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Abstract:

The new welding technologies developed by JFE Steel, which contribute to optimise automotive body structure

with applying high strength steel sheets, are introduced. This paper includes Pulse SpotTM enhancing the weld joint

strength of high strength steel sheets, J-MAC spotTM welding which enables short pitch welding by new adaptive

control, Single-Side SpotTM welding which realises closed cross-section structure by controlling electrode force and

welding current, and high speed and high efficiency remote laser welding.
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Fig. 3 Increase of cross tension strength by Pulse SpotTM
welding and the effective conditions of pulsed
current
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Fig.4 Influence of Pulse Spot™ Welding on CTS and failure
mode with nugget diameter variation'?
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Fig. 8 Relationship between nugget diameter and weld spacing
in the joint of high strength steel sheets
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Fig. 15 Dimensions of tensile test specimens for remote laser
welding
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Fig. 16 Tensile share test results of remote laser welded joints
of 1 180 MPa grade steel sheet
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Fig. 17 Cross tension test results of remote laser welded joints
of 1180 MPa grade steel sheet
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Fig. 18 L-form tension test results of remote laser welded joints
of 1 180 MPa grade steelsheet
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