ZDEPFTRNEVIFRENR DD,

ZDTHO ARy NEREOIE LD CTS DA EARFSIL TS, T4 v hoffifkiz ks CTS @
KT 2SS HEBHIEFIREST20H5. V23T 3—%iEE ' ThY, b0
Rt iE %@ 9" ThY, ZNHOMEHEOTRBET OT 7 Mgt O1R KRR O R X %
Fig. 1.9 T~ ¥. @RI O ARy MERIC > TREBILD T 7 v N, 8%, V<17 A
Mk L7225, TR —%IBELIHLNIZT T Y MIREE (T —1%iEE) 75281080, Al
RULTOIRE T AT o A MR ZBEE R T 2Tk, 77y hOEIPEZ ) EXE 551
FETHD. ToA— BB AL T A NERRL TSRS R T MEND L0, 7
— WA LPRLIRY, R ELZR RS R ORED DD . ©OOE DD IFIETH LW
HIBEILT /N —BIBELOBE N — LI A LD, 8 (1 EIEESHDVIL SVARE) 752
LIZXF 7 N & LR m IR O R REIARFF L, P 22l ORFEIRAT A B2 TH 7 o
EPEZ A LS, CTS Zh LSE27ETHS. miTiE % iBEOmME \Z— D&, CTS @
SPGB Fig.1.10 12oRd 19, Y0 5l AR 4RI T CTS 239 1.4 5128 EL TV, Fig.1.11
(2T bRk E P ORHTORE 124 10, BEI2 5B EIC LY P ORITAEIRL TOHIEN
DD, ARITREFIZEEIXT /N — R BT~ E TR RIS, E2, T2 Y Mk L7au iz
D TSS DMK T LW EWO RN DD, ZDIDITZIBEICED CTS O] B DWW TIk# s S
ALTWDDS, U7 R B R 2 FF o o IR BRI M S D T 2 &2 B ARGE T DT E N EEL W VDR
FERHHT-0, WHIT— I E> T,



Current

Welding

Se

Temperature of nugget edge

Conventional

Welding time

Melting temperature

Al temperature

Ms temperature

Fig.1.9 Schematic diagram of temperature history during resistance spot welding.

16
14 | post heat time = 20c :
Cool Time'  ~
Main welding -Ic-;
Post heat 3 12 |
n
> 10 & W u
| .
(:Z, - post heat time = 5¢
e Tha time = 8 r
PREN P @)
post heat time 6 |
Material: Hot stamped steel 4 L L 1
Sheet thickness: 2.0mm 0 10 20 30 40
Nugget diameter: 5t Cool Time (cycle)

Fig.1.10 Effect of cool time on CTS'®.
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{a) Unimproved condition: Gooi time=0cycie, Post current=4.ikA, Post time=Scycie

7

3

(b) Improved condition: Cool:6cycle Post current:7.3kA, Scycle

Fig.1.11 Effect of post heat conditions on micro-structure and solidification segregation of

phosphorus at edge of nugget'®.



1.3.3 EERNDMBRD AR Y MAEBRFOEANSIRIZE T LHRE

WY SRS T IR AT O LT HIRE S TR E AR T~ T A MERRIZED (L L T D
728, ARy NEEZITO LREX RS NEEZ AR (Heat affected zone =HAZ) [ZHRIL AL S, HAZ
HALAZ L DHET- ORI EFE~D BT, NS HUIZEE SRRy Nak T Ok TH 55|
IR A WERERC T 5 [IERBR CIXMEE R Ll e, B2 1T, SIRE A BROGA,
HAZ 8ALIC > TEELWEETE BB THD T T/ BN E L0 s 2 ESh Tng .
F7o, HFBIERBROSA, HAZ LIk T 7 v Mgl COR D EF 3R+ 528T, CTS
E B HEEn TG 20,

LoLZ235, 2O X7l S #iARm N THIRZET (LT, NG IREFERT2) 232158,
HAZ WAEER A G4 1072 /o T L7200, /NSWETE BChEEr2 2. B B do Il 22 4m <i,
HEAERED B EF7—DT7 T PRE N FIGEWERE—RIIR5r —A0H 578, Fig.1.12*
(ORTINTT TP DAR Y NEHD HAZ #RAGE 2 SITHR WL, 207828 tERe & 15 Hhi /s
W —2A03%%. Fermer HIE, Table 1 (2R T JOICAR Y NEES I ARy FAS 7 ikl 0 5 | ek
B AT annealing 21TV, #UBRF OB OV eD), 51HRBERm)ICOWVTHAL, ARy MaHEL
7o FFETITARY DAY T HHAR ORE B ONVIAR 23, INEVFZ FV T 500°C T annealing L7 84K
ZRWHZET, HAZ WALECOMIBZIHIL, Ml O30 B3 a2 2 Ma L g 2. Bk
DA MNEHEH S HAZ WAL CTHEWT 9~ 2311, o EESRAR o> BRI T IC K0, 4, 38
ALTZBR DT80, BN BT 253720, 272, mIRJISAR D AR MNERET A
NG R Z 2T 7256 0, HAZ WALIZE K32 258 B 4550 AR D BTN D.

Fig.1.12 Failure from HAZ softening of spot welds™ .
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Tablel.1 Relationship between annealing temperature and mechanical properties of spot welded
22)

specimen
Temp| & | Ry, | Ry |Ry/Rpoz| Hardness |Area red. Failure from HAZ"
[°C] [%] | [MPa] | [MPa] [ [HV1] [%]
Ref. || 1.6 | 1082 | 1372 1.27 463 28 Foll Rarisned (el tence)
500 ||6.5 | 810 848 1.05 317 44
600 (|85 | 723 769 1.06 280 50 ‘
700 F'l 2.3 566 633 ° 1.12 220 60 “Annealed in furnace, 500°C, 5 min

1.34 BRAM|MORR Y MBERFOEFTEE
WAZ AR NS T D9 57 88 BE FFPEIZ DU Tl 2. BURD ARy MEBEIZIZ BT I
RLDIS N3 535728, ARy NEESIZIX & E T E NS ZREND. L LesD,
Fig.1.13 (TR KOk S8t o0 AR MaHE kT O 57 58 BE VX R — OB & — R Tl L 7=
Btr, SR G ERSICELTRIRFERRE THD 2. )i, FIROWREZH T HEAR Y Mg
W 55 R IR T 5.

o SPCE
A SPFC 590
o SEes
A .
1060 '\ 4 SPFH 590

500F tenswn ' ]
m shear ‘\,{. Tension shear

‘ 'l']'|‘lll1| LI |

~~
©
=
. iy
€
I t=0.8mm
- 100 _ cross
g r N tension
- 50.- L
Q
,E o N0, Cross tension
B

Lf

10
10° 10° 10° 10’
Number of cycles to failure Nf

Fig.1.13 Fatigue strength of spot welds™.
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Z D7D T RS BRSNS I A LT D721, ARy NEBEIK T 0% 57 58 B D 1)
ERNEIR =25, I RE RN ESELTEELT, TV BEOT AR T O AI,
RPEE — RO IR & 7 T A 2 —TfE B IS SR 2T 5071k 2, (RIRE R %
FAEBER A~ AT RIS H 2 A 545 516 2, VB — R IR~ Ol e — = 7 LIS
TS EF BT HE LU IR RIS 2 53551k 2REMRESNL TS, Zhbo
TIEIE TEFEHEOR AR S THHE — RO ILEHICEEEA ST HIETHA. i, AR
> MNEHER T CUE, WERERES (F-77 M) IZ8AR O B AR T RS AL, P 97 LU T8k O B daih
DFT Y MNEAFIZ DR TR RE (F5y MNEROEEER) 0 /v F Fesml AL, S~
R D, 207, ARy NEBETIL, 7— 2O IR NETROMREEZ DL, &
BB IO Cla & B DL 2 il 5 ZLITREETH .

AIR NRER TR O 557 3R S 2 6] SR 5720, Fig.1.14 (R T IO AR Y Ma#E% IS b7
BEOT L S—@BELTIZE TEMBRIS I ZMZ 5 FENRESL TS 7. %7=, Fig1.15
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Fig. 1.14 Effect of tempering conditions on fatigue strength and residual stress distributions of
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Fig.1.16 Tensile shear strength of adhesive bonded specimen”".
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ARECIT A By B HARIZGHE S DRk 2 ARy MNEBE D r — A& A8E L, N5 R TORKIG
T ERBEWTAR ON RAFEF AR MAHA L SRR 0 FE B R 1 IZ DWW TR L7z, ARy MEE{RI
KLU, AR A LKL 2255 5] HRIRE DS 1500 MPa fkOD Ay hAX 7 Sl FVy, AR
 MNEBE DT MEL HAZ DEALIE DB OUWTRRET L7z, E72, SR L U THlik
DRRJE LRI RFE D BB DV TR L.

22 ERAE

ARRFHZ TSR OB RFEZ Table 2.1 127~ 5[5EIRE)S 980~1800 MPa kDI
SEDORIESHRTHS. B A, B 1% 980 MPa #ROW AL THY, &k C, D 1% 1180 MPa ik
DIRIEHIR TS, £z, HiHRK E, F IZTZNENEEANZ DG HRIREAY 1500 MPa #%& 1800 MPa
WRDARY AL T YRR P THY, 900 CTOMBYFT 240 BARFFLIZHE, KibShi-&RITmHIY
LHZETREANL, vayh 7 TAMIEIVHIR KR E DA — NV ZRELTZLDTHD. WIEDZEA
BErT 5720, S E LRZ T —RORJE 1.2 mm & 2.0 mm Oy A2 FHIH G, Hb -,
NSO CIIARE D HN T DB CTOM AR E N KEL I DT80, BARTREE, IR
FEO DM AZRL TS, SHIZ, HR O RHE DB A T 2720, BEANI IV
W E, F 2T EDIREE (350 °C, 400 °C, 450 °C, 500 °C, 550 “C, 600 ‘CC 300 £ JF/NE—47
WD) THEX R 3 Z LI KB eIt 2 Tl 2 JHE L7 SAR O AR > MABGRR T & B L7z, &
72, 8 3 ETHRARDRYIAZ L THIRD ARy NEHET —F — R 7 T Ik FThD, BEAFLRTD
PR E 2 AR MEHEL 900 COMEFT 300 B ORFFLIZMZ, KSR TmAILEEAND
ZL T, HAZ #4b 04 < L7 1500 MPa #R 0> ARy MABEER A b /LU 7=

Table 2.1 Mechanical properties of the steel sheets.

Thickness Yield Strength Tensile Strength Elongation
Steel Grade
(mm) (MPa) (MPa) (%)
A 678 1047 18
980 MPa
B 760 1057 22
C 931 1202 12
1180 MPa 1.6
D 822 1191 18
E 1500 MPa 1154 1598 8
F 1800 MPa 1360 1886 8
G 1.2 1206 1602 8
1500 MPa
H 2.0 1118 1556 9
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Fig. 2.1\ 5 3R I ARy MaEGRER Fr OTRZ 7R3, JIS 5 55| iR 5 2 itk O
JEAE 5 M & FATICER L, BIIRFBR T OATH PRI TY TIREE RS D, ARy NEHEETT
7. SIERER A OFATEILME 25 mm, £ 60 mm &L, 7R EEEE SO mm CTHUGHEREL, 5
BRI T 3 mm/min THIERBRZA 2 FFEMLT-. 51ERBR COMELRER A O FATEOW i
(15 :25 mm X BE AFHE 1.6 mm) THRLU TS A Z R T 5LE018, FERBOZEN A 50 mm OFF
SUEBECRRT 2L TOTHREE L. £, ARy MNABBR LT 570, ARy M
ZEMLTOROEH O JIS 5 55 [ERBR T IC oW Th RIS THIERRBRZ % 1 {772,

VR T B AR AR N 2 O 2. FERBIE DR B, ST 16 mm, 6k 6 mm, JEi R
40 mm & VN, JIHET)% 3920 N, FEHED @R A 0.33 ) (20 cycles/60 Hz), {RFFRF#%Z 0.17
b (10 cycles/60 Hz)EGX EL, S EA T HZETHEED T 7y MEE ST, ARRETCORENE
OF 7 YMEIE ST mm (BRJFE: 1.6 mm T4, HROKRIE mm) L7, ABECoRES&M%
Table 2.2 (IR T . T4 v MROFBA Rt T 2B T, S E 2 WEHE A X 528 THT
v MEZ 3.8 mm~7.1 mm L THRIEL. £/, HAZ S{LIE O EE a4 5B CIL, St E %
MVEERHZ 0.2~1.0 BETEMIE, ZIUISU CERELZRE ST 228 7T, 77 vME 5.1
mm Db E HAZ #AEOIREZE 2 723 R Z2AF L7, 2O TIL@ERFZ 0.33 B
L, 77 Mg 5.1 mm ERDIDICEMEAFFE L. Fo, W~ 2720 M6 T 7 >
FTOMS AL, By —AlSFa v, 3Bk 098 N ICTHltkO B D 0.2
mm BRI DAL 82T, SRR T AT 7 [ OREE Sy A 2 Hl E LTz

ARG [BRFRER T OIS IR RBAASHE L 7= A TR FRIEMAT (LU, FEM fiZhT) 2@ L, s s
FHML7=. Fig. 2.2 ISENTET VAR T . RITET IR AR Y NEHERBR T L RER DRI
WYz VERTET /MEL, ITEDO Ty MREER LIZ. £z, ITET VOIS LD, T
T FR T CRRHT A R~ DD NGO TNINWZ L2 fEB LT HAZ ORI ITE EE T, 77 vho
JAIZ HAZ A 23000 DL LT, HAZ #ALEBIZ DWW TIENE 1.0 mm &L, #2751 0.5 mm,
JE 510 1.0 mm OEFRTET ML LTz, FPEMRFEEIL Y7 58 205.8 GPa, R 7Y L 0.3 2% E
Liz. e, BMIZOWTI IS 5 55, 77y O HAZ #KALEHISOW TN
SRR i PIC KR TS I —OF A lif A TS, Fig. 22(e)\ T AR F A R E L.
B S LSRR L R N A 5L, BIIRRBRO AR G4 BB, fHTIZIXILAH FEM
it —R LS-DYNA % f\ /=,
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35

auge length: 50

(mm)

Spot weld

200

Fig. 2.1 Shape and dimensions of the spot welded specimen for tensile test.

Patch sheet

Tensile specimen

Table 2.2 Experimental conditions.

Tensile Patch Nugget diameter Welding time
Survey items
specimen sheet (mm) (s)
Fracture behavior E E 5.1 0.33
Nugget diameter E E 3.8-7.1 0.33
HAZ width E E 5.1 0.20-1.0
Thickness of tensile
E,G,H E 5.1 0.33
specimen
Thickness & 270MPa-0.7t,
mechanical properties E 270MPa-2.0t, 5.1 0.33
of patch sheet EH
A,B,C,D,E/F,
Mechanical properties
Tempered E&F,
of Same material 5.1 0.33
Quenched spot
tensile specimen
welded E

*Electrode: DR-type, Tip face dia.: 6mm (40R), Electrode force: 3940N , Holding time: 0.17s,

Welding current was adjusted to obtain prescribed nugget diameter
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FiX Gauge length: 50 (mm)

| 30

Displacement

»

i

TRANY

prEEn

. . Patch sheet
Tensile specimen

(a) Specimen

2500

Nugget E.ZOOO i
s

Softened HAZ ?500 F
[}
£1000 //
(]
E —Base metal

500 r —Softened HAZ
—Nugget
0 1 Il
0 0.1 0.2 0.3
Plastic strain (-)
(b) Enlarged view of spot weld (c) Deformation curves for steel E

Fig. 2.2 Finite element model of spot welded specimen for tensile test.
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23. ERER
2.3.1 1500 MPa &Ky R 2 2 THIIRRA Ry MEERERF O®EMN5I3RER T OMHER
g

T N 5 R AR CO AR NEEE O W 2 B 2 8l52 3572912, HUE 1.6 mm O 1500MPa #% 8
R E OARy MNEHEGRBRA OIG— O Zihifil, 51 P OAR Y MNEHE O /MBI Z TR AL
72. Fig. 2.3 [ZARy NE#ERER T E O R OIS J1—OF B iz rm 9. ARy NE#ERER
DIE T —OFT B AL OT IV NSOGEIR THE, B LFIER — o Blcdhorz. ZokEx
Ry NEBEBR A ICOMEL EOEAITRO IR0 -T2, OT B 2.3 %lliedl, ARy MNEHE
A E O BIHE S ANEAS U BEIRIC 2R E AR AL, 2K TS &7, LAk, X
(SRR REN g, BRSO & 72 R D AR NABERER 1 O O Z BT i OV IS8
DET 5. 2D, EZUIFIRFMIHDICHER T 2LEHIC, I INSHIAR FUaRERF23 5 W
LT, R —ATIIARy NE#EABR A O i KIS NI L0 DT NIURNRE Tho 7273, i
Wi QNIRRT R TR EIR T L.

Fracture at HAZ

Spot welded specimen

‘ 1800
Maximum
1600 A ~

stress 1400 - -

— 1200 '

©

o

E 1000 + e Spot welded specimen

ﬁ 804§ i || ===-- Base metal specimen Base metal specimen

% 600 -

400 | Fracture
Steel E(1500MPa-1.6t) .
200 Nugget diameter:5.1mm elongation
v
0 T T T T
0 2 4 6 8 10

Strain (%) G.L.50mm

Fig. 2.3 Stress-strain curves of the spot welded specimen and base metal specimen in tensile tests.
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o)
@
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z
¢ 300
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1]
% 200 1
E Steel E (1500MPa)
£ 100 1 Sheetthickness :1.6mm
Nugget diameter: 5.1mm
0

4 6 4 2 0 2 4 6 8
Distance from center of nugeet (mm)
Fig. 2.4 Fracture position of the spot welded specimen in tensile test and

hardness profile of the spot weld.

Fig. 2.4 |\ZHEN 5| 3RARER TREMIL 72 ARy NEHBR A OWTir i A5 R (B 77— V&) &,
BEINE LT ARy NSRS OB S 34T E O3Sz 77 3. ARy NEBERER T 13T 7 Y Nih B 1
mm BENALE T, AT OSOIE ORI Tz, ARG CHW SR E OfEF &7 v R
By — A SO 500 FLE THDHAY, HAZ OREBALEROSIE 300 FLETHY, FALD
RIFIZHALL TS ZED RSN, BRI B T AR Y MEBE ORES 3 4 L O L LY, HAZ
AL ExH ST DT AR LT,

232 HAZ LB TOWMEHICRIET AR Y MNEZAIORFOEE

H B O G TSR IEIHNIT, B2 oSt COBRBENEESND. IRBERMN
WEDDHE, REELTDHOIXT 7Y METHY, HAZ OEALIEL 2038+ 5. ZRHDAR
> MEFEO R F- 23 N 5 RER TO HAZ WALES TOMMr a8 M 528 e k(b 720,
B 1.6 mm D 1500 MPa #&SiHK E 2T, F7 > MEE HAZ $ALIRS AR > NEEERER 7 O
B KOG 1 LW NS RIE T B OV TR L.

2.3.2.1 RKLT, BEHNCRIET TSy MEOEE
ARy MEHEER A O 1 N 5 | RGUER T O &R RIS LR DN M AE 3T 7y MED B2 1R
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LT, ARy NEECTO T 7y MEE 4t (0 mm) 23 FRRESNDZENZ D, ARFCIE
EBIT/NEV 3Vt (3.8 mm) 35, ARFRBRSAF: TA NN ZAFRAETITBEONI KD T 7 M E
5% 5.5\t (7.1 mm)ETHHA L= Fig. 2.5 [ICARY MNEBEE D HAZ DS 3AiZzwd. HAZ D
AL OE Y 1 —AES X7 Y MBIZES T 300 F2ETh-o7-. Sz L UIERE L7
v MEERELTHE, HAZ ORBALEEOEESOME F453 4] V2GS TOER, AEIOHA
OHFIPATIE, 77y MRICEIOT RO ST Bteda—E Th-o7-. Fig. 2.6 I[CAR Y MNaEHE
RER P OTHIN G| HRARER T OB KRS ) LGB OV 9. FRE L5y MEO I TIX, 75 vk
BEMEALL Thig KIS W D ZBAIZFEE I N E Do Tz, ARIDO LT HAZ DAk
DEEZIN—E D6, ARy NEHERER A O N5z CO R RIS T, A B h N R IE 37
7 MED BT IEH I NS N o Tz.
600
550 A
500
450 A
400 -

350 A
300 A

Vickers hardness (HV:0.98N)

250 1|-o—7.1mm
200

SteelE (1500MPa-1.6t)

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

Fig. 2.5 Hardness profile of HAZ of spot welds with different nugget diameters.

1800 9.0
1600 A - 8.0
= 1400 - —ag |, S
a C
= 1200 - B Maximum stress r 6.0 .9
§ 1000 - O Fracture elongation | | 5.0 go
% 800 - L 4.0
£ o
2 600 - - 3.0 5
= [1 o
X 400 | B = =—H | 20 ©
2 L
200 1 Steel E (1500MPa—1.6t) 1.0

o T T T 1 T 0-0

2 3 4 5 6 7 8
Nugget diameter(mm)

Fig. 2.6 Relationship between the nugget diameter and the maximum stress / fracture elongation

of spot welded specimen.
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2.3.2.2 HKET, BWEHOCRIET HAZ (IR ORE

ARy MR O TN S [ BRERERCO I K ) SR i ONZ JIE ™ HAZ #)big o 2%
REtL7z. BHLIXT A —< T HETFIZEB W T, 8L LT IEEE A R D3 A <72 D Liflk T 0 B AME
TIHZEEMEL TS Y. ARy NERE TS LD HAZ #ALIBOZE LT R &30
23, WEREAIER LIZY, tlEA F L7120 T DL MMBAS N DI L3 5728, HAZ O#kik
IEG IR BHEA DSBS, ARECIE, BWE 1.6 mm TOREESRMFELUIFTNEEZILND 02 B
b, FICRWeEZLND 1.0 WETHEBERMEZZ(LSELLEHIT, BRELFHESTLILT
T oMEE 5.1 mm &L, HAZ OWALIED AL ST ARy Nz B 2 ERIL7-. Fig. 2.7
(AR NS HE D HAZ ORES 3 Az~ 7. BRI R <25 L HAZ ORALIEANR A HZEMN
DD, HAZ OREACEOBESIT@ER FAROEV 0.2 BOZE T @ MER 235723, 0.33
~1.0 BOFKETITBRBLRFRFLE Th-o7o. Fig. 2.8 I[CARy NERGER F OHNG[HE TR
KIG T LW OV, J@E R 0.33~1.0 BOHiH T HAZ #{bifz 22 2 Thi KIG 7, R
BB —EE THo7278, WERHM 0.2 BOLE KIS, MW OELIE T @b e
ol ZHUE HAZ ®FABIRARNZLIC R DS G EIXTERVS, HAZ Ot biiOms/)?3
HFEOTHHIERY, BB T DI HAZ OFYLERDP/NSLIRoToBIT L Db D EHERIND.
HAZ ®AIEAEL725L, PYERER DY NSRRI RIG MK T J & PRSI0, ARy Mg
THRESNDEES O Tl HAZ OFALIROZAL &R/ NS, 1ZEA LR 72)o
bl EbnD. L EXY, HAZ OREALEOESN—EDSE, ARy NEBERBR A O w5
SRCORKIG ), BRI ONE B AE TR OB IIEH I h SN2 endbhoTe.

600 T
550 A

RO o 4
500 I VoY .i‘l‘. 6"_‘ C
450 A
400 A

350 A

——0.20s

Vickers hardness (HV:0.98N)

300 {| —2-0.33s
250 4| 70678 SteelE (1500MPa-1.6t)
—0—1.00s Nuggetdiameter: 5.1mm
200 . . . :
-1 0 1 2 3 4

Distance from fusion line of nugget(mm)

Fig. 2.7 Hardness profile of HAZ of spot welds with different welding times.
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1800 9.0
1600 - - 8.0
—1400 - 1 & ] L 70 R
%1200 . B Maximum stress L 60 ©
51000 i O Fracture elongation | | 50 ED
2 800 - L 40 o
£ o
S 600 - - 3.0 5
= SN _ 5
%400 | = = 2 | 20 ¢
S 500 J]SteelE (1500MPa-1.6t) L 10

Nugget diameter :5.1mm
O T 1 1 T 1 0.0

0 0.2 04 06 0.8 1 1.2
Welding time (s)

Fig. 2.8 Relationship between the welding time and the maximum stress / fracture elongation of spot

welded specimen.

2.3.3 HAZ RILBTOHEEHICRIFTHRAORFDOFE

H B BB A A Cldbk & 2R, BB REME D @ik DHR DSV HAL TS, Ziub O
BAM DR - D3 AR Mgl BR i O i N 5 | 3R 3R C D5 K S S W i ONC RT3 52 2% B fife
b 570, ARy NE#ESIT- 5 ERER A &Y THROREOZE, 5RO Rk
WOV THRILZ.

2.3.3.1 BRKET), BEHOICRIETEERBRA & Y THROREDZE

ARy NEBEGRBR 13 IS 5 OS5 IERER T &4 TRD D725, N5 IR T OWIED
BERFILT2. E 1.2, 1.6, 2.0 mm @ 1500 MPa f&kEHK O 5| 5=58R 1 %, ZHZHUKE 1.6 mm
? 1500 MPa R D X T EAR Y Mt LTcalli i 2 F L 72, Fig. 2.9 ICARy MNa#EE O
HAZ DS 53 A% 73 . HAZ DAL IR LS I — A X723 300 #2 £ Th-o7-. Fig.
2.10 (ZARy MR i O P 5 1 IRFRER DR R 2 7R3, AW ONIARIE 2N <R LK R 975
RN D BT, — IR O 5 RRER TIIRIEDES 2D L UMK T3 23 H 528
FAONTEY, ZORRIIHRENHL D LR OME T 5288/ T2 DembEsnT
WD, ARy MNABSRER O N B IERER T, HAZ S(EENRATHIC O T HRMEF 45, 20
7D, ARy MNE#aa R A I3 R 0 5 [RERER L0 SR D 52883 SRl Ay & 720, Fig. 2.10 1T
LTe ST DN 72 2 LA T OWMIR T DA R L7cb DL HERSND. 7285, BRI IIX
MUENZ LD ZEAIT/INEND, ZhUE, A RO TIE, ERNEWOERR R E 23S TR &
1R DMEA 3D o728, WIEDWANZ LD DR T 2R 8 E O LR 23\, e KISR0

31



BV NEL TenTeb DEBE Z HD.

WRIZ, M THRORED B HOW TR LTz, 5IIRREER A 1IHRE 1.6 mm @ 1500 MPa #k K
E&L7z. Y THRIZOWTIFME TIRIEZRI 2 D LN TERD 72728, HJF 0.7 mm & 2.0 mm
@ 270 MPa #&ERH, HE 1.6 mm & 2.0 mm @ 1500 MPa #kEiR L, 7> ME%E 5.1 mm (ZHix
CREML 72, 24 THS 2.0 mm @ 270 MPa fRSilAR D356 O 7, FRUZED T v bty I — S
2 410 FREFTIR T 9284035380 b=, 5I8RRER T O HAZ OEELEOE Y 1 —AfliS
TG 300 FRE ThoTz. F7o, ARy MEEERER A O KIS 713 L OB 0N Fig. 2.11
IR T EOUE, Y THROREDEZEITZFRO LN o7z, L EDOFERID, 2Ry MatEiR A O
TR E R OV, ARy NABESILIE Y TR, DEVHTHM OEV O EIIZ TN, ARy MNEH#ES
N5 BRERERT OWIE DA 2T, BUEP A2 LW OME T 328 Ad 52030
N7,

600 :
550 Nugget E

500 “:.'E )

=
[oie]
(o)}
S
>
I 450
0 400
[
©
s 350
s .
S 300
(O]
2 —H-1.6mm 1500MPa steel
= —0—2.0mm Nuggetdiameter: 5.1mm
200 T T T T
-1 0 1 2 3 4

Distance from fusion line of nugget(mm)

Fig. 2.9 Hardness profile of HAZ of spot welds with different thicknesses of tensile specimens.

1800 9.0

1600 A - 8.0
-8 <
= 1400 A - 7.0 =
a c
= 1200 - B Maximum stress - 6.0 2
51000 . O Fracture elongation - 5.0 gn
7 800 - L 40 ©
€ GJ
g 600 - - 3.0 §
X400 - L 20 @
S 1500MPa steel -

200 - - 1.0

Nugget diameter :5.1mm
0 r 1 r 0.0
0.5 1.0 1.5 2.0 2.5

Thickness of tensile specimen (mm)
Fig. 2.10 Relationship between the thickness ot tensile specimen and the maximum stress / fracture

elongation of spot welded specimen.
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1800 9.0

1600 A - 8.0
© 1400 - 7.0 S
= 1200 A A 270MPa :Maximum stress L 60 S
e B 1500MPa :Maximum stress ’ =
§ 1000 - [ A 270MPa :Fracture elongation - 5.0 »
‘g 300 - O 1500MPa :Fracture elongation L 40 %
= g
£ 600 - - 3.0 2
< A — & Q
s 400 A = = - 2.0 &

200 - Spemmef’l:SteeI E (1500MPa-1.6t) L 10

Nugget diameter :5.1mm
o T 1 1 T 0.0

0.0 0.5 1.0 1.5 2.0 2.5
Thickness of patch sheet (mm)

Fig. 2.11 Relationship between the thickness of patch sheet and the maximum stress / fracture

elongation of spot welded specimen.

2.3.3.2 BESBEIHFRA Ry MagERBR A OmNG I RRBRER

Table 1 |Z/RTHE 1.6 mm, 5|5EFREAH 980~ 1800 MPa #k D ik /18K A~F %\, ARy
M EERER B O N 5 IERER TOZEEN 2 A L7, Fig. 2.12 [IZAR Y MNEHEE D HAZ O S 434
Zad . MEHZ LD HAZ OFALFRE DOEWITFED LML OO, a5 [BRME NS K EWEIRIZE,
REAf & HAZ O ORES D 722D R EVME 33RO HALS. Fig. 2.13 ICARy Mt h &
HAR O DIG F1—OF B bR a 3. 515RIREAY 980 MPa #kOHIK A LEIIK B DAR Y MNE
PR AL, B OB IRERER T LT R UG ) — O T el &g o 7=, BEMAALE X HAZ #)4bED
INOREN TR T o7z, SIRFREDY 1180 MPa R DHiR C D ARy M #EaER A CTI3H 6.4 %D
fHONC HAZ #ALER CREIBrL 7=, SR C D ARy NEBERBR i O e KIS TR ERFLE Cdho
7228, W ONIRAF O R EE FCIK T L7z, )7, S C L[AZ L —R OB RSO D
DAR Y NABERER T 1T HAZ WALERSEEN - R CRENTL, RER & RIS O i\ I i O3
oz, Fiz, AR O] EIRS 1500 MPa fk Ok E &, 1800 MPa #k DA F A7 MHER
BRIV 0 HAZ #KAGERCREBTL, kBT OISR E T 2.3 %, #iltik F TK 1.7 % Th-o
7= VL EDARy MR i O W 5 IEABR O IR IY, 5I5RFRSHS 1180 MPa kD FHR(ZF 0
TR RE LR NS B E SO B b D0, It s [BERS OB &b A2V VWAL
B R 20 HAZ #RAGER I b L, M MK N 3 28 M 235 2 Lp3 o o7z,
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Fig. 2.12 Hardness profile of HAZ of spot welds with different base metals.

2000
‘,-""""‘. Solid : Spot weld
1800 J “. Dot :Base metal
1600 { f] o=
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Fig. 2.13 Stress-strain curve of the spot welded specimen and the base metal in tensile tests with

different base metals.

24 &=
241 SAIROEHAEEERRyY MEEFEBRORKIGH, BEHEUOER

2.3.3.2 KOO 5 IRFRZ DS AR MaEEERER 7 O PN 5 | 5E R T OR% Wz /e S Wl ONz
REREEL FIEFL TWDZEDRENTZ. NSO B T2 L FEMICHR BT 5720, Bl

34



(ZED B BRI ZFd 2 FHEE LT8R B, F OARy NEHER i 2R L N 5 | kR 21T > 72, Fig.
2.14(a)IZHR D 5| RIRS L AR Y MEHGRER i D e KIS ) DR AR T, £z, Fig. 2.14(b)ITRE
PRI 2 2Ry M EERRER i D e KIS ) DENE (%) &Mt L7/ Z 7 w4 . Zhbnr 77
\ZIX, Fig. 2.13 OFEE R SISO TR R &, ARy NEHERIZBEANLDZEIZEY, HAZ #j{k
2 S U72 1500 MPa SR O AR Mas#EER i OFHliRSE RbiLalL Thd. 797D REBEDD
Ty MIR N, AkEO 7 my NI HAZ #EE COMETCho. fitkosiEmE kiste
12 1200 MPa KRV 5E, ARy MNEERER v ORI @ X R ThY, FE LRI D& RIG T
DGOz, FR O G HRIRSAY 1200 MPa £ 5, MMLE A HAZ WAL~ LTS, 20
Bl TIEAR Y MEHER A O I KIS NI R LIZIE R % Thofo. SO F18RIRE Y 1400
MPafHilTiZ72 5L, ARy MR f O e KIS INI R L0 7K T35 0 bt
7273, 1800 MPa fk D7y AKX 7 Hili THEAF 0 90 %Lk ED @V Mz R L. F7-, HAZ #{k
A LT AR Y NEBERBR 1 1L R O 5 [BRTRES Y 1500 MPa #k CTHHITHH 0L, AEErL
BRI THY R LIRS DR KIS %R LTz

2000
(a)
- @)
g ‘©@1500 A A 6
»n o O A
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£ ° BTempered 1500MPa steel
§ S 500 - ATempered 1800MPa steel
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Fig. 2.14 Relationship between tensile strength of base metal and maximum stress of spot welded

specimens.
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Fig. 2.15(a) (ZHABR D5 BRIREE AR M 2R i OB i YD B A7 7. A e fi OV 3R
AHEERE 50 mm TEHL TWD720, RRET O S ITHIROM O D B Z 2T, MURKRE
WEIAR CIEAR Y NEBZRBR T OB O K&V, ZhBOEEE I — L Gl 5729, f:4
ZXET DA NAEEEER T O W OO EIS (%) 2l L= 277 % Fig. 2.15(b) (IR,
OGRS I F51042 1200 MPa LVIRWNG &, ARy MEERRER I IR TREMTL , AR R O
R L[R5 Tdoo72y, 5IRIRES 1200 MPa {1570, AL E S HAZ #k{bEI~E 2L, i
WHR O A J0H KER T3 2B bz, 61T, RO 5RO b0,
ARy NAEBERER i OB UMK FL, 1800 MPa fkoD 7y hAZ L 7 Sl CII ARy NAR A BR
FOTEWHAR ONE A D 20 %R E TR T L7z, fh 5, HAZ #{bila S LI ARy MEHEBR F i,
R DOBIHRIRI7’ 1500 MPa #k ThDH23, MWL E 3 R L7220 REAF L[R5 O R E 720 W O
RUTE. ARy NEEEBR A C, SO 5 3RIRE2Y 1200 MPa (L2855 SR 220 HAZ RALERIC
MWL E DAL T DBLGUE, R O REIC A7 HAZ S O E (1 X) 23 E2357s
Wew, FERFE HAZ 8ALOSREE DE (S DFEN) NRELIRHILITERTHEE 2 b5,

= 25 (a) ' B Tempered 1500MPa steel
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Fig. 2.15 Relationship between tensile strength of base metal and fracture elongation of spot

welded specimens.
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242 MWEEUIZEIZT HAZ EEBOBRILEDOFE

Fig. 2.16 \[ZHERULAZ LD B BEIRS 2K 2 |ZFRFE LT 8K E D AR NEHE ORE 5541 O 27~
T M OBESIIHERUIRED EFEEBIR FLZ, ARy NEBSH O HAZ ORI OE Y
) —ARES1E 300 FREE CTho72728, BERUIRED A LEHIC HAZ O] = (A O s —
HAZ OFHAALEBOEX), A OBES X100 % | HAEL/25. Fig. 2.16 (28T HAZ O#{bE%
FERELL, Fig. 2.15 DT —HZ 4K 7= 5% Fig. 2.17 \RT . HAZ DEALRIN/ NSV AR Y ME
PEaBR A (IR CREWTL , kT NI R LR 3 & 70572, HAZ #{E A < L7 1500 MPa ik
DARy NEHERER T ORAL L 0 % THHTZD Rk & 72> T, HAZ D#ALFHENR K ELR
D, WL E IR D HAZ SAGEICRATL, W O SR R LT, WL & AT
1% HAZ O#ALFEAK 20 % Tl E 7. X512 HAZ OFEALROBINIES 2\, RISk 35 AR
o MNEBERBR F ORI I O OEI SR T L. ZORERLD, HAZ OBALRN ARy MNEHEBR H
DREWH I ONZRE R B A KITL TWDZER LNl oT, 7eds, [AUHILER CHALET I ONC
BT OEDPBDOHIDLN, ZIUL HAZ FALE O O OEW R EL TWDH DO LHEEINS.
JER OS & O T SHIZFEMZR RN O W TIA R OBEE L7V,

F7o, AFERLD 2.3.3.2 OMFHIIWT 1180 MPa kO C 2% HAZ LI CHEWTL, Sk
D SR THEMTL 72 BLZ 2D Th, HAZ DL THIITELEE 21D, T72RDb LK C
DRI DY J1— AEE1E 393 T HAZ OFRARALIIL 314 Tho7z72th HAZ DAL 21 % T
HDHDOIZRL, Hi D O OB v — A ST 394 T HAZ OFARILEST 339 Tho7-720H#k
LRI 14 % TH-T-. B OFIIRMENEZ L — R O OB ML E DL, HAZ DAL R
DRINBEBELI-LDEE ZHNS. £12, Fig. 2.17 OfERL0D HAZ OEALERN 20 %, TIE,
DPDVREALEROE N TN B LB O3 R ELSELL TS, BALERA KR E VI T,
TP S 12 HAZ AEE CHY, LR E Ll THREBH i OO Z(ITFE 0 Lo T,
ZiuE, HAZ WAL LB/ NSO B EIRE 1180 MPa kO Tk, HAZ DAL ERORE XD
EEWAE BT ONE KT TR EITIREVD, HAZ FEAREWVG|GRIRI2Y 1500 MPa #%<°> 1800
MPa itk O & SR EE 72 SR T, IR HAZ D FALEORESANZ/DZEB L Th, BT ONT K iE 9
I/ NSNZEERL TN DEB ZHID.
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HAZ softening ratio = {HV(Base metal)-HV(Softened HAZ)} 100(%)
HV(Base metal)

600 -
= Nugget ! Tempered Steel E (1500MPa)
§ 550 1 Nugget diameter: 5.1mm HV B tal)
S 500 Hun = = 12 ase meta
]
L 450 -
0
@ 400 -
5
83507 HV (Softened HAZ)
® 300 4|~ As received
2 ——400°C
L 250 {|——500°C
> —o—600°C
200 T r T r
-1 0 1 2 3 4

Distance from fusion line of nugget(mm)

Fig. 2.16 Hardness profile of HAZ of spot welds with different temper treatments.

25
@ 8 WTempered 1500MPa steel
20 A A Tempered 1800MPa steel
4 @ | ®980-1800MPa steel
15 - o @ Quenched 1500MPa spot weld

10 ?A -
A
5 ma

Fracture elongation of
spot weld (%) G.L.50mm

o

(b) Sheet thickness:1.6mm

100 O A. ’ ' . : Solid : Base metal fracture
® A Open: HAZ fracture
80 1

60 0

A
40 A éEI
20 3

0

Fracture elongation ratio of
spot weld/base metal (%)

0 10 20 30 40 50
HAZ softening ratio (%)

Fig. 2.17 Effect of the HAZ softening ratio on the fracture elongation of spot welded specimens.
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ZNHD ARy NEBRER T D HAZ #ALER CTORMH R QN ZIE T8 L RO FLEE L3RI
Wt 2729, Fig. 2.3 ([ORUT2HIR E OARy MNassatii b oo N 51 R (L6 38%) 244
#EL7- FEM fifdT & F2h L7z, Fig. 2.18 [CRBR T ICENL & AT 5 LIZ KD, AR MNEBEH A D AH
YO T HOEE R T BALOEINIESLZR, BIRT RIZE A LT ARy N O HAZ
HALERIZIRB T, RO OB INRFRO BV, Fig. 2.18(AN ARy MaBERER A 2l
OO GO T A0 2R T ARy NAB O HAZ $ALERO IR et
REBZOTHPER L TODIED MRS, ARIENTET L TIE, ARy NEERBRA 2 2.3 %
(RF A5 BRI 50 mm) OREET R ONTIEL 7= D HAZ $RALETOR M BB O B0 i Kl 0.25
Th-oTlz.
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I 0.20

0.16

0.12

0.08

0.04
(a) Elongation: 1.2 % I

(b) Elongation: 1.8 %

(c) Elongation: 2.0 %

Maximum
equivalent
plastic strain
=0.25

(d) Elongation: 2.3 % (Fracture at softened HAZ)

Fig. 2.18 FEM analysis results of relationship between displacement and equivalent plastic strain of

spot welded specimen of 1500MPa steel in tensile test.
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WIZ, HAZ DAL R DS ONZ RIE 3 5B O W THREET 57280, BM OIS RSE
TR ORI E 2L S 725 L C FEM fiffr 21772, 8l E © HAZ O#kibii o
fESIE Fig. 2.16 (ORULIZiEY, KA CTOBMLESAFH ClXBBiria—EDTH, HAZ D
HALER OB EE T DT HORBR A LRI THLEE 2 HND. £Z T Fig. 2.18 TR 7= HAZ
AL CREWT L 72 BE O AR 4 B O D 0.25 2 HAZ #ALER CORWT 7 74TV T L C, RO
TS (AR AR 228 (L S+ C FEM fifbr & 320 L 7= Flg 2.19(a)lT HAZ DALMY 39 %D
FEATAE R THY, HAZ LTI OT ABNERL, FAIITEEENZEAERBD BN -7,
HAZ AL AT 2 T AT U7\ SEE LT AL CO ARy MR EERRR i O O (G A7 BREE:50 mm) |
2.2 % ToH 7. Fig. 2.19(b)iXL HAZ DALY 24 %D /r—ATHY, 58k A TERO R 381
B TCNDZENDND. HAZ FAGE AW 7 7 AT U7 I LT R 5L C O AR NSk ER
DR TNE 4.4 % ThH-7=. Fig. 2.19(c)iE HAZ OHRALERDN 14 %D —ATh%. HAZ #ALE A
W7 7 A7 VTR T, BB AT O R TR EREMETE RO DAL, ARy NE
PR O TNE 7.6 %IlZiE LT ZHIHD ARy NEHERER Fr OB {H OO fEI Fig. 2.17(a)lc
RUTZBVLBR U780 E O FEBRfEL B dsteia—E L Th. HAZ O#ALFEN/ NSV E HAZ iRk
I RPTANC O T B3 E T T 2RI R SV ETE L, PATE RR CER A Z TR Z LR T
D720, WO A L322 EEIT DD MBS LT

HAZ DAL R 2/ NS 57201213, HAZ A2l 270 B O S % NI 20 ED DS .
HAZ ALOIHNILE B IR OWMRE R E Z LD, SIIRIEI)Y 1500 MPa #k 4 # x 2552
R EERSAR 1, ARy NABEOEETIE, BDRO LT HAZ DB DS N2/ 2L Th,
T NS RTINS, 8 ItHRE L BICIRINT 2728 C HAZ b 2L T,
TR OV S IS DB FAIRELARNEHEERSILD. 278, HEH TR A ik AL
SEHFE IDHEERNRK R D1 DEZZ LML, BULHE S THRZ LS+ E 5L, Hik
IR A 3 AR S AR RN D DT, TR W TUIAR Y NEEETIC TIRES LD
OF A &E I, EURH(ERERDINCHONCORIM OMESEEETHIENEE ThHHEE
ZoN5. Fo, AR HEIRIREZ 1500 MPa DS THh AR NABER ICBEANETTVY, HAZ
LA TSI, FEM LRBRO @O I O3S DN D Edv b ol ARy NEBR ITEEAN
EATOFIEEL TRy NRAZ U T DARY NEHET —F— R 7 T 7 03HY, FEIZOWTIEE 3 T
WET2.
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(a) HAZ softening ratio 39 % (G.L.=50mm Elongation 2.2%) I 0.20
0.16
0.12

0.08

I 0.04
0.00

(c) HAZ softening ratio 14 % (G.L.=50mm Elongation 7.6%)

Fig. 2.19 Effect of the HAZ softening ratio on equivalent plastic strain in spot welded joints when

the softened HAZ reached the fracture criteria.
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25 #E

51 HEIRE2S 980 MPa #k~1800 MPa #k H B 518k S8R 0O AR NEA /K T2 Sl A it PN
THIREIEZ T I23E 0, e Kt 1MW R ONZ KIE T HAZ #RALOEZIC SOV THRFILTZ
R LT oA NELNT-.

1) ARy NEEGER A OmEN S [IRHBERIZIBW T, SO 513RIRSAY 1180 MPa fka iz 5L, 5l
SR J7 AN A LT- ARy NS O HAZ #) L& R S L LT 33 BT

2) HAZ #ALECRWT L7 ARy MEBERBR T IL, R OF 8RBT L~ DE, RKIG O
Tl T THELOD, BEWHE NI RIFICIR T3 2m &R L7z

3) S OFIBRIRS O ELHIZ, ARy MNEHEABR A HAZ RALH CREWT 3~ 2 RE O W OF
MK T 9 DA D3RO DI, AT D ARy Mgzl i O OB G HIK T LTZ.

4) HAZ OFRHAGHOBESN—EDOYE, 7 v ML HAZ BAGIE DS ARy MNesaii i ok b7
N KIFE TR B IIEF (NS o7z,

5) ARy MEHESIVZERRBR O Y THROBRIZIE, BWrhONIE LA LR BE RIF ST
fth)7, BIERER T OMEDOR D EEHIZ, FEWTH UMK T 32 m AR BT,

6) AR NEBERER T OB R ONE, HAZ O{LE] = (RM OS —HAZ Ok
{EEBOIEE) /FAF DFES X100 % | DK EAFEE KIZTL Tz,

7) HUE 1.6 mm DARY MEFERER A 128V T, HAZ OAEERN 20 %L0/NSWEA TR T
WeTL, Rt & RS OB O3S BTz, HAZ DAL IR 20 %L k&< 425 HAZ #ALHE
TIEWr BB O B, W H OB EIRIIK T L. 512, HAZ Of{LEOHEINIZED
720N, ARy MNAHERER - ORI OME T 3 2[R 23538 bz,
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EIE KRy FREVTREBEEIN-IRY MNEBEBFOHWEBERE -XKRy
MEET 75— KI5V KIiTDR-

31 #%E

H &8 O E 222 PO f) L HEAR B I L ARE W EA WL T 5720, HEEHEA~OR
SR IBHAR O A 3 HED BT\ D, B BY I A SIS E IR ISR D &, TREE S T AT & BN
LCHY, BETIE %A HRER (51 RS T 270 MPa #%) OF) 6 D5 iERS%H > 1800 MPa
BOFHRETHEASN TS V. ZOIH7228( D5, 519EES 1500 MPa LA EOSK DEB5H D
% AFRY AL T T PRHOLNTWS. By hAZ 7 TN, R TERICK RSN
72RO 2K 900 CHOA—AT T AMREBIZINEAL 7242, B8RO &M E ANTT T2
BB ERIRFC~ LT o A NEREIC R DBEANEAT) TIETHD. Ry hAZ 7 TR, BIR T
FEATHIZD TV AR EMEL, BRI B IR E THOR BRI D &) R 7
.

HEIHO A ©7—, B E7—72 /B0 T, Ry A T A 13X U &35 m R ) Sk
D DS TR D280, KT EE DS B E AL Tl 98 M SR 23 0 B S B R A B T i g
WETDHENRHD. W, ZOIOBRMEOT M, TVARIEL ik xz Eidg b, ARyE
R I CibES LS. By RAZ T IR O O%ES, BHE 1L Fig. 3.1 (a) 1T T LOIARy A
o7 TIE TR LT RIE i & ARy NEHE T HZE TRANL THILD A, MERZLDWEIR T
R T DV R A AT 28T, il LIRS FIE T A IE T 5L TED. OFD,
Fig. 3.1 (b) (TR T IRy "ARZ 7 RS Z, MRS MBI OAICEREDE TTHA
Ry NEBEL, IRy hAZ T RER () 900 CITIIEA— /KI5 &R CRUE L RIRFIZEE AN —FED o &
DA, BAT —VREDTD DV ay v T TAN THZECED, @iRERER A DY AR
ETHENTED V. ATIE ARy NESET —F7—R 7727 (TB) LiE) 1, &ifite 7L A45
DI NS HZ LA, MBIRERNLD 5840 LT i SR EE M 2 & TEDRE D B 5.

DX AR MNERE TB T, Fig. 3.1 (a) O LR TRESNDRY MAK T iR D8 5 DA
Ry NEBEEEIZ 720, ARy NEBER Ry RS T I LD BB IR A 52T 5. ARy N HE
HBICBB 2% 7oAk O T8 R RIS BT A 134D T0 7K O, ARy MNgEHE TB TIET
BLEL 7 A B BV BN T 20 AR, Mk PO RHEICBE oM AN EE LD, K
Y RAZ TR TIEES 3 TR~ IDITH N B IIRA T DL ARy NEBE O HAZ #Ab A A3
(/NS ONTHEWT T HREEN DD DY, ARy MNEHE:, BULHEZATHAR TiE% V52 Tkl
DR F 2B IE TEA A REMEN G D . SHICAR Y MNEEES OBV 2 10 & 5E 1 8kl D AR
MNEB® T OE CTHL TR ERSOIK T2 CEAHEMEL B 265,
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Heating Die—quenchShOt blasting *
R (descaling)

@ >Azl Spot \;elding
» J_L-v -\IM,L » /

* Only for un—coated steel

(a) Conventional assembly process

Shot blasting *
Spot welding Heatmg Die—quench (descaling)

»@»n»%

* Only for un—coated steel

(b) Spot welding tailored blank (TB) process
Fig. 3.1 Comparison of conventional assembly process and spot welding TB process for hot

stamping.

AREETIE, Ry hAZ T IER% O F [ BRIESAY 1500 MPa #kE725FED o &Ry hAZ 7 F#K
R, ARy NEBER TRy NAY T TRRER T ARy NEHE: TB kT O & FEEH 158 R (5]
R AWIRS, TFoIEMRS, ISR IOV THAEL, Ry hAZ L 7 TREZICAR Y MNE
BREAT ST D ARy MEHAE T L LR R Lo RS 175,

32 =EEBAE

ARREFHIHWZ8lER T, Ay hAZ T IBRFTO 5[ BRIRS AV 800 MPa DI > ERy hAK
7 SRR (L2245 1 0.21C-0.2Si-1.2Mn-0.012P-0.001S mass% HJF:1.6 mm ARHEdliH) THS.
AREABE, IS, KIS THAISNDZE T AT U AMEREL, BITRTREDKI 1500
MPa L7025, BV KOS I AR T D8R — V2R E T 57280, RO EIZ ay b7 T
AN A LT, Say b7 TAMLELY, =7 — R ay N7 IANEEIZLY, ¢0.3 mm O
AF— ) — % VZEUE 7] :0.35 MPa, #ATERRE: 49 150 mm TITo72. ZO8RE AW, 748
Y PAL T RLPRAR ARy MR ZAT o T2l 5 D ARy Mk T (Fig. 3.2 (a)) EAR Y MEHEk
Ry NG T IR EA T o To AR MNEgHz TB #lkTF (Fig. 3.2 (b)) ZAFRIL72. ZORED AR M
4% Table 3.1 (o9, INES), W@BIEIL—EEL, 747 v 3Nt 5 5Vt (t: B mm) O
FTED T 7 MEPGELNAIICEIEE T L. ARy NEEES O I 0A0 1L, Byl — Al
SEHEAV, RBR71 9.8 N THAELL. £, ARy NABROMKBIE O, BRIKELTHA
2= )L T— VA .
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E> 900°C-5min—Die quench E> Shot blasting E> Spot welding

(a) Conventional spot welds

E> Spot welding )| 900°C-5min—Die quench )| Shot blasting

(b) Spot welding TB

Fig. 3.2 Procedure for preparation of specimen.

Table 3.1 Spot welding conditions.

Welder AC Stationary

Electrode DR type @6 R40

Force 34 kN

Welding time 333 ms (20 cycles/60Hz)

Welding current | Controlled to obtain

target nugget diameter

Holding time 167 ms (10 cycles/60Hz)

T O 58 FE R PEOFEAM &L C, Fig. 3.3 (a) ORBR A IZTHI3EE AW iR X (Tensile shear
strength: TSS) 33U\ Fig. 3.3 (b) (T~ 78R A 12 THF 51358 (Cross tension strength: CTS)
ZIRALZ. SISO Y 10 mm/min EL7-. 7z, Fig. 3.3 (¢) (R T, ARk
VEHED HAZ $ALECA UDREWNT 2 FF M4 2 P 5 | TR ER V&2 EMiL 7=, 20L& 05| iRE T 3
mm/min EL72. SHIZHBEOFAREMBELIZER AL~V TAR Y Mg TB TIEOMK TRt
9572912, Fig. 3.4 12Ny MUOET L EA (R EE : 72 mm-J& @& 30 mm X 5E 30
mm X £:300 mm) CHERY 3 TR ZAT o 72, /oy M O JE T & JEAR (8 25 mm X &KX 40
mm) D ARy MNEHF T AGER COFHIE CTHY, W OARy MNatE TREE, ARy MNEHE TB L
FRO2HODTRTIERLZ. 2D, Ny MM D77 V% L CEHE 50 mm I TAR Y MNE
PEEATO AW O L LT, MERILZZ 85501 Fig. 3.5 (R X918, REMERO AR Y Na#E &
A7 Z—DE FOJERMRERDIDICEEL, 7 3 SRR FLAZEE 1 mm/s) TR
L7z
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Gage length
Spot weld 50

<39 AN
EH = lw ™ L <L %

O
— =/ $ . =

100 ~
150 Hot stamped steel
(a) Tensile shear strength(TSS) (b) Cross tension strength(CTS) (c) Tensile test

Fig. 3.3 Evaluation of spot welds.

9590MPa steel-1.6t

| Spot welds for evaluation |

Fig. 3.4 Set up of hat-shape component. Fig. 3.5 3-point bending tests of hat-shape component.
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33 ERBERRUEBER
331 RRv bFE TBHRFOFEIES LK

Fig. 3.6 [CAR Y NASE O Sy Fize v 3. ARy NERE TB O T TIE, Ay hAZ 7 4L
FERTOSAPN ARy NERES LS. B OB Y 1 — ARSI 260 FRETHH, T2 v byl —
ARSI 460 FREETHIINLZ. D%, By hAZ L FRBIZIVRER A £ RICEEE DAY, 7
Y NPBREFIZANT TOR Y 71— A S1E 460 FREE TH)— T80T, ARy PAZ L T RUEAR D ARy b
Vst TB EF DT 7y ORI ILIE8 H O ARy NEHEF O 77 MR AR E Th 7228, 5
YRDOES L OENE T/ NSWMHAI RO BT, ZHUTERIRT DI, Ry AZ T LBET
FAR DY) — LA TSI D EHEEL ST, FTz, W OAR Y NEHERIZIE, By —AEIAY 300
FEED HAZ §)ALE T MMAO B X% 1 mm OWEIZHO7- AT B W TERO LIV, AR
v NEHE TB il F Tl HAZ AL TR DAL o7,

IAZAR Y NEHE DR A BLEL LT, T A X — VB R TOAR Y NABEROMMA Fig. 3.7 12
AT OARY NEHECIX, B ARy NEHE ORI E W ARRDOI, 7 hokIX
AL T e, —HC, ARy NAERE TB TliE, 77 hOMRIL R L AR D HE T
— IR Ch oo, Fiz, B OAR Y NEHEER CIE, HAZ ¥ALEIX T2 Y hOSE S 1 mm 2
FEBEN T AL B B EALD BT OE B EE L T AN RO BTz

0.2mm

500

=

2 400
&

%)

8 300

c

° | -
:‘E“ 200 —— Conventional spot weld

» | | —&— Spot welding TB before quenching |._
2 100

ﬁ —@— Spot welding TB

> 0 1 [ [ 1 1

-6 -4 -2 0 2 4 6
Distance from center of nugget (mm)

Fig. 3.6 Hardness profile of spot welds.
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BT — VR TO ARy NEBEEROMFE Fig. 3.8 (RT. BH OAR Y NABHET, AR vk
Vs TB EFLb, IEREERE L7- 07 MR & Tz, o, T/ v M ER L TR miika Bl 52
THE, JEEH DOARY NESTEEFE RS AR CHHY, ARy NEHE TB kT CIIEE BRI
BOBRPAIAPE Ch o7z, ARy NEBE TB T TIE, Ay hAZ 7 TREROBILIRIZLY S5 v b
NO~I I A — AL T OREC AL DI REIRE N AL T2 EZ 2 LD, ZHDRERXK
0, W DARY MNEBEE AR Y MNERE TB IZOWTE T 7y OIS I QR THHN, ARy
R ABE Y UB ARt PN b AR T AAVIRY SV NRay/aY oY RS

Nugget

(a) Conventional spot welds

(b) Spot welding TB

Fig. 3.7 Macrostructure of welds (Nital etching).
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(a) Conventional spot welds

Nugget

(b) Spot welding TB

ing).

I etch

1cra

8 Macrostructure of welds (P

3.

Fig
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332 RRvy hBEETBMFOSIEREAMBSE (TSS)

Fig. 3.9 (Tl OARy MNEHEKF L AR Mgtz TB ik FD TSS 7R3, ARy Mgt TB fifF
D TSS 1L, WTFNDTF Y MRIZEWTY, WHE OARy NEREF T LV Z <O T Thoo @ MH
[FIAEOOILIZ. Fig. 3.10 (ZE7T—/ WX OHkE BLH S B 7ot BT o — Gz 4. ik
FOMBALREE, 77 v ME 3Nt~5SVtOFIPH TR TS R ThoTo. —MIC, ARy Ak
FORI R AWERERTIE, 77y MED/NESWIGE TS0 THEBIL, 77y MERKRERDHET
FyrDAVTT T 75 Y. BIREMELIZHE 1.6 mm 0 1500 MPa sy NAZ L 7§D A
Ry NAERE T OB AR LY, 7T 72155720 IS B FIRO 7 Y MEIE 5.2Vt
~S5 SN TH o728, T4y MEDS 3Nt~ SNt ORI I TR AT 2 L1332 i B CTh
LHEBEZ B,

30

25 1 OConventional spot weld

B Spot welding TB
20 A

19 1

TSS(kN)

3/t | 4yt | 54t

Nugget diameter

Fig. 3.9 Comparison of the tensile shear strength.

(a) Conventional spot welds (b) Spot welding TB

Fig. 3.10 Failure mode in the tensile shear tests (Nugget diameter:4\/t).
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53R AW BR 1% O A Fig. 3.11 (-7, ARy MNaE TB fET, 18 O ARy NAEK T &
b, T MR RERO ONT A BRIIE, il OIZIE R TT 4 7RO L. T,
kT O IR Ch o7 222 /R L TVD. Fz, lEmIZRB W TSN T 1 T A X
[ZITA BEWTERO bR T,

SR AW TR CIEMERSE L 728550 TSS X, R TRENALIIIZ, 77 vhot
ABRES () 2T 7y MEICIKIF T A28 B IRESh T Y.

TSS RERENT) o (77 YOS X (57 Y M) 2-1
ARy MEHE TB LIl O AR MEBED Ty bORESIE, Fig. 3.6 IR T IITHERFRE TH S

3, ARy Mg TB O TSS B <O TMNITHE VDL, BB 358902 T 7 v b EEER AT ORI
F0 & B OBV R ENBEL TODTeh EB BT,

(a) Conventional spot welds (b) Spot welding TB

Fig. 3.11 Fracture surface in tensile shear tests.
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333 RKRy FBEETB#FO+F5IHRES (CTS)

Fig. 3.12 [ZARy MNA#E TB Mk T Ll & O ARy NEFEE T O CTS OfHlifk a2~ ARy
W8 TB R F T, WTho 77y MRICEB W THIEBE O ARy NEEEFLOE CTS 23 KIEIZE
Doz, MEFOMWIEREIL, Fig. 3.13 [2 Bl 3 2508, BHE OARy NEETIIWThoF5
Y MRIZBWTHE D 7 T 7 M Ch-T-DITHL, ARy MNE#E TB TIX 7 77l Ch -7z, i’
BRi% DM, Fig. 3.14 (R T X9IZ, 077 7 M U728 i O AR > NEHEE T Cldy x—o%
B AROBEA~EFRLEDFRDONDDITH L, TTT ML AR NaRE TB kT ClidSdms
ST N RO BT,

14 O Conventional spot weld
12 1 mSpot welding TB
10
2 s
2 6 -
(@]
4
2 .
0 I '

3Vt 44t 5yt

Nugget diameter

Fig. 3.12 Comparison of the cross tension strength.

a) Conventional spot welds b) Spot welding TB

Fig. 3.13 Failure mode in the cross tension tests (Nugget diameter:4\/t).
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500 um
—

500 um

(a) Conventional spot welds (b) Spot welding TB

Fig. 3.14 Fracture surface in the cross tension tests.

ARy NEBE TBETICIE, HAZ AL DMEN 0, #ALIRICE DT 7y MR ~DIS HEF O
BRZE D ONELN T, HAZ BALE B2 7Ry MRS 7 IR O D ARy NEHER LS T
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Fig. 3.15 EPMA mapping of spot welds (phosphorus).
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(a) Conventional spot welds (b) Spot welding TB

Fig. 3.16 EPMA mapping of spot welds.
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Fig. 3.17 Effect of shot blasting on the cross tension strength (Nugget diameter:4\/t).
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Fig. 3.18 Stress-strain curves in tensile tests.

(b) Spot welding TB

Fig. 3.19 Failure mode in tensile tests.
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Fig. 3.20 Load-displacement curve of 3-point bending tests.
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(a) Conventional spot welds (b) Spot welding TB
Fig. 3.21 Spot welds after 3-point bending tests.
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C)  900°C-4min—Die quench [ Shot blasting |

Spot welding

(a) Conventional spot welds

E> Spot welding

-

900°C-4min—Die quench

-

Shot blasting

(b) Spot welding TB

Fig. 4.1 Procedure for preparation of specimen.

Table 4.1 Spot welding condition.

Welder AC Stationary

Electrode DR type ¢6 R40

Force 3.9 kN

Welding time 266 ms (16¢cycles)

Welding current Controlled to obtain target
nugget diameter

Holding time 167 ms (10 cycles)

FhiL7-. ZOHIRAE R, 38y RS T RUBRIZ AR MNEEAAT o T2 185 D ARy MaEikF
(Fig. 4.1 (a)) EAR Y NEER TRy hAX T IV A TIp > T- ARy MAEE TB # T (Fig. 4.1 (b)) &
TERIL 72, ZORF O ARy Mg % Table 4.1 \_/TT W DAR Y MNEHREAR Y MNE#HE: TB T
IZR— SR Tl DL T 7y MER R B0 Y, BIEATE T 5L T, 74 Y MEE 4.7 mm
(425t tHUE mm) \Hif 2 7o, F72, BB D720 5[ 5RIEE 590 MPa #k & 980 MPa # 0D & 5 /1 4 4
HAP D AR NEHEAEFHAERLT-.

ARy MR BRI T-OR TR 1T TIS Z3138 (AR NAEEK T O AU BR 7 15) ICHEILL A L
7o ARy MR T O 5 3BT O IRE Fig. 4.2 (RT. 57l BRIE, B e
EHF-EV20kN, & & 20kN Ths. fif#HEit R=0.1 &L, ff EfilfHCRERAITV, $E 5387 0%
PE=ZY 2R, FIELOS | mm DL EZEATASHEINL 72480 3 U A il e 0 i LB e L7z
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Fig. 4.2 Shape and dimension of the fatigue test specimen.
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Fig. 4.3 Procedure for preparation of specimen for measurement of residual stress by X-ray.
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30 ¢ O:Conventional spot welds (Hot stamping)
I @:Spot welding TB (Hot stamping)
2.5 :"“'"“““‘£ @
E A: Conventional spot welds (980 MPa steel)
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& e
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00
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Fig. 4.4 Comparison of the fatigue test results of spot welds.

(a) Conventional spot welds (b) Spot welding TB

Fig. 4.5 Failure mode in the fatigue tests (AP=1.75kN).
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7.

AP=1.75kN
Sheet thickness: 1.2mm
Nugget diameter: 4.7mm

Conventional Withoutshot Shotblasting
spotwelds blasting P
Spot weTaing B

1.5X106}-

1.0X108

5.0X10°

Cycles to failure

Fig. 4.6 Comparison of the number of cycles to failure in fatigue tests.

|| Conventional spot welds
1.5X108| |AP=1.75kN
Sheet thickness: 1.2mm

1.0X106 [ Nugget diameter: 4.7mm

5.0X10°

Cycles to failure

Shotblasting before Without shot blasting
welding before welding

Fig. 4.7 Effect of shot blasting before conventional spot welding on the number of cycles to failure

in fatigue tests.
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Conventional spot welds
1.5X108[| AP=1.75kN
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Nugget diameter: 4.7mm

1.0X1068[7

5.0X105}------- -~ S - - -~
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Without shot blasting Shotblasting after
afterwelding welding

Fig. 4.8 Effect of the shot blasting after conventional spot welding on the number of cycles to failure

in fatigue tests.
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Residual stress (MPa)
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Sheet inner (overlapped) surface

Fig. 4.9 Residual stress distributions around the spot welds.
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oo, 2O, AT AP=1.75 kKN TR RERZITV, FrEOMRD IR UL TR 75 iz 1o,
Ty ML O W A S [ BRI AT MBI T 5L T, TSRO ERE B A A
L7-. Fig. 4.10 [Z ARy NABEE O 23, ()l 20K LEL 6.0X10" B TOWE THY, Sav

Without shot blasting
(a) 6.0X10* cycles

Without shot blasting

Shot blasting

(b) 2.0X10% cycles

Fig. 4.10 Effect of shot blasting on the fatigue crack propagating length of spot welding TB.
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N7 ZANRUCIIEHEE D /o FHebiimn BIRIE T NS/ NS 700 55 EERFRO BN HDITRIL, T=
VT T ANHY TILE Iy X ZUTERO IR T-. (b)ITARDIRLEL 2.0X10° [FICTOWIE THY, =
YT TANRL, ay T TARNSY DWW ISR D /v F Jediin OIS 7 I 57 SR
RBBOLNT-. ZOLE, Lay T FANLO SN, WHEHPERL TODHIERN DT,

BARO I AT TR A 1L, 97 RO RSHEFIE LT AE R A Fig. 411 \RT. JE7EH
Ty NDJEBEOEL 2 PETICRDLNDDS, LA TOTNIRIDERLZED D720
AENT RV ORE 75 & TRMELZ. S ay T TARBYIL, vavh T TAMNALID IR &R D
FAENIET DN oTo. £z, Fig. 4.11 13 E 3 L7207 T77 ThoHIzb, 777 LD
HEIFARETHLAERIICT vy R3S D ay b T TARDYO D F N, Tayh 7 T AN UL 57 & 54
DHERFHEHIEIR>TNDHILERL TS, 7ok, TROIEAEIT Fig. 4.11 (TR THMDIELE
TOEHEEOTrYRY, vayh T FAMRLT 4.0X10* [HfEE, v avh 7 IAMHYT 1.3X10°
[EIFEEE SHERIS NG, BT ITEnEh, £ 7.0X10° [\, £ 1.64X10° [ED72%, EZOFEA T
LFEMDIL 6~8 NIRE THHEBDOND. Lo T, Ryr—ATIIEHDOMERIE T DEFMIT
D DEIE R RENZD, S ~D ay T T AN LD 55 F A 1) 1130 55 2100 1 B AN
ETHEMICEDLDONKRENEEZLND.

Cycles to failure of Shot blasting

Without shot blasting \
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Fig. 4.11 Effect of shot blasting on the fatigue crack propagating length of spot welding TB.
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434 RFIABRKOISHNDM, ERREIZRIEFT O av TSR MNOEE

S ~D T3y 8T TANIEEE 55 Fm AN BT DA =X LE NN T DT80, ARy MNEHE
TB D ay b7 TAMRL LT ay b T T A DT OV TR T3 BR T ff ERBE A AR L 72
FREZFZIEMEAT(LA T, FEM #4238 F L, 98 57 B s D J1 a3 -l L 7=. Fig. 4.12 12
MreT VR, IETE 172 S TET LA L, FEBRC RO IABEE T W) mm il E i
BIVFF Y MEE 4.7 mm, JEBEROERE 5.9 mm EERUKRRES 6 HREHE TAYY 245%]
AT T2, RIS M 5 SN - IRS & IEHEIC AL D Z LT EEL S, S ay e —=0 27 Tl
HHEE DS 0.2~0.3 mm FLEOHPAICAT G- FF A RESN TS Y. AEOTayh TS
ANIHPNRT WVEEA — VDO BREDIH CTHOREMIIZ LR RIS N 2 595 ay e
—=U T DI DO TIIRWew, ZRBEO IR ISP B-INTb D EREL T,
HR D JE 5 0.05 mm OFEIRIZFEE G 12 5% € LT-. Fig. 4.9 TRIE LIS 125 1
DOHIEMETHLD, By hAF T OB 2y b7 TANMI LD E ORISR m s
YRS NCEAT AL RIC THHEE ZHNDHT-8, Fig. 4.13 IR T X oy, o, HHIELRITE
RIS HEZE LT, 77— LIZARYNERE TB DY ay b7 TANRLEHELIZLOTHY, KEiC
3Ry AL T TREOEULEE T AU T2 200 MPa DB [ BRIX R IS 1D A AR ELTZ. 7 — A 2 1LAR
Y NESE TB O ayh 7 ZANDYEBEL-LOTHY, ERmEZFR KB IZ 600 MPa O FAiEik
IS7), ERIEIZIE200 MPa D5 | IRFRRE I ) AN E NG E LT, MBI 27 32 205.9
GPa, R7 V03 &7 E LTz, A SIS /I 207 0.05 mm A E L, % 57 5B
1 B (57 3R AP=1.75 kN, R=0.1 TORKHE THD 1.94 kN) ZFHLI-. ZOMEAR S
PECIFEMEE D AECIRNZE 2R LT T2, WPEfETE L7, fEHT CIZLAE FEM fi#fr=—R
Abaqus ver.6.12 OFFRRMETES FHVZ.

ARy NEE TB DY ay T TANRLEE LI —A | OffTiE 3% Fig. 4.14 12737, (a)lT
RRTIGH DA —K, (0)FE K TG DORTMVOARK, (NTETIREE (BIRAER: 5 %)
ThHD. RIS ay b7 TANDVZRE LT — A 2 OfEMTHE B% Fig. 4.15 (2757, Fig. 4.14(a),
Fig. 4.15(a) D LR LD, 1.94 kN O EA AR LIZEE, RO /v F it s B\ W T K EiG
HIBEDEIRIES 2 T TARBY D I BN EN b o7, T2, BHFICREICRTERE O
Iy F IS RS BT DR K FEIG L, v ayh T TANRLTIEK 980 MPa, v ay 7 ZARHY I
#9830 MPa TdV, M EAMEIREE IS A i €+ HZE TR 150 MPa I 5 2 &0V o7z, £
7=, Fig. 4.14(b), Fig. 4.15(b)&t, KHFIZHRAD REITRT I K TS I3RS B EIZEB TS
R TEISDDOIT AT Fig. 4.10 (R FEZOME R T IIIERE THHILIY, 2O KE
SIS EIE R OBREN /) ThHEEZBND. ZOXIRE RIS DI EAREOMFED
EIE—ROEWNIRKT5E%E 255, Fig. 4.14(c), Fig. 4.15(c)iC 1.94 kKN OfifEZ AR LT
EEDORBR T OETIRRE (ETAEZR S fF) T . ARy NEBEM TS EE AR T 5, Fig
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Jes OB O &4 55 ISk RO AT —RRNE(LT DB bnotz. v —heSL—vay
JediC OB ORI T 5 ZE TSRO /v F el CORRKFEIRNBIE FLcb DL Bbis.

UL ED IS0 a2y b7 T AMZ I8 D EMEFR RIS ST OEMICED, ay b7 FARS TR
HREPOORE FEHOB LB I OERPIBIET 2B LN RE-b DB 25D,
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59 (unit:mm) {_i

& ~)
-

0.15
|
T
‘\‘

Y e - N 5 MP2)

o : il L T W 20
— 0 o
N T W G0
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(c) Surface layer of setting residual stress
Casze 2 (Spot welding TB with shot blasting)

Fig. 4.12 Finite element model of spot welded joints. Fig. 4.13 Initial residual stress used for

finite element model of spot

welding TB.
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(a) Distribution of maximum principal stress (b) Vector of maximum principal stress

Deformation rate X5

(c) Deformation of Joints

Load:1.94kN
Fig.4.14 Analysis results of case 1 (Spot welding TB without shot blasting).

—_————

Max.Principal .
(MPa) | L

| I [ 8
[ — IR T T .

(a) Distribution of maximum principal stress (b) Vector of maximum principal stress
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Deformation rate X5

(¢) Deformation of Joints
Load:1.94kN

Fig. 4.15 Analysis results of case 2 (Spot welding TB with shot blasting).
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51 #%&

ARy ME T B By B OA AN T D FEREHE TH D, HE KT 300~400 D
VARG A 3000~6000 sLODAR Y MEHE CTHLANL THIVTWD. IT4F, BRI FAb L E2E
ZARMER EABRELT, BBV EEKA~O &R SR OEAMER L2 2dH5. LnLanb,
3R SV OO AR NESHER Y 57 50 B 1 XS O 5 RIS I KO TR R E ThH LA S
T T, SR OMRIEZ T HEAR Y NEERTORE FRE IR T2 Y. 2otz
FEME DSBS DR iR T R A IO AL 3572 0D121%, ARy NSk T OJE 57 7R 0
M EAZEEN TN,

VR OW R A2 1 ESW 5 FEELT, 72O T AWK T OLAIL, e —F
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ANERGIRRIG T2 5972051, WREEE — R 1L~ OBE Y — = Z I L0 S 4
BT HLEBIEMR RIS a2 595571 YR8 BMRESH TV, ZROD FEIT TR
T EROFER HTHHE— RO I EEER S5 5 ETHS.

)7, ARy NESEME T CIE, EREEERE (5> ) ISk O Erm ISR S L, 3% 57 & 4T
BRDOERFOFT 7Y NE IS Han TR NEO /o F AL, iRt m~EtERT 5.

IO, AR NEBETIE, 7— 28O INE NETMOTARELEZ DL, EHR B
WO B O 2l 52 LIIREE CTh D, ARy NEH T O 77 iR E A m) S
HIFHEEL L, ARy NEERICHRBEBEITOI I D, ARy NEER IR 2 s+ 5 1k Y
PHRESN TN,

AEl, B4 BTHEONZMAZLEIL, vay 7 FANMLBZIE T 528 T, SRR Al

BB L 72 Th ARy MNEHERK T O 77 R EE 2 ] LSS D7 FEZRFE L. Tavh
7 IANMLERIIED o E Ry MAZ L THIR D TV AR D BIEZ BV THNLRTNS P KT
BTy RAS T HRR O INE TFE CHM R AT D8 AT — L EBRET DD HV DI
TWeay N7 FANEERA — L DR E TR, ARy MNEHFFOR 7 FED M HIZiEHL
b D THD. AFIETHIEEWEHET R E 0 BE M mA N 7o CTHRE TR M L TE 5
AV RNHY, FRIE WS RN RD O TWA T T I — A, U T T 7L —4A, al T
— LR 8 HEV O D v o — A O ARy MR O J5 Rt IS w5 CEL AR & 2.

AREFETIE, 5IHRIREH 980 MPa ko> &5 S #iitka JHVY, St I ~DT ay b7 I AMLEIZ X
HAR Y NEHEE T O 57 Rtk 8] B2 FFET DL E012, BRI ~DT 2y b7 FANMLERIZ LY
AR QM DI T RN T, R D — A TR TR M) LT DA =X b a B LT,
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52 ERAE

ARREHT SRR DAL 521805 R RFE % Table 5.1 1SR, BUEAY 1.2 mm, 53EHREA
980 MPa fhkDIEH>EDIRIEFINTH L. 775 O RE Fig. 5.1 (7. BB RIX
JIS Z 3138 (AR M kT O AU RBR U7 15) ICHEILUAERLL 72 ARy MEsHS (-4 Table 5.2 (T
. 47 mm(4.25Vt AR mm) OF 7y MEBESND ISR ETIIE L. Fig. 5.2 12
NI TAMLEEORE %R, Yay T TAMNIEMEE TRIO =7 — & a7 T ANERE
BA-1 %\, ¢ 0.3 mm DAF —/LE— XA 225G+ 77 :0.35 MPa, FATERRE: £ 150 mm TARKR b
Ve i O S B LTz

Tay T TARNE B L CTORWARy NEEGRER i &2 ay N7 T AN FE i LU T- AR M #E
BRI AVERLL, JIS Z3138 (AR MNEEEk TP VAR BR 5 15) (CHEHL UG 57 58 B 2 A L 7. 9%
57 BRHEE, SEERERTRY EHF-EV20kN, & 20 kN Z vz, fiffEtba R= 0.1 &Ufaf E i)
HTRBRAET T o7, ARy NEERB R OB ET=2) 7L, YIENEDE | mm BLEZEAT
DML 70 3R U BRI 0 I L e L7z

AR Mtz ¥ 57 E ZATHR O A DAMENTHE R T 57280, S NDIE T7 & RO
R/l R FBABIE TN THD. ZOT-OFTE DR IE U T 5 B A (2 1L S+,
R OF 7y ML O W Z 5 IR AT EIZ AT AICBIEE T 528 T, 7 E RO A5 H) it
JRAEENATRA L. ZOLEONE TR B 1.75 kN &LT-.

Table 5.1 Chemical composition and mechanical properties of the steel sheets.

Grade C Si Mn P S
980MPal 0.15 | 0.13 | 2.58 | 0.008 | 0.002
massh
Thickness Yeild Tensile Elongation
(mm) strength| strength %)
(MPa) | (MPa)
1.2 702 1087 15
| 50 . < 60 . 40 60 50
7 ] T
Grip area % O E . Griparea | §
Spacer ) |
(Thickness 1.2) Spot weld l
A
(unit:mm) :Th:lf::::l,:':

Fig. 5.1 Shape and dimensions of the fatigue test specimen.
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Table 5.2 Welding conditions.

Welder AC stationary
Electrode DR type, Tip face: 6 R40
Force 3.4 kN

Welding time 267 ms (16 cycles/60Hz)
Welding current |5.7 kA
Holding time 167 ms (10 cycles/60Hz)

Shot blasting

Fig. 5.2 Shot blasting method.

Fz, THREICHEE RIEL CODEB X NG, ARy NERE R D OIS ) o Ai % 1 E
U7e. 36 97 Rt AR BB G 1 O AR B2 IR b3 2720121, 97 RO T R ChHHR D HE 12
M DFRR IS N ZRE T DUHENRHD. AL TIZERE ORI 1A RIET 572012, Fig. 4.3
KON Fig. 53 \ORTFEZ AWz, RFETIIEREICHZRET D720 Ok E, T IRE2ZET
Te8iiRR L, RAETES T DR E WD, REES T D O E, /X EZET T8ROIz L,
PRGN RE T D10 DR RGO T%, ARy NEEEZIT 72, ay T FANMLE %
TRV A 1X, REES T D O AT RO, SO ERmEm S mOZnEh ok
IS IEE LT, FTe, vayh T FANMLBREAT S T3 BRI, T ay b7 TANMLE 2 A ZES T
DO A B FRE, SO am &S DEIENDFREIS NERIE L. RIS I ORIE
V77 7% XRD PSPC-RSF % FV /=, HIGEMEIRIE 0.5 mmo &L, J& 55 R B % LIFL CDHE
BZONDFT T YOG M OIS 2 RE LT, JEEFHIT, SR E CiE 7y ML)
5 10.0mm E£TEL7-. SO ERE TIET 5 MNOFRRE IS TRE TERW e, JHIE FEPH I
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T RGNS 3.0 mm 205 8.0 mm £ TOHFIPHE LTz, BT, vavh 7 TANG L D8 D
PRI I OB RS INZIRAE Lz, 7 L2 10 mm BTN EIZ BT, BRI
(ZXVEAR A FZ D DAFEEL, T 7 OB T M DFRRE G 1% R @ HIRS T HIZ 0.3 mm £T
HIEL.

Steel sheet
with a hole

Overlap steel Spot Welding Remove steel
sheets —With & without | cover — Measure
shot blasting residual stress

(unit:mm)

Steel sheet
to measure n—
residual stress R

o
0 o m 100 1

(TR

Overlapped surface

Fig. 5.3 Procedure for preparation of specimen for the measurement of residual stress by X-ray.

79



53 EBRHERRUEER
531 ARy MEBRBFOEFFECRET L a Y FITFRNOEE

Fig. 5.4(a) |23 ay T FANRLE  ay T TARNDY D ARy NEHGRR i OB~ T, vay
NI TANDYIL Y 2 b T TANRUNT LR ARy NEHER O G034 T HEOb OO # O IMEL LD 7
X9 ThD. Fig. 5.4(b) 1T ERZILRKL SEM THELIE R THD. vavh7 TARDY
1Fay b7 TARRUIZH A, Jild & oo MM A T R EWEA 25580 55, Fig. 5.5 1233y
TIANRLEY ay NT TANDY D ARy MEHE O S 53 iz~ . Sl O FE A7) 0.2 mm D
AL CHRIE AT H NS E LTS 3 A IS ay N7 T AN, T ay T FANRL O ZEITFBO D
Wiehotz. £z, RIE ST IS &2 HE LT — A TH IS4 12 e 2213580 b -7z

Without shot blasting

With shot blasting

—_—

| Shot blasted area

(a) Appearance of test specimen

Without shot blasting

With shot blasting

(b) SEM observation of steel surface

Fig. 5.4 Comparison of test specimen with and without shot blasting.

80



500

450

S
o
o

w
(3]
o

w
o
o

Hardness (Hv:9.8N)

O: Without shot blasting
H : With shot blasting

200 —/H4—4+v-—+4—+—""—"—+—"+—"+—">-—-"———
8-76-5-4-3-2-10 1 2 3 456 7 8

N
(3
o

Distance from center of nugget (mm)

500

[O: Without shot blasting

450 M : With shot blasting

400 |
350

300 | E M

250 |

Hardness (Hv:0.98N)

200 EE—
0 02040608 1 1.2
Distance from outer
surface(mm)

Fig. 5.5 Hardness profile of 980 MPa steel spot welds with and without shot blasting.
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Fig. 5.6 [Zay N7 TANRL & ay b T T ARNDY D ARy Mgk T O 57l Bk e v 3. o
Gy h T TANDY D ARy NEEE R TIX L 2y h 7 AL O T LW ETOHFMNEL, HEH7
PRGERDRLE 107 ) TOMREITK 2 f512m LU, Fig. 5.7 [ 9 RBR COMMEEZ =~
Tay N7 TANRL, ayh T TANDY, Wb TS NEFE O3 R RO 2o F S DK
JE 5 N IE DD 7 R FRD BV, T DY 97 RO FEANLE, RN E I E
EEAL TS WAVIESSY

3000 . T
OWithout shot blasting
2500 frommmmmmmmmoes B With shot blasting
2 2000 [------- 0------ it
£ mN :
% 1500 [------------- ------ l-,
C 1 1
© 1
© 1000 [--==---=-=----- R 1=-
9 ! mi
500 [--==-=====-=-- pommemmeeees T~
0 i i
10% 106 107

Cycles to failure

Fig. 5.6 Fatigue test results of spot welds with and without shot blasting.

(b) With shot blasting

Fig. 5.7 Failure mode of 980 MPa steel spot welds in fatigue tests (Load range: 1.75 kN).
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532 ARy FMAEBRFORBLAHICRIET S av b ISRAMOEE

T Ay NI FARNRAR Y NEHER O IR R I N AT T B LT 5729, Fig. 5.3 (TRl
B Clayh 7 IARRL, Yayh T TARNDY D AR MNRBE OFREIG )AHIE LT-. Fig. 5.8(a)
(T AR MABEES D AME OIS A7 TdD. v ay b7 TAMLDO ARy MABEKFETIZT 7y
MROMCREZRF RIS IS I DSGRO IV Ty MDD LG RIS IS DMK T L7z, &4

HERALE THD, 77y bHba bR 3 mm BEN7ZALE TI3KI 200 MPa O 5| 5RFERE G ) 735588

bz, )7, T ay T TANDY D ARy MR TIX, 77 v " bOEBEIC DD B35 500
MPa O REZRJEMIFREE I N SFBO B2, RIZ, BRI OIS oA a LIk R% Fig.
5.8(b) (TR T. EHAM TIETay M7 FANOFEICILTHRAISNIREATE(LE T, L&
HOFAEF RTE THHT 7y ML B 3 mm BEN L E TOBEE G NI AR FLE Th-o
7-.

(b)Overlapped surface

(a)Outer surface
800
600 —{1— Without shot blasting
—— With shot blasting
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©
o
2 200
a
()
5 0
%]
Ej
3 -200 |
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o 400 |
o0 .\./IW\I——I
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(a) Outer surface
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—&— With shot blasting
= 400 -
a.
2 200 -
%]
()
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(b) Overlapped surface

Fig. 5.8 Residual stress distributions around the spot welds.
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° —O— Without shot blasting

$-100 |

< —&— With shot blasting
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2 Radial direction
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_600 1 1 1
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Fig. 5.9 Residual stress distributions in the thickness direction.

Fig. 5.9 \ZF 7 v hHulinG 10 mm BENTALE 2BV, 7y bR 5 [0 O 7B It 71 7% #1
BN E D BERS T ANZHE LR R 2w 3. Tay b ZANMRL CIEBiR £ m o0 FERE L 6T
50 MPaf2 EED 5 IR IS 13580 bz, )7, Tay b7 TAMDY TR G 0.1 mm DT
SIETHI 500 MPa DJEMEFREE LTI ROHAL, RSO M ELHIZEMEFREIS MK TL 0.25
mm CYayh7 AN L LR UL a7,

LLEDORERLY, ay b7 ZAMZ KOS A AN R E A2 ERMEER BEIG I3M 5:-3 503, Skl
WERROWE J7 SR DR AR M THLHERE DI IS NI ay T TANDREL 2T, Lavhr
FANRLERIERIRRE ThHZ LN bnoTz. 728, —MRINITEMEFR RIS M hans e
ENTGUATLHRIRRIC NI NAELDEE 2 HNDA, ARHAE ORI CITAMREMIERD B
2otz ZORRIZHMETIZARWD, SOOI ZER 52T, SIROERIG S
DMEIR L 72 ATREME DY E 2 DD,

533 EREMNLDEFETHROELE - ERFHICRIEFTVav FITSXALOEE

AR SN T ~D >z N T T AR E A S OWG 55 E O - BR8N T B T
6T 2720, ay b T TANRLD ARy MEFEk T L2 ay b7 T ARG DRIy Ma ik F O J7
D FEA e R 2E T 2 AP 1.75 kKN THRA L7, Fig. 5.10 (a) 134803 L%k 4X10* [Ty
[ ChD. vayh T TANeLOTTIEaa R RO /v F el ORI 7 A/ NS7R 3 55 &
HPBDOONDDIZKIL, vay T FANDY) Ok TF TIIE 77 ZUIRD bR~ T7-. Fig. 5.10
(O)TARVIK L 1X10° [ TOWE THS. WTHOMKTThaa R RERD /v F e SR E
F AN 55 ZHDOHERDBRDO O, T avh T TANRLOMTO TN, ay T TARGS Ok
FIOBE T EHNERL TWDLZEN DT,
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Without shot blasting

100 [N

No crack No crack
With shot blasting 2 _ iz
(a) 4.0X10* cycles
Without shot blasting \/ .
! —
oy
\

With shot blasting

00 - [CTH

(b) 1.0X10% cycles
Fig. 5.10 Comparison of the fatigue crack behavior of spot welds with and without shot blasting

(Load range: 1.75 kN).
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Cycles to failure with shot blasting
Cycles to failure without shot blasting \
18 —a

1 i

2 16 F | M :With shot blasting : :
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< | |
= : o0

g {9 | Load range:1.75kN = E :l B :
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' H - I I
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Fig. 5.11 Effect of shot blasting on the fatigue crack length of the spot welds.

BRI UG TE 7R A 1L, IR 57 RO RSEFIE LI AERA Fig. 511177 I EH
X7y DA 2 D FNCRO BN T2, i DELESE 7 1y LTz, Fig. 5.11 X0 avhr7
AZDHVIX, Tay T FANMRL LG 7 EH DA I T HZ LN DT, EROBAITTF
7O ayhEDTayh 7 TANMRLT 1.5X10* [BIfE, v ayh 7 TARBHYT 8.0X10* [EIF5HE LHE ]
b, F, Fig. 511 IS D7 T77 ThoT-80, AT ay bbby ay T TANDY
DI, vayh T TAMRL IR T EROBERE LS EIR>TNDHIEERL TNV,

PLEDORER LY, SR ~D > 2y b7 AMI IR B da i CTOR G & KOOI AL, HiAm
NI ~DEZEER O 7 DB T HZ o7, i, 532 TRLEIIIZ, vavhro
AMZ KV EMGFR RIS ) DM G- ST DITHBAN I TH D . A1, EMGFRA IS DM 58T
WRWTH B L T, B COEHOIE A LHIRNE COEROMERDEIET LB RN ET
WHZENRDIT.

534 RHFHVBEOLADH, EBKRECREFTay FISXMOEER

ST A~DTay N7 TANZEDNE 55 Fm A0 LT A =X LE O T 50 ay b7 T AN
2LETay T TRBHY D ARy MEHEME T DWW TR 573 UBR Cfif BER BB A IR L 7= G R R
EENT(LLT, FEM fRAT)Z 8 L, 958 97 ik s E DI 127 L 7=, Fig. 5.12 ([ZFrET
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IR BRIE T 18] 172 SR TR T AbLE L, FEBRC Ik T BT i i ks S kv
7y MEE 4.7 mm, 2 RUREOELE 5.9 mm & E R UKEFRE Y 6 HRE R TAY Y 25y E%
{T72o7=. Fig. 5.13 1 IfRrET /L CTh5. (a) 1T avh T TANMALEBELIZL DO THS. ikl
DD AR NRBA LD IS INTIZ B LU e o7z, (b) X avh 7 TANBVEEELZL DT
05, FHMALDT- D ARy NEBAC L DR IG NI B B T Y ay T TANMCE DR IG 1 D HE
J&L7-. Fig. 5.9 %#JLIC oy, o, FlMEbE M AR A2FREIZ 500 MPa DOJEAEFRE IS /1% 3R g
5 0.15 mm OFERICERE L2, MEHFIEIEIZ Y 2 5 205.9 GPa, N7V UM 03 2% ELTZ. &
f ST IR I B L RIS AL 0.05 mm ARREL, J&J7 R BRO @i H (777 AP=1.75 kN,
R=0.1 TOR KM ETHD 1.94 kN) ZFHE L. ZOf BEAMEIETITBHER N AT L
TR LTI=T-0, TMEMENT S U7z, fEHT CIZILH FEM fi#fiT=—N Abaqus ver.6.12 O pafiftys: 4
FV=.

0,0 (MPa)
B -500
O o

Symmetry
plane

20

(unit:mm)

(a) Boundary conditions

0.15
(Residual stress setting)

(b) FE mesh division.

(b) Mesh division

(b) With shot blasting

Fig. 5.12 Finite element model of the spot welded joints. ~Fig. 5.13 Initial residual stress used for the
finite element model of 980 MPa

steel spot welds.
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Fig. 514 [CARY NEHEREF D ay b7 FANR LA BE LT — A 1 &3ay N7 FAMNDY Z 48 E
L7 —A 2 OfENTHERZ R T . (IR KEIG I DOa 2 —I[X], (b KEIS S ORI VI
X, (WIEFRIE (EAEHR 2 15) THD. 7r—A 1 L7r—R2 DR KEIE (@D LY, 1.94
kN OffEA AN LIZRE, 20 R RO /T S 38 Tl K 0 123 m OIS S =
NI TANDY DI BN b oz, KFIZRAITCRTaa R RO /v F e i
BUIDHRKFEIGINL, Tayb T TARNRLUTIEN 1150 MPa, > avh7 7 ANHYITH) 790 MPa Th
Y, SN EMTR RIS AR E T DL CERMD /T Jeiidis 175 360 MPa BRI 2L
binol-. o, r—A1 &r—22 @(b)ﬂl‘:Pﬂﬁ'ﬁ@OD%EﬂT“ﬁﬁ‘%ﬁiﬁi\ﬁﬁ%%%b\ﬁ%
IR DR RTEIS O Fig. 5.10 (R &R ORI 112 B ThoHZEED, =
DI R FISTINESLEROERE) ) ThHhHEZ 2 HIVD.

ZD I R EIS N DI EAMBEOMFOLEIEE—ROEWIERTLHEE 25615 (o)
(A A A LIcE OB OEIREL T ARy NI B2 AT 58, 7r—2A
TIEERRE OV — e b =g SeimA B A 327 IZE R 2703, S EME R I 1%
RELIZSE G —R2R T IOICERQE DY — M b —al Sehad B 0 2652 05 1Nk
FOERE—RDEALTHILBN DT, — S —3 gl e COR O 2§ 52T
B R RERD )y F e CORRFIS IR T LIZb DL DS,

YL EDES703 9y b7 T AMT L2 80 O FEMEFR B IS 112 K09 55 78k C o faf A ST O LT
REENZEAL T DETRARTISHMETL, vayh 7 TARSI TR WERRN SO 5 EHD
HAEBIOERPBIETDBLNEETCHDEEZ R HILD.
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B-ERHENERAEE

(a) Distribution of maximum principal stress (b) Vector of maximum principal stress

*

Deformation rate X2 Load:1.94kN

(c) Deformation of Joints

Case 1 (Without shot blasting)

§oEB8EURAREES

idllllllll‘III [ T
e T [ gy e

(a) Distribution of maximum principal stress (b) Vector of maximum principal stress

Deformation rate X2 Load:1.94kN
(c) Deformation of Joints

Case 2 (With shot blasting)

Fig. 5.14 Analysis results of spot welds with and without shot blasting.

89



54 #E

SIHRIREAY 980 MPa #&kD R /18 A VY, Tay b7 T ANMLEZ XA Ay NEHER T O
FRED N LA EIETDEEHIT, FREIG T, B OBLSIHOIR 5 RE DS EA = X b a B 5
LI-fE AL FIorT.

1) AR NEHER DY gy b7 T ANMLERIZ L0 ARy MNABEK T OR 57 IR 2 5128 B L.

2) Ay b7 FANSIEHABSNEANZ T O ERER RIS M B STe s, JE 97 RO I A
RTHLERHM OIS INTFEA L EAL L e h o7

3) SRS A~y T TAMILY, vay T TANSIVTW R WK E amm T 7 v NE PRI
DA IR NERD /o F IO HE RO FEA L, S ~OHEROM 5P RIE 5L
DO T

4) P EHDOFREEL, S ~OMEROIEIEI T EMEIR RIS ST B-SHLTORWEI THRED S
nrz.

5) RSN ~DT Yy T TAMILY, RN O 55 ZROFE A 6 LONE R AN IEIE T2 Al
X, vay b7 ZANC KOS N ERETR R G )03 G- 852 8T, 9% 77 BRI C TR 42 h D
bR —var RO OB IElIEI, 7Y NE O R RED T ST
DERKEISIIIME F LIz THHEE Z BN,
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$6E BHERMROEEBRFOFMNEBELRFTBEICET SR

6.1 #S

AR, B B B~ O IE FIHE5 A O3 FH SRR S IV TUD . IS 55 712 O 2 & e
AL FRE DG ONDT280, JROM FAEE CTHOBPIAR Y NEHEE LS AR DMIPES NVH
(Noise, Vibration, Harshness) f#PE%[A] ETEXHEVOIFEBHSD. Fiz, IS DI HED R E
DI, MkTFOR IR ZE ESEERENHLIENRESN TS V. SR AR
Yy MNEBLEOFHSNDZENZL, BRINTIZHAR~OmH A TWAD. T4, MHEER O EH
BEEANBRESNTZELHY VY, SR~ ORERE 25 A O LKL, B ORI # Tz
AFEENEF m ITELTWELDRHS Y.

fth 5, B ARENTIINLOMTLEOMAB DRI, ERDLEEFIBHNLILTVDRT,
TR, I =V E DI T REET A BR & BAR A~ O & T H25 Al o 1T 7L, —
O BHBETE T — DR A, BA— AT, 07 — o rR SIS TWBIcE £ 9,
A%, ERNTHEKRRINE, NVH BIEEA OIS ] H2E F O A3 T e 25 2 5nD0, b
DAL TIL, ETRICER IR L O EA ST 57280, BEMFOFRITRETZT T, H 7R E
(BT DR AN NELL72D.

VT4, H B O B LB 222 VD WL D125, B~ &R S oM 3 A THD
2, IR SIS OB T OB A VI, ZAUD O SR 04 TR R B
FTLOIMAPRDOENTWD. Fo, BN TITE EALERHR & LT E e bia i > 28tk (GA
Do) ZEFAL TS, GA Do XEIRITBIER M AV, ARy NEBEMD BAFCTHD
25, WINTEZ WD TWDE Rl AR SR O > ZHHR (GI O EHiR) 1T DL, HoE DR E M
DMERWME N DD DT D BT O 5 iR AW T - X @ B O RIBET D280 HDHEH
HIN TG I Fie, GA Do XHIROBEA kT ORE RIS OV TR RIS 5
ORBHDN, FAT OME A ORE S B A COREITRD LN, ZO7n 4%, BNOH
) o LR A T B2 I O3 A IR K957 0120, @i i GA 8> itk D FE &k F
(ZOUWNTHEIY IR EERRPETZ T TR I7 R EE R PRI SO W TH AL T2 E D D 5.

ARFTIE, BN T 235K L CO DI E BRI O R & A5 HZ2 VT, BIIRE AW O
BRI CHEE T O BRI TR EE 295 57 580 B2 12 S E TSR DR O R E D 228, GA DX H D
WA BEERIOFEO B OV TR LR REH 515,

6.2 EERAE
AR EHT AN SR ORI Fi A Table 6.1 1Z7R9. BIEIRE)N 270 MPa #~980 MPa %
DEBEFIESNT-FED > XK (=—2:CR) & GA DXt (= —7:GA) THY, HJEI1E 0.7 mm
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Table 6.1 Mechanical properties of the steel sheets.

Yeild
Thickness Tensile
Coating | Grade (t) STt strength OV xtxw
(8Y)
mm MPa MPa N

270 0.7 154 300 2695

270 0.8 220 348 4400

270 1.6 210 334 8400

Uncoated| 440 1.2 320 461 9600
(CR) 440 1.6 302 469 12080
590 1.6 371 620 14840

590 1.6 431 618 17240

980 1.4 654 1017 22890

270 0.7 156 288 2730

270 0.8 239 365 4780

270 1.6 218 348 8720

440 1.2 310 460 9300

GA 440 1.6 326 451 13040
440 1.8 327 456 14715

590 1.6 361 635 14440

590 1.6 422 630 16880

980 1.4 628 1011 21980

225 1.8 mm Thd. ZI T Y xtxw [FHIKDOBEIRIRE Y EHE t LR IE w (RFEBRTIL 25
mm) DFETHY, BRI O TZBIR OB AT EZRL TV,

A AN LT AR 2 RO — IR BV RL O RS | T o4 G 7 A LHEHI B 2 Iz,
BEA A TTIERD O ANHILTND G D> EHIRRE kG L LT & A I THY, HeE Al
B 1% GA Do XS AT O S HEE R CThD. ZNOHER B B &S, BrEs
A LR R Fig. 6.1 (17, #2254 A 1354 B K06 i K 23 & SEE B O K&,
WA, BT ORER A TR % Fig. 6.2 187, sBRTTIRIL IS K 6850 [ZHEHLL , FH)5kiR s
Pl Rl —I R UTe. R OERCII8ik A > v — Bl L OV & BRE LT, —
B ) — )V CHEERABIE L. 25T OERICIE, B 02 mm OATAL —X%/b &
RETHERN B IZBMAL, MR 2B M CEREDE /I 752 THEERDE
F% 0.2 mm (ZHiiz 7o, BEERIA LS 570, R 2277 7 UIIRRET 170 “CITmEALT-
JFIZ 20 R L. B OB MEERIZ 2720, HRMENOIIAMIEEANL, b
BOHUTZERICERE LTz, Fiz, Xy 70 Y TROE TR ER T OSREFEE LTz, #2535
AETFRBR A IEL B L ESIRICIWTOND, §RAOTREE, & 97 IREEA R L 72, #asR B X =IRICT
T2 HHEHE 112.5 mm, 513EEE 10 mm/min O CRHMEL, &8RO RKHFED n3 TO
EHHECTHIEEAWIRSEZ R DT, Fi2, GA HOTHRDOLGE, 12.5 mmx25 mm OHEHEHIZE
WT GA O ZEDHIDDRIBEL 72 mfEZ AL, DoZXOFIBER (%) & n3 OFEETRDT-.
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7, BEEMKTLOLERDTD, —E ORI OV T TR A LR 25 mm (B0 M
WIZOIWTL, Fvo 7 HIEERE 112.5 mm THIHRRBRAIT/R o7, WRIZ, R T79REEITT v 7 [ R
112.5 mm, fafE L R=0.1 OFFOBE, fif Efil##H T Fig. 6.3 IR T EXIE OfF B A1 5-LEHii L
7o, BT EFPICT, BEEM T2 ETOMIR LI T B AW UVRSZFHEL7-.

Thickness:2.0 mm

I 8.5 mm

e

Pe}rallel portion: 26 mm

After tension test

BB
i
;
;

—
w

stress(MPa)

0 2 4 ] a
Displacement of Grips{mm)

Fig. 6.1 Stress-displacement curves of the cured adhesive.
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100 mm
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Y T - ]
¥
| 37.5mm ) 100 mm
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Eﬂ
Lo
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\4
Adhesive

Fig. 6.2 Tensile shear joint of the adhesive.

Maximum load

Load RangeI /

0 L

Minimum load

R= w =01
Maximum load

Fig. 6.3 Load of the fatigue tests.

BEAE T O TR ERA RIS RIT 5B R 12 Ma 3720, FIREFEMAT(LLT, FEM fi#iT) %
Fhta U7-. BEAE EOMMIIEREL, Fig. 6.1 \RUIZE L% OEAI B & O 5 ERBR AR L 7=
FEM FENTIZEVE H L 7=, FEM f#ATIZIZILH FEM f##ir=—R Abaqus ver.6.12 Z F\ /. fRHT A
oVl 3R T, R K OWIEOSEhT x R E TET b Z LT, REAE D 6 miREsEToEl
L7=. MPBHERIEAEIE Table 6.2 (SR A -, ARISIEE L CRlBR ISR 2 A i
LR B A BBLLT-. #2354 B & 05| 8RR T O I K B3 A R D 2SN 2 kT S & L,
FEM fAT OO F 27 R ZEN SR T ZE (A B3 L 72 F D e KRR 24 B O 2 BT IR R OV 2
L7z. Fig. 6.4 |2 L% OHEAIB & OB OfFHITET VEBER] A TOF Y BEMEOT
IrOYAR DB~ 9 . ARETIR R O 3 BEE A A TI% 0.44 Tho7z. £/, BEKIB T2 0.15 T
ol WIT, BEEMT-0O FEM T 41T -7-. Fig. 6.5 \ZHNTET V24 . BT T /L I3HE
F 12 FRETET WbEL, #ERDOREA% 0.2 mm LLTZ. £z, TOEEANCB TS
GA H-oZJg M ORI EEE T, k#8350 a R e Lz, B HIZIE Table 6.2 IRL
T BHREPEE S ERCORBIIR R O3 Ha i B L. #ildRIE- Y27 3 205.9 GPa, "7V L 03 &
L, ZIENOHR D ff EE—ZE L AR AR E LT, kT 5 ERER IO Y PO B3 ik
WIRR R O T I BIZE T DL E MO EREHIR LI, 728, W NOMTIZB UV THARIE 7 1)
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S oD H AT i S 2SRRI S iR L e o 7

Equivalent
plastic strain (=)

Symmetry
plane

Maximum strain observed

Fig. 6.4 FEA model of the cured adhesive tension test specimen and distribution of equivalent plastic
strain.

Table 6.2 Mechanical properties of the adhesive for FEA.

Mechanical property Adhesive A Adhesive B
Young's modulus[Mpa] 1600 1600
Poisson ratio 0.46 043
Stress—displacement Fig.1 Fig.1
relationship (Solid line) (Dash line)
| IIIIIII| ||||||||
o i
Fi_xf-g"ﬂ“‘\ O] Base Metal
-"":4:;.\..\\ \“'x\ O Adhesive
‘»-‘;\;;Q? . \\‘\\
”"\;"QQ:-.\‘ AN
""H._"‘;\.\\..
Symmetry plane S
\\\\\
\\\
\“Q.?\._ .\"\
\\\_,«’f/ Load

Fig. 6.5 FEA model of the tensile shear joint of adhesive.
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6.3 ERHERRUBE
6.3.1 HEEBRFOHMRE
6.3.1.1 EEEMF OFHME IR IFTTHROBRMBE L REDOFE

BAEAI A LFED > &M A T, SRR OB R, SR LK T O8I A KBRS LD
BAFRIZ DWW THRETL 72 A5 B % Fig. 6.6 (TR T, 777 ORREHIIATHR O SYxtxw THY, SR DOREIR
WHE ThD. BEMFOTREAMTRIIL, SIROBERE RS REAWIRESAFE U EE/ DX
HOMGRRAE T 2 DO, Bies 28z Uiz, 37206, I A Ok D
B AR Aar B AS /NS WVEEIE T, SRR DBRIRAT B OGN EB 2V G IR E AW RED ER RO
T3, AR A OSAR O FEAR A B 2SR &R T, SR OB AT BRI IS TR —
ASSYl

Fig. 6.7 \CHAEMFLEMR O EE—Z0L B2 7R 7. BT OB IR A WriRSI XMk O
PR S BAER DYDY, BEAE S CREINT T2 Tl BEa5 1k T2 0 faf EE— 257 B R S SAAR D i B — 28
AR —BL TG, DFED, B FO B8R A WriRS I IR D 5 B RePEIC LD B FRA SR
i, 270 MPa #&EAM (B 0.7 mm) OFE AR T LCHUR DB T 2856, ATkl
FEITZEAL R LS. SR ORI, SUROHEIM LSV, RSB E2 B bk
THMEN EF T D720, BEERTOSEEAMTRSE ERT2E20N5. SHICHIRIRE,
WIE N K ELZRVFTEDME (Fig. 6.6 FOMEHR) Z iz 5L, Fig. 6.7 D 980 MPa #k#it (HE 1.4
mm) OFERZFNTRT IO, SROFEEZTEN CHEERDETT 5. 20720 §Yxtxw PR E
WEEITIE,  BIREAMHRSIIIR O RERTRE, B DR BELZ T —EfLRoTcbDeE
265, FEEDOMEIIE G XKD ES] 'O THHMESN TODEIEND, DoXDOH LD
b D& DD,

12000 -
ot .

—~ ’ .
Z 10000 S =
£
S 8000 ,
< 4
£ BT Tss=6Yxtxw
. 6000 y
2 m
g 4000 . M Uncoated steel, ||
G K Adhesive A
£ 2000 |~

0 / T T T T

0 5000 10000 15000 20000 25000

oY xtXw(N)
Fig. 6.6 Relationship between the static tensile shear strength ot adhesive joint and the base metal

properties.
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40000 i
Adhesive Joint 270CR-0.7t
35000 o ) E ---- Base metal 270CR-0.7t
30000 s : Adhesive Joint 980CR-1.4t
, -
= 25000 ‘_l E ----- Base metal 980CR-1.4t
§ 20000 : : Uncoated steel,Adhesive A
(@] ] 1
— 15000 :
10000 :
5000 S— :r -
0 ' ! ]

0 10 20 30 40 50 60
Displacement of grips(mm)

Fig. 6.7 Comparison of load-displacement curves of the adhesive joints and that of the base metal.

6.3.1.2 BEEMFOFHAME D FEM f#T

PR BRI A R PE DS B2 AL T IR BT T T B A T RT3 272%, FEM AT C45 Fliflk
TOF R ARSI EFHREL, EEREL LU 7-FE 2% Fig. 6.8(a)lZ/~d". FEM AT CitR L7z
Gl AWIRSIE, (T OHHIZ I TH FERAE R & BAFITRIG L7z, £72, Fig. 6.8(b)IZHeE ik
FOEE-ZM ME AT, EREL ORI EILIS—B L TUVB, TR 12T
DENBOBI, 440 MPa Rtk (B 1.2 mm), 980 MPa ik @ik (HJZE 1.4 mm) TIZEBRED
IS EH R AE L ORI ZE N A T K &L Ao Te, ZAUTEBRTIIy A~y R OO Z CEN A
HIEL TWDT8, ZALOEBREIZIES R T OB ~ DT v 7 O A | Z KDL
LI ZANYROIEWNZ LD EN A2 FTe 28T, AT DM E DD EAAFELH L7220, ik
WIS FHRAE L0 T R&EL e oTebB 2 bD. FT2, 270 MPa #&EiK (BJE 0.7 mm), 270
MPa #& SR (HZ 0.8 mm) TIZFEBRIED 5 H35 HRAE LA AL A3/ & h o7z, ZHUEXFEM TO
Wi 7 7 AT VT 13825 B COREMIEZ R EL TWD23, Fig. 6.15 THRIN A ER TIX
270 MPa #&SHK 72 & 2T AR ENFED o S BIMRK CI3BE 5 Al 385 A &8k o S i Chlr L 7= 7=
D, W AN P FHR IV E T/ o lo b g=23ing. L LY, KRR TR E LIk 77 A
FUT B ERTFOBITIHND L, BT ZEALIZ SOV T T OERBDSNLLDD, fi KM
HBIEEABTRS) IZOWTUIRIFIC PRI 220N TEII20, #EKT O REBR T OREt
AN 2 WD Z EITFTRE ChHEBbis.
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g J B Experiment
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oYxtxw (N)
(a) Tensile shear strength of adhesive joints
Enlarged view of small stroke ——
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(b) Load—stroke curves of FEM analysis and experiment
Fig. 6.8 Comparison of FEM analysis and experiment.

Fig. 6.9 |Z FEM Mt CHEE R DMEMTL 72 B2 O FARRE LSRR O A 4 VEYE O T B 3 AR D L
ez 73, 270 MPa #& SR (BE 0.7 mm) & OF 270 MPa #% SR (BE 0.8 mm) TSR 23 K &<
VRIS TG LA TN RliE 45 2 & C, R A O ARTL A G SR e TR 52 827" T
W5 SO ONT 20T 270 MPa SERERAK (BE 0.7 mm) 10 270 MPa #4EHAK (HJE 0.8 mm) D J5 723
/NSIoTz. 440 MPa #RkER (BUR 1.2 mm) I3 D B2 3/ &<, 980 MPa kil (/=
1.4 mm) TILTTHE AW ORRE T TITHEBT LTz, 2O X508, SO RED
BOCKVEE T OERIREL O T B0 IERESEAT DT EEMITRE RITRL TS,
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Fig. 6.9 Deformation and distribution of the equivalent plastic strain in adhesive joints.

6.3.1.3 BEEMFOBNBEICRITT GAD- X LEEROBEORE

Fig. 6.10 (2 GA > SHIRATRO BT O 5[ SRE VWS 279, D72 Fig. 6.6 [TR
L7z FED > EHROFE RBFLEL TD. 5K A THEEINIZ GA Do ZHIRO 5 IR A Kk
S, DS SHRDOTGE LV DTN NMER DR DL DD, TOZEIT/INSH-o72. )57, GA
DoXRICHEEHR B ZHWHE, A FORIRE AWIRIIL, SR OBERA EI NI
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Fig. 6.11 Comparison of load-displacement curves of the uncoated and the GA steel sheet joints.
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Fig. 6.10 Relationship between the static tensile shear strength of adhesive joint

and the base metal properties with different surface and adhesive.
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Fig. 6.12 Relationship between the equivalent plastic strain of adhesive and the load of joints.
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Fig. 6.13 Coating failure of the GA by the static tensile tests of joints with adhesive A and B.
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Fig. 6.14 Tensile shear fatigue strength of adhesive joints.
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Coating failure

Static tests Static tests Static tests

Fatigue tests Fatigue tests Fatigue tests
(Load range:3200 N) (Load range:3200 N) (Load range:3200 N)
Uncoated steel GA steel GA steel
Adhesive A Adhesive A Adhesive B

Fig. 6.15 Appearance of the static and fatigue tested specimen with adhesive A and B
(270 MPa-0.7t steel sheets).

Static tests Static tests

Fatigue tests Fatigue tests Fatigue tests

(Load range:4500 N) (Load range:4500 N) (Load range:4500 N)
Uncoated steel GA steel GA steel
Adhesive A Adhesive A Adhesive B

Fig. 6.16 Appearance of the static and fatigue tested specimen with adhesive A and B
(980 MPa-1.4t steel sheets).

106
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Fatigue crack propagation
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| SRR s
Fig. 6.17 Observation of the GA coating of the 270 MPa-0.7t steel joints

(Fatigue test stopped before fracture, Adhesive A).
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Fig. 6.18 Relationship between static strength and fatigue strength of adhesive joints with different

base metal properties.
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