JFE £# No. 34
(2014 £ 8 A) p.1-7

DX E BEMtRIilTDER

Recent Trend of Welding Technology Development and Applications
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Abstract:

Resently, weight reduction of car bodies to reduce the environmental load substance and workability improvement
to enhance the international competitiveness have made progress in the field of automotive materials. Under such
circumstances, steel materials are required to have super high tensile strength and to be able to deal with complex
structures of parts with high performance. In the field of thick plates and steel pipes, trend of mega-structural
construction and high efficiency transportation leads to the strict demand of thick and high tensile strength steel
products. To fully utilize such advanced steel products, the innovation of welding technologies are necessary and
various welding technologies have been developed and applied with the progress of steel materials. This paper

introduces the developments and the actual applications of state-of-the-art welding technologies in JFE Group.
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Fig.1 Schematic illustration Intelligent Spot® welding process
for three-sheet-joint

>
>

Repetition of
short-time
high-current

Weld current

to form nugget main current

Main current T Higher than

Cool Cool
time time

v

Weld time

K2 JNVARRY b CBRBICHITBREBEER/NZ—>
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Fig. 7 Schematic diagram of hammer peening on base metal
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SZ : Stir zone RS : Retreating side
HAZ : Heat affected zone AS : Advancing side
TMAZ : Thermo-mechanically affected zone

BM : Base metal
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