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Arc Welding Technologies for High Strength Steel Sheets for Automotive Chassis Members
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Abstract

Recent research progresses on fatigue strength and corrosion resistance of arc welded joint using
high tensile strength steel sheets are described, focusing on automotive chassis members. At first,
the impacts of weld metal hardness and weld bead shape on fatigue strength are studied, and the
importance of the selection of welding wires and the optimization of welding conditions are indicated.
Additionally, the effects of the shielding gas components on weld bead shapes or the arrangements
of the stiffening beads to reduce stress concentrations are described. Secondly, the properties of
electrodeposition coating on the weld part are evaluated in order to improve corrosion resistance.
It is confirmed that the coating properties depend on the characteristics of peeling or coating on
the weld slags, and the coating defects are varied according to the type of welding wire and steel
plate. Finally, the shot blast treatment is proposed as a countermeasure for supporting corrosion

resistance and fatigue strength.
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