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Abstract

Research progress concerning laser welding and mechanical clinching which are being used for
the assembly of auto bodies. On the laser welding, usage of remote welding is recently expanding,
therefore, the next things were shown: 1) attenuation phenomenon of laser power, as an important
point on the remote welding, caused by plume blowing out of workpiece, 2) hybrid spot welding
technique applicable for the welding of three steel sheets highly differing in thickness and 3) laser
welding method accompanied with filler vibration corresponding to the welding with a gap be-
tween steel sheets. Furthermore, as a non-melting joining technique, mechanical clinching was
referred to and property of strength concerning one-side riveted joints were introduced.
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Area(mm?) = 7.636 X Relative power — 3.074 (1)
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Laser power 4.5 kW
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with oscillation
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Filler speed 2 m/min
Frequency 30 Hz
Amplitude 2 mm
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Dependence of tensile shear strength on base metal strength
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Dependence of L-shaped tension strength on distance be-
tween rivet center and flange edge
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