Gor B 8% £ & ¥ W %4097%)  (2017)

LAt 3L

UDC 669 .14-423.9:629.113.011.5:621.791.36/.38

ESIEAE T L —LOBREEDF-HD
HERESHmEER{ET 2@ A 5 [T TEDRSE

Development of 2D Brazing Method to Realize Optimum Thickness Distribution

of Component for Light Steel Body Frame
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Abstract

Recently, in order to improve crash safeness and achieve a light weight of automotive bodies, it
is important to design optimum sheet thickness distribution to suppress the bending deformation.
In many cases, components are reinforced partly through attaching reinforcement by spot welding.
However, it is considered that large joining area is needed for enhance reinforcing. Here, developed
full brazing method utilizing the hot stamping process was introduced.
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Chemical compositions of hot stamped sheet (mass%)
C Mn B Cr
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6.

il

Thickness of brazing metal :10 um

Thickness of brazing metal :100 ¢ m

Sheet thickness : 0.8mm

Sheet thickness : 2.3mm

Sheet thickness : 0.8mm Sheet thickness : 2.3mm

Fracture face

X-ray
transmission
image

Evaluation
© :Excellent
O:Good
X :Poor

O

X

19 SEIRU X RIS L B IEHREISRER
Observation results of fracture face and X-ray transmission image
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