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Spot Welding of Alumlmum and Steel Sheet with Insert of Alumlmum Clad Steel Sheet
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Synopsi

The spot welding of aluminium and steel sheet with an insert of aluminium clad steel sheet was investigated. This study
was conducted considering the application to automotive body fabrication, whth the objective of decreasing weight. The
mechanical properties of spot welded joint of aluminium and steel sheet with and without the insert of aluminium clad
steel sheet were measured and the microstructures of joints welded by this process were observed. Two nuggets of
‘aluminium to aluminium and steel to steel were obtained independently by this process. These two nuggets and the clad
interface utilizing hot rolling contributed to maintaining the joint strength.

It was clarified that the spot welded joint using an insert of aluminium clad steel sheet has excellent tensile strength

in cross tension tests and fractured in the base metal of aluminium alloy.
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Table 2 Comparison of welding condition between aluminium
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Table 1 Comparison of physical properties between aluminium and iron
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Table 4 Chemical compositions of material used
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Fig.15 Welding conditions of Al/steel spot welding with an
insert of aluminium clad steel sheet
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Fig14 Schematic illustration of concentration of stress around the welded nuggets
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a) Spot welding
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b) Impulsive spot welding

Fig16 Comparison of nugget formation between spot welding and impulsive spot welding
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