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Trend of Joining Technology for Automotive Sheet Steels

Du-Youl Choi and Young-Gon Kim
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Fig. 1 Effect of carbon equivalent on bulk resistivity at
room temperature
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Fig. 6 Effect of carbon equivalent on weld strength and ductility ratio
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Table 1 Effect of filler wire strength in MAG welding of DP steels

Filler wire MIX-50 MGS-63B MGS-80
Steel plate (490MPa) (590MPa) (780MPa)
590MPa O [627] 0 [633] -
780MPa X [713] O [763] O [779]
980MPa X [801] X [851] O [960]
Fracture point ; O : Base metal, X : Weld metal, [ ] : Tensile strength
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Weld Crack

Fig. 10 Weld indentation and metallographic cross section
of GA TRIP590 steel
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Table 2 BIW Joining Technologies in European Car

Model

Joining Methods Unit | Latest model | Old model | Delta
Spot welds [#] 4,337 479 -462
MAG weld doors [m] 1.8 214 -0.29
MAG weld other [m] 291 3.81 -0.90
Laser weld [m] 9.9 356 6.39
Adhesive-epoxy [m] 25.35 327 22.08
Adhesive-rubber [m] 1818 5.00 1318
Hotmelt [m] 1520 38.82 2362
Antiflutter [ml 2.00 1.40 0.60
Weldstuds [#] 19% 241 -46
Weld nuts/bolts [#] 33 72 -39
Bolts(mechanical) [# 8 76 2
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