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The High Strength Steels for Light Car Body and its Welding Technology

olEd-ANE-AIH

Mok-Young Lee, Ki-Chul Kim and Young-Gak Kweon

1. M =

1990t HolERA wl=, &3 T A=<
Aoz AFANED uE &L <A g AVt A2
HAAtk vlE A FolgelME 2005958 A3
2t (SULEV: Super Ultra Low Emission Vehicle)
o] gjulEE 10%2 953kt ot of AFszt
Wl &7}271F4  NMOG(Non-Methane Organic
Gases)& 20009 ofd div] 258, NOx& 204 %
COT 3.44] 7=t figdolxe olitsias wis
% vt $AN g wet duAe Fska gt
ol YoM Fuhlle I, MAHAM, A 52 A
ZF3tar 1191cedl Az S st 32jEle] A&
2 100kM F3o] 7Fed 5848 ALag.
- AREARIIAA A Agske 7199 AES A
gezzde] HAT AA AR E AN A=A
dF0lE 2 vkl 59 MAETE B2 A9 A
o] F71En JP®. E£& TWB (Tailor Welded
Blank), ste]=2xR] 2 A #olA8H T AF
A7Nes 83l BUag HAE Hisletd AA9
FAE #aA7a d°.

AR B ESE AT HFEAQ] 24 2BERS FE
/BYEA BETt Stk dedat o drkEol &
AL AsAzIch @ 73&7(}11] 9% _/}.:z]] 2 FHZ

483 e e

L o of)

o

IR 2 A $79] S8 A
et AR FEE YA Ve FEE REA
Qoo el

B adAs

ANAFRE Aste] AgHE 1Y%
gaAe AL % ol 2Ae A AP

of Bt s

214

- 18737

A7YeA e A 75 2V o H&ﬁ
A2 #H7lsle] Fe Aol Azt 5 E
Ao WE-sEAs e dev ni8dxEEe P,
Si, Mn 59 %3 94 2 C, N 59 "3
7} 9tk meEe e 74as)d vah
7BF A7) &) ZAS l/es dde A8Em,
35~45kg & 73A7} olol et

F_E

oftt

tlo o

i,
M

- &N
ZHx vk 4 =2 F SR e e F

7I71E Aoz, A (~170C)q oJsle] &2 ¢
2 N 5 3289471 24879300 dAE A9
a3 JRE FAZIY. o] &AlE Wdentidol &

Ao} door, hood, fender 5 Al F5 A&}

Artete] HEZe o

st Adlols= ”ﬁﬂé}oi 7(}5-2— FI7e Ao

HEEY |7} vIABSE el F7tEn. 2
& #8 HZEL NbC, TiC, VC, AN &

Journal of KWS, Vol. 22, No. 3, June, 2004



=82 A AgSE A AR 2 B0e

of glom, ugFsld Hgty FEIvtEIe AN
gL 7:1‘5:%“%.

- TRIP7%

71 AFE LAEIYO|ESL 24718 sk b}
2dAolER Wesol s Hede ai A8
exdolES] #4E F7HI7] 984 C, Si, Mn
T LzHUelE okgst dag Ariei RIP@%
Y4 2 a3z ENE BAld guae Ao sbw
g Watohel WEo] 93ld FANUAE Faine
door impact bar, bumper reinforcement Sl A}

4.

- DP%

HZlo|E 7|A]of ulZEXlE §AE 10~20% ¥
AAA g AL AR nfE2dXlo|lE HHE
AeiMe o]dFolM FEAIAE StEE TRIPZe H
3t gFold=gol felditt DPAE B3 I3
oA gEHREI} o} 7HgAdol FEeHH, bumper,
suspension, body structure 5ol AME-HT}H

- CP%

Me7st 4 dgAsE ol8dte AoE HEo|E
Hlojuyo|E, nl2HIAlolE B @ AHUC|E Fo] %?E
H 5327t CPAL A= $EATI) &
’\]01] =0} bumper reinforcement$} Zo| e HE

L9 73S e BAY F2 A"

22 nZEHe Mg 3E
AEg wpebdo] 1A=L AAe A F duld
A e 9% 234U Aot a3y o)l

l
=7t FUHl wet Ade Fast

iR SO
d@/del Astat. a1 1o 13HARe] F/E 4
E e ]E}E}‘f}ﬁw‘}iﬂr

ABAs 93l AAUL 50kg =

- 1
50 1 Ultra high
. | Strength steel
¥ 40 i
— )
c i
.2 30p !
h~4 1
% H@OO’FRIPM
E 201
= OTRL '@ Boron Steel
101 120
5 O
0 P P R M-
20 40 60 80 100 120 150

Tensile strength (kgf/mm?)

Fig. 1 High strength steel according to tensile
strength and elongation

KEEIEHEEEE $224% 8358 2004 6H

A Azt sbse, 434
= 60kg § 4& AEAg ot Az27t st

Agk 2 ol =L TRIP 3-& DPol 23k

AzAY}, A= 120kg F o9 2P =E Y

= vlEdAllER 9 HES 10% vy v
A gL Zh=r)

AAN TR TPdE A7) A8l member
F 92 frame 7ol A8%M, bumper reinforcement %
door impact bardle Z37% Zo| AM4HT, ¥
20 AFsAte] FEH FH&74Ae A3 Jehiio

AAAE B A H]'ETM 7480 Adata HEE
o] golgiths HollA AEaE Aol $HE M3}
o gtoy FHIde HATI) 22 SFulEd XE3
AL sta e}, old RGN A 2ol
dolA 7 g AL LFalFdl dl-gatr] st
'95.9-98.39 ULSAB ZZAEE $33l9r}. o] =
ZAEJME TWB 2 23S AREsia gol4 &
HE& Aestd 25% bl AAAFIHE o] FU
'08.4-'99.59] 2¢tAlQl ULSASIA+= hydro forming
(HF) ¥ z2a4%w7re A8dk] 20% 71e] suspension
BT BH3E o|Frh ®3F '98.4-00.5 9] ULSAC
Nxe TWB, tube HF 2 u7=7s& ZHE3id
closure #&olA 25% 7lge] ZAHsE ol Rk
'01.6-03.129] ULSAB-AVCoM+ TWB, HF, =
Ae7t A4 9 A% AATE 53l A T

38% 7V& BFIANRT. o] GACIME gl o
dlo] AFse A=sglon, H8d Ao FHE
a9 30 YeRRIT

A BFstel ol @FrlE L2 vladest 2
HlEFgo) KSR ulg B AzFY) 54
oz o)l TEre] #H8o| Z)E Ao At
e}, a} 129 AS 20054 olF WA A A

o]ﬂ flo

el 75% ol3g 1T eE AT Ao, 53

JXCV]'E. 100kg€ ol 3AE A% 30% 71

AR Aoz dEiFth aev AT AS o

o] Az FEde AUl dst] 71F, #E T &4
Fig. 2 Part for body in white

215



20

Mart120
Mart160

Fig. 3 High strength steel for ULSAB-AVC

Aol 2SR E §HA 2 SR U FEF
A7} Aesn’,

WAERL Fadad] Arbgel €7 Wi dubd
I wwste] 84449 Aoyt AR nAEAde] A
249 Qold 4L v 2.

1) 2Ae gl Ao

2) ARAZe] A,

3) &35 7lge] 2] vt

4) BH5l FEol 2] Aot

AT BAe] o] Avke AL FLE
AldA dibdel] wste 2 7IEE AUlsteior @
T A oudtt. a9 45 A F_AHAA A5
Ao nAE 24 ZEe ¥ UEd Aot A
= 72 AFAA HlEst STAAE 8, F
A FA M= oAl A7t F2E AS7)
e S7HAIAE

A9 AT FEdadel ST AXAYl T
7RIRE ddiAes v BHPARANE 247t &6
gt 23 5¢ XY 9AEd wWe APeHAR
o 3¢t 9 2uE IYARE UEd Aol A

% o

1000

4 Mild steel
® 4140MPa
® 590MPa

800}

600

Electrode force (kgf)

400

200¢ . . ) )
0.5 1.0 1.5 2.0 25 3.0
Thickness (mm)
Fig. 4 Effect of steel grade and thickness on
recommended electrode pressure

216

QPFErt F7hgel wek AP RARS B % &
e SAARE Za3R, S8 2E AR 2
aZo] 7] wWEe] DR AR ERATRIE
Qugel wigel AHUAS Eol

Q ZAAME &5 Adshde] BT
WA 84S EHa] Hste] C, P, S T
o FgEe FARIIE ok ad 7o gagl
e P+389) AIAE APsAT. & v o]
F71E5E 948 P 2 59 eyt arag?
PR Fadle ArhgEs Agstoste 84
5 sk o8 4 glo] 2YHER &HAF T €A
AHF e FUPIE vk a8 84 nFER 84
7 A3 AaA77 A 33 dE UEhi
o 2364 (a)e SRR $1E AR S

Welding current (kA)

5F

%00 200 500 500 1000 1200
Tensile strength (MPa)

Fig. 5 Relationship between welding current range

and steel grad

25 14
— ] g;terface Expulsion
Z ug
-~ —
Z oo eg 80000 112 g
£ o 8° E
@ 8 &8 0 5
[h) 15 O, =3
B o 5]
o 8o =
= <
@ o 1s =
] | (o] 05 o
_5) 10__8 ______ e —————— Y- . ox bt
Z A ast E:
L= ey e b =~ . W Y 6 =
& A o4 4.25%°8 Z.
3 3 ~a
= A 4

76 80 85 90 95 100 105 110 115
Current (kA)

Fig. 6 Tensile strength and nugget diameter change
according to welding current of 60TRIP

Journal of KWS, Vol. 22, No. 3, June, 2004



<82 2 AFsE A8 A=A R SRNe

21

2 AFEG @2 AFE S BGEEE Ao
7l Aotk (b)e &3] B UA %9 37
Aol A ¥ B AFEY 32 AFE ABAst
o HRE ANPsl AR HIE AT ¥
Yotk

t5Ee] 243 A2 AEgdA A3AE
2 AHHe 5 259 HEHE o] g
t}. o] A% A% A &3} BAZEE £E
ZAaAF7] Y8t AFe] Y44g &8 WAAIZIY
gukzio 2 Wzkre] 2 A2 I F#FE 8l/ming
FHA Y, 1AEZANNE 2HEY] YREEE A
AlA F3lzAe S AT Hskd Y
FHS vk A oleh AR JidelA 2R
g7 AeHM e £3HTF BAFY fANE 3
AAZIT, FAAIRIO] AR HFol| o3 Yo R
sl 45F Hglxzo] FUlsle AWuito] dojut
A gk 23y fAAZE] B4 JW 88559 &
/5 &g 71Fe]l A71A 89 18 9= TRIP

P+ 3S (%)

Allowable range

0.00 0.05 0.10 0.15 0.20 0.25 0.30
C (%)

Fig. 7 Effect of chemical compositions on electrical
resistance welding

Pressure

»
|

Current

Current, pressure

Time

Controlled
cooling

(a) Controlled cooling
Pressure

»
»

Current

Current, pressure

Hold Time

Squeeze Cooling |Tempering

(b) Postweld tempering

Fig. 8 Welding sequence for high strength steel

KRBt $22% F39%, 20044 6H

7o AERE UREHE sl 202 (QIHE §
o 71gol FAHoU, A4
497 geieh 2eht %

of WZW icko] BT gEo] A1,
o] Agste AF 2. wE aAEDNE A
AT thH) =S HE =, AGRI(CTS/TSS)
7t £83 SuiE ztet
Z, AT AdE=e 80
% 2RERNME QulsE AstEn?
AdF 4Vt o] FHRANN 1A= BE| uhe
AHIE HER Zolth. Zdx=d Bleste] Avle 4
23] 1000MPa = ©|/39] ZAFllx dAulE 30%
ZhFoIet. &9, TRIPZAS d/gule slgte|Es} v}
ZRIAP|EQ] 24 2A& b= DP 7ol vlsle] A3
iy

SHEd oot FE/FES Ae SHTE WE W
&R Qe Axrt e Aol AH s
g e @ Ass o8l AxE 59

AN
=S
o
tifo
&
=
>

Fig. 9 Cut view of spot weldment at hold time
(a) lcycle and (b) 20cycle

50

401

301

201

10f

Ductility ratio, TSS/CTS (%)

0

DP600  TRIP700 DP800

DP1000 Mart1200

Fig. 10 Ductility ratio change according to steel
grade

217



22 ol EYg.-ANA-BF L
400 X182 H
~ -y (o } (A i)
L weld
z L oogF, = 4 AALSAAASS) a2 @3
g AEApIe) Az, a7, 2001, 12
g™ 2. ABAREATY, AAAFRRIA, 2002 3L Car
> Lupo
g 1% 3. BN fh EBYEPERIC BTSN, RS, 2 (2004)
:%' l 76-79
T 0 4. FEA, =FH, AFF =2F vy $F9 fE0E
A% 17-1, 2(2004) 55-64
oo DP600 TRIP700 DPS00 CP1000 DP1000 Mart1200 5. BE&RPE, BIERELOLONERERM, HHTEHMi,
. . . (2003) 109-119
Fig. 11 Relationship between hardness change 6. Rachel Trem : The future of automaking - Tailor
and steel grade Welded Blanks, Welding Design and Fabrication,
) 2(2004) 37-40
AT E BIFE Asiddel BT O¥ 7 3BE wAL AAE 995 A4 A e e B
112 5o We dodgr Aedsle vehd ol &, A28 AR EAD AsA AFE A% 24 %
2l At 37K met wAlsh 84 Fe @Y jf%"ﬁt' 4 (2009) o b steels
_ oL . - . Laurent Cretteur : ra high stren steels for
'%L‘?_‘g] Aol T:‘jjli?‘s}u}' %o] 1000M5a ® ol automotive applications, Minutes of the road
o 2= BAo) Hlste] Hg e A=t transport panel meeting “Ultra high strength steel -
Zste 9T dslao] dFHd design and joining issues for road transport’2
(2002)
4 Z = 9. ol : AFRE AA A shEvie A g e d.
= = A # r1egE9s 92 mEd A AxE
N ", 3(2004) 15-50
A Ak H| LS EA = o5 = ‘ \ o
A Agstet QuIPLS BA MEATN ASRA o e g s sEEoI .
WAE}e] Agu|go] Fyktn vk a8y o]HF #. 3 (2003) 72-76
NFERE Aol wia SRR Aol Fuksld & 11 N FE HEEHESSEENG Ky b s, R
Aol olelgol mEth 1AEAY) A% HEW 54 .3 (2003) 77-82
e T EHRERM590-980  MPafkAgfEREE - X 4B,
1) 17(:}'5%’1:‘ ,/;\_ZH x]_x.]]_o/] 701'/‘c1>°] ‘li':::7] Eﬂ%q] oahﬂ' )”u&ggy&g&' 34_2(2002) 13-19
7o wlsle] ZHde] 2 71T 7ijiEle] sy 13, Hb 3, HEE RE, NP T, R R SR
2) 3R] Hrleko] Wol AA AA|Y w]Ago) BOAR .y FEHEE,  BAEERER,  No.105  (1984)
7] wm LLT'Oq; gﬁ;;"L_hjid? ~ 14 ANE olE, B S0ke F n4Y WAZB £4
'-‘i“E—]7}' Exgol'\:' 7<_>]_|_ Hl'goﬂ .40]—0:1 o;fj‘r‘ ELI’]/\Cz’o] 3 }\é' Eﬂ-gi}_g_;gs—_].ﬂz]' 10-1 (1992) pp‘52_59
=R PA go] ATt 15. G.Shi and S.A. Westgate: Resistance spot welding of

3) 7o wetiE &4 AL #2738
o FEA7t Fasjt.

4) AR T4 F ANl
B, digle AUXA 2™ A3 9 gHies
dslo] 8AF Aol FRIER AEF ERAze
Aol a7dtt

5) wdwrdel Ag A8Hoxe A49H(CTS/ TSS)
7t ¥3 B3 2nA=ME 9 dskddel
PPstue, ol 1 FAAsL dasi

=t
=2
2

high strength steels, 11th Internation conference on
the Joining of Materials, 25-28 May 2003,
Helsinger, Denmark

- ANA (&)

- 194834

- Fghinstad Ty 4494

caojuR] B 83, £HE HA ©
system 72

- e-mail: kicholk@rist.re.kr

- o] B3 (ZF2ik)

- 1965941

- XA AT S AE
-3t BY = 84, HolA8A, ofL8
- e-mail: accelee@rist.re.kr

- {g7t (MEEIE )

- 1952144

- TP A ATY S AH
CEHAE, SRR EEEN, ] 2oy
- e-mail: ygkweon@rist.re.kr

218

Journal of KWS, Vol. 22, No. 3, June, 2004



