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Abstract

Nowadays, the weight lightening of automotive is required as conserving the environment has become a
major worldwide issue. To solve this issue, various researches for the use of light materials(Alalloy, Mgalloy)and
ultra high strength steel as substitutes of the current structural material have been carried out. Application
of laser stitch welding to the assembly of automotive produces improvement in strength, lightening of
body, higher fuel efficiency, lower production cost as well as reduction in assemble line due to its fast
welding speed, superior accessible and weld quality. This process overcomes the shortcomings of the current
resistance spot welding such as high electricity consumption, electrode replacement, and economical, technical
limitation in design and production method of automotives.
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Spot welding diameter 6mm

Laser stitch welding bead length 10mm
Laser stitch welding bead length 20mm
Laser stitch welding bead length 30mm
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Fig. 1 Comparison of shear strength of spot and
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Fig. 3 Cross section for different laser power and
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