) 0

A5 A% 2397329 spt 34

(Spot Weldability of High Tensile Stren(bi steel
Sheets for Automobile Application)

L

o] 7. Y Y, F A (AR AF D)

1. Ne

1960 it v)F o)A 2§ 2 ohHF )Y (FMVSS, Federal Motor Vehicle Safely
Standard) o] A FE ol F o8 g M oA sfge] AjRE nPyY P 7354
799 % A2} 9 oil shocko] ¥ AujAZ} fNow Ay z}ﬂlé%&l 4% -ﬂ?l Aol
g Tt sts g,

A5 2 A2 FHE A7) pressS A xY W =2 For F¥xed AM
22 oS spot §Yol sle] o]FeojAz Y. Yy B4 PaFwe
spot §HAHOlE & olel o] gy Nete mFYs Uy FFHol Al
27 RAgsta glo] ngY Fwo AMggol & Fo) eox Agsin §v.

detzyer F& 2BYHslr Hsledes @gF€AI Folsled o BA
FHCeq) & wolX=lo] P EIXA AR o5y FF¥E dA FNAH
dYvia 3z Astxzie oo =R tAxdf FAE A7t Urt.

& AFoAE 80kgf/mm®,  45kgf/mm*st BT h4o® sto] PR IYFARK
dslglor §3F Y0 §JN 2 dYE EoYY.

2. 4y 2wy

oln) Zhgtsle] A E9wlo] §l: 45kgf/mm*F(Nb Y7 A& B3P o)l CHSPASC)
3 8ekgf/mm' (R YR HP: olsl 800P) 2 FYUFE WP o R stol AP spot &N
238 4d3¥olgdon]. $JITBUSI $JFY ZERY viAE d¥9& Yesii)

— 155 —



fiste] EHARAL W 7Y Fo] UG, FIFAE ABPAo) % W
crack W pit WY HFHAF XU YR dgor FEAYRK Wl
UDBAYLZ Instron AYP7E 2HEstged ojufo) A RHEE Sem/ming 1Y ON
FE AWl EE A¥she Y& sy, ob&3 AF 4. vty TF
Uk SA Yol vide d9& vadetied AHxAL =250, AYBAY

stz W 8YZEAL Teble 1,29 Y},

3. ddds o 2

Fig.1& 88DP 7289} CHSPASC 2 2R2) weldability lobe®d YelW Fojr}. £ 3
A)Z 15cycled 7120 R Yol AYAH YA 800P2 A 5-11kA. CHSPASCE 7.2-
HKAR udeiutt. oY ol 3w #4+% HYZIYHN Adfjaew
o]t QlEdl ol Teble IofA B niAY 80DPS] F$ Si.Mn Fol u¥
Hoislo] ol YA 2A A7 AG2AR XA B RN wdWe] A
¥l dEer AdA Qlv. Y olE FAFELS L£YNY BAYY(Ceq)
271217170 slo] AU A0 +AARFE/AGAZZ )R I AsAr=
200 sz lvp.(Fig.2) AYH] Y4 PO BN Ceqdt W E FA 4AAAE
AFA % EYF A9 AW BT AFe] 2% Y.

Fig.3> AGd4ge] §3 4ol 2= 998 Jdut d3l2A, CFYH A
HAFAo2E d9F 4-Smmvt Fgsi) Jddgo] Fobggol ﬂe} da39 Fost
27slm . ool wlsiA RY AF 9 F Aol Hgol ol CFY vy
$HHel dEsigon NP HUNPFLS H YA 15-20mm T},

SHYYARe ¥ FS VA d¢E FAAF) A Y FolEse
fdforn, 2358 AHR WiAMNE Jgdee]l FoYS R B I Asisigr.
BHYFTolA 5 FAM9 HYPrdey L 250kgf 8 e,

— 156 —



4.

da 79

1

2)

3)

4)

5)

6)

7)

8)

B, METITE. MI2W. 1984, p.1-7

R, L #W. Vol.68, No.9, 1982, p.1244-1255
B.Pollard, SAE paper 799006, 1979

JIS Handbook, Z3140, 1978, p.263

ME. BEBEM. Vol.56, No.2, 1987, p.45
S5, ARSI AL, Vol.20, No.2, 1982, p.33

i, BFEBREBRALHAABRME. Vol.41, No.10, 1987, p.82

EER, AREMBOD[RMEE, 19872(FF), p.78

— 157 —



Welding time (cycle}

Table 1
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