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(54) STRUCTURE BODY INCLUDING DISSIMILAR MATERIAL CONNECTION STRUCTURE, AND 
STRUCTURE MEMBER

(57) Structure including joint structure of dissimilar
materials comprises a roof panel 200 and a skeletal body
100. The roof panel 200 has a bent portion at its end and
is a panel member made of an aluminum alloy. The skel-
etal body 100 has a support portion for supporting the
first member and is made of steel. The roof panel 200
and the skeletal body 100 are joined by continuous weld-
ing of a vicinity of an apex of the bent portion of the roof
panel 200 and the support portion of the skeletal body
100, a reinforcing plate is joined to the roof panel 200 at
least partially along the joining portion with the skeletal
body 100. According to the arrangement, deformation
caused by local expansion due to welding heat can be
suppressed in a structure including a joint structure of
dissimilar materials.
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Description

TECHNICAL FIELD

[0001] The present invention relates to a structure and
a structure member including joint structure of dissimilar
materials.

BACKGROUND ART

[0002] A vehicle body fully made of aluminum is known
to achieve weight reduction to improve fuel efficiency and
motion performance of a vehicle. However, the weight
reduction achieved by such an all-aluminum vehicle body
accompanies a considerable rise in production costs. In
recent years, a method of designing and manufacturing
so-called multi-material vehicles has been attracting at-
tention as a way of reducing weight of vehicles without
a large increase in cost, and production of such vehicles
has already been performed. In the designing and man-
ufacturing method, steel and other lightweight materials,
such as aluminum, magnesium, or resin products includ-
ing fiber-reinforced plastic (FRP) and carbon fiber rein-
forced plastic (CFRP), are combined in a single vehicle.
[0003] In the case where the same steel materials as
in the conventional vehicle bodies are to be used for the
most part of the framework of a vehicle body and an alu-
minum panel is to be partly used, it is necessary to join
dissimilar metals together. For example, when a roof, an
upper back, and the like made of aluminum alloy are to
be joined to a steel framework, joining dissimilar metals
together, i.e. joining an aluminum panel member to the
steel framework is necessary.
[0004] Rivets such as self-piercing rivets, blind rivets,
bolts, punching screws, caulking joints, or the like are
used to form such a joining portion of dissimilar materials.
However, such joining techniques all belong to spot join-
ing and require an additional waterproofing process using
a suitable sealing resin agent or the like when applied
for an outer plate part, a floor part, a chassis part, or the
like which is exposed to rainwater. In addition, applying
an adhesive is applied between the members can be
required to prevent corrosion.
[0005] Patent Document 1 relates to dissimilar metal
joining for joining an aluminum panel member to a steel
framework, and discloses joint structure for an automo-
bile in which a roof panel made of aluminum alloy is joined
to a steel framework member by melt-bonding. The dis-
similar metal joining of Patent Document 1 employs linear
joining to prevent infiltration of rainwater and to ensure
strength reliability.

PRIOR ART DOCUMENT

PATENT DOCUMENT

[0006] Patent Document 1: JP 2014-73798 A

SUMMARY OF THE INVENTION

[0007] However, in the joining method of melting a sol-
vent or a base material by using a heat source such as
MIG (Metal Inert Gas) or a laser, heat is locally applied
to the periphery of the junction during bonding. When
such a joining method is applied to joining an aluminum
panel member to a steel frame, due to a difference in
coefficient of linear expansion between aluminum and a
steel material, the aluminum panel member composed
of a thin plate undergoes thermal deformation, and after
the joining, residual deformation and residual strain oc-
cur. As a result, warpage and ripples are generated in
the aluminum panel member.
[0008] A problem to be solved by the present invention
is to suppress deformation caused by local expansion
due to welding heat while ensuring corrosion resistance
and strength reliability in the joint structure of dissimilar
materials.
[0009] A First aspect of the present invention provides
Structure including joint structure of dissimilar materials
comprising: a first member which has a bent portion at
its end and is a panel member made of an aluminum
alloy; and a second member which has a support portion
for supporting the first member and is made of steel,
wherein the first member and the second member are
joined by continuous welding of a vicinity of an apex of
the bent portion of the first member and the support por-
tion of the second member, and wherein a reinforcing
plate is joined to the first member at least partially along
the joining portion with the second member.
[0010] Deformation of the first member caused by local
expansion due to welding heat can be suppressed by
joining the reinforcing plates along the joining portions of
the first member. Specifically, warping and ripple defor-
mation of an aluminum panel, which is likely to occur in
the aluminum panel due to welding heat or joining heat
generated during arc joining or laser joining of dissimilar
materials, can be suppressed. Further, the continuous
welding enables dissimilar materials respectively made
of steel alloy and made of aluminum alloy to be linearly
joined together. Therefore, infiltration of rainwater from
the joining portion and corrosion of the inner members
can be prevented and the strength reliability of the joining
portion can be improved. As a result, aluminum alloy can
be used for a part of the structure without a large increase
in the plate thickness, that is, without a large increase in
the weight. Therefore, weight reduction of the entire
structure can be achieved easily. The term "welding"
used herein shall be interpreted in a broad meaning, and
includes brazing and soldering in addition to general
welding. The vicinity of the apex of the bent portion indi-
cates a vicinity region including the apex as well as a
region where a welding material such as a brazing ma-
terial is usually sticked when welding the apex.
[0011] Preferably, the continuous welding is a brazing
joint using a flux cored wire.
[0012] Using the flux cored wire(FCW) as the brazing
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material improves the reliability of dissimilar material join-
ing between the steel and the aluminum alloy and ena-
bles the dissimilar material to be linearly joined. Further,
since the welding can be performed at a lower tempera-
ture than conventional, the influence of the deformation
caused by the welding heat can be reduced. FCW is a
wire filled with flux inside an aluminum alloy clad material.
[0013] The reinforcing plate may be made of an alumi-
num alloy and joined to the first member with an adhesive.
[0014] The reinforcing plate made of aluminum alloy
can be reduced in weight as compared with the case
where the reinforcing plate is made of steel, and can be
improved in strength as compared with the case where
the reinforcing plate is made of resin.
[0015] The reinforcing plate may be made of resin and
joined to the first member with an adhesive.
[0016] The reinforcing plate made of resin can be re-
duced in weight as compared with the case where the
reinforcing plate is made of metal.
[0017] Preferably, the reinforcing plate is disposed with
a gap from the joining portion between the first member
and the second member.
[0018] The gap provided between the joining portion
and the reinforcing plate can prevent the deformation of
the reinforcing plate, the combustion of the reinforcing
plate made of resin, and the combustion of the adhesive
between the panel member and the reinforcing plate,
which are due to the heat accompanied by the welding.
[0019] The structure may be a vehicle body. In partic-
ular, the first member may be a roof or an upper back of
the vehicle body.
[0020] In practice, joining of dissimilar materials is of-
ten performed for a vehicle body. In particular, since the
roof panel or the upper back has a large area, substitution
of aluminum alloy members for steel members is highly
effective in weight reduction.
[0021] The first member may be made of an aluminum
alloy of 6000 series or 5000 series. The second member
may also be a surface-treated steel sheet such as a hot
dip galvannealed steel sheet, a hot-dip galvanized steel
sheet, or a hot-dip aluminum steel sheet, and may also
be a non-plated steel sheet.
[0022] In joining of dissimilar materials, the first mem-
ber is often made of an aluminum alloy of 6000 series or
5000 series, and the second member is often a hot dip
galvannealed steel sheet or a hot-dip galvanized steel
sheet, which can reduce the cost and facilitate process-
ing. Alternatively, the second member can be a hot-dip
aluminum steel sheet or a non-plated steel sheet which
has relatively good bondability with an aluminum alloy.
[0023] A second aspect of the present invention pro-
vides structure member including joint structure of dis-
similar materials composed of a first member which has
a bent portion at its end and is a panel member made of
an aluminum alloy and a second member which has a
support portion for supporting the first member and is
made of steel, wherein the first member and the second
member are joined by continuously welding the vicinity

of the apex of the bent portion of the first member and
the support portion of the second member.
[0024] The present invention can be applied not only
to structures such as car bodies but also to structural
members itself.

EFFECT OF THE INVENTION

[0025] According to the present invention, in joint struc-
ture of dissimilar materials, a reinforcing plate is joined
to a first member along a joining portion formed by con-
tinuous welding can suppress deformation caused by lo-
cal expansion due to welding heat while ensuring corro-
sion resistance and strength reliability.

BRIEF DESCRIPTION OF DRAWINGS

[0026]

Fig. 1 is a perspective view of a vehicle body accord-
ing to a first embodiment of the present invention;

Fig. 2 is an exploded view of the roof panel of the
vehicle body of Fig. 1;

Fig. 3 is an enlarged view of the roof panel of the
vehicle body of Fig. 1;

Fig. 4 is a cross-sectional view taken along line IV -
IV of Fig. 3;

Fig. 5 is a schematic view showing the arrangement
of a reinforcing plate with respect to the roof panel;

Fig. 6 shows deformation of the roof panel due to
thermal expansion;

Fig. 7 is a cross-sectional view taken along line VII
- VII of Fig. 3;

Fig. 8 is a schematic view showing a variation relating
to the arrangement of the reinforcing plate;

Fig. 9 is a schematic view showing another variation
relating to the arrangement of the reinforcing plate;

Fig. 10 is a schematic view showing still another var-
iation relating to the arrangement of the reinforcing
plate; and

Fig. 11 is a perspective view of the periphery of the
upper back of the vehicle body according to the sec-
ond embodiment of the present invention.
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MODE FOR CARYYING OUT THE INVENTION

(First Embodiment)

[0027] Embodiments of the present invention will be
described below with reference to the accompanying
drawings.
[0028] Referring to Figs. 1 and 2, the present embod-
iment describes a vehicle body (structure) 10 including
a structure in which a roof panel (first member) 200 made
of aluminum alloy is joined to a skeletal body (second
member) 100 made of steel.
[0029] As shown in Figs. 1 and 2, the vehicle body 10
of the present embodiment includes the skeletal body
100 serving as a framework of the vehicle body 10 and
a roof panel 200 mounted on and joined to the skeletal
body 100.
[0030] The skeletal body 100 consists of a hot dip gal-
vannealed (GA) steel sheet and constitutes a framework
of the entire vehicle body 10. The skeletal body 100 in-
cludes a front part 110, a rear part 120, and a center part
130. The material of the skeletal body 100 is not limited
to the GA steel sheet, and may be a hot-dip galvanized
(GI) steel sheet, a hot-dip aluminum steel sheet, or non-
plated steel sheet.
[0031] The front part 110 is a part that is disposed at
the front of the vehicle body 10 and includes a front frame
111 and a front bumper 112. The front frame 111 consti-
tutes a framework of the front part 110, and includes an
engine accommodating portion 113 at the center thereof
in which an engine (not shown) or the like is installed,
and includes front-wheel accommodating portions 114,
each of which accommodates one of a front wheels (not
shown), on both sides in a vehicle-width direction of the
front frame 111. The front bumper 112 is disposed in the
vehicle-width direction and fixed in front of the front frame
111.
[0032] The rear part 120 is a part that is disposed at
the rear of the vehicle body 10 and includes a rear frame
121 and an upper back (not shown). The rear frame 121
constitutes a framework of the rear part 120, and includes
a trunk portion (not shown) at the rear center thereof, and
rear-wheel accommodating portions 122, each of which
accommodates one of the rear wheels (not shown), on
both sides in the width direction of the rear frame 121.
[0033] The center part 130 is a part disposed at the
center of the vehicle body 10, and includes a center frame
131 and a floor panel 132. The center frame 131 consti-
tutes a framework of the center part 130, and includes a
cabin 133 at the center thereof for boarding a user to
ride. The center frame 131 includes front pillars 141, cent-
er pillars 142, rear pillars 143, roof side rails 144, a roof
front rail 145, a roof rear rail 146, and a roof cross member
147. A windshield portion 134, door portions 135a to
135d, and a rear glass portion 136 (see Fig. 3) are formed
with these members. The floor panel 132 is located at
the bottom of the center part 130 and constitutes the floor
part of the cabin 133.

[0034] Each of the front pillars 141 is a columnar por-
tion disposed along one of the side end portions of the
windshield portion 134 and along the front end portion of
one of the door portions 135a, 135b. Each of the center
pillars 142 is a columnar portion disposed between the
rear end portion of one of the door portions 135a, 135b
and the front end portion of one of the door portions 135c,
135d. Each of the rear pillars 143 is a columnar portion
disposed between the rear end portion of one of the door
portions 135c, 135d and the front end portion of the rear
glass portion 136.
[0035] Each of the roof side rails 144 is disposed in a
front-rear direction of the vehicle body 10 and fixed to
and extends over the upper end portions of the pillars
141 to 143. Each of the roof side rails 144 is disposed
along one of the side end portions of the roof panel 200
and is joined to the roof panel 200.
[0036] The roof front rail 145 is disposed in the vehicle-
width direction and fixed between the upper end portions
of the left and right front pillars 141. The roof front rail
145 is disposed along the upper end portion of the wind-
shield portion 134 and along the front end portion of the
roof panel 200 and is joined to the roof panel 200.
[0037] The roof rear rail 146 is disposed in the vehicle-
width direction and fixed between the upper end portions
of the left and right rear pillars 143. The roof rear rail 146
is disposed along the rear end portion of the roof panel
200 and is joined to the roof panel 200.
[0038] As shown in Figs. 2 and 3, the roof cross mem-
ber 147 extends in the vehicle-width direction between
the left and right roof side rails 144. The roof cross mem-
ber 147 is disposed and fixed between the upper end
portions of the left and right center pillars 142. As shown
in Fig. 4, the roof cross member 147 is not in direct contact
with the roof panel 200 and is joined to the roof panel
200 via resin cushioning members 137.
[0039] The roof panel 200 is an exterior panel covering
the upper side of the vehicle body 10. The roof panel 200
is press-formed and made of 5000 series aluminum alloy,
and in the present embodiment, the thickness thereof is
in a range of about 1.0 mm to 1.3 mm. The side end
portions, the front end portion, and the rear end portion
of the roof panel 200 are respectively welded and joined
to the roof side rails 144, the roof front rail 145, the roof
rear rail 146, and the roof cross member 147 of the center
frame 131. The welded-joining procedure is performed
continuously, that is, continuous welding. The details of
the continuous welding will be described later. The ma-
terial of the aluminum alloy is not limited to 5000 series
and may be 6000 series, and the size thereof is not limited
either. In the present embodiment, the roof panel 200 is
a first member of the present invention, and the center
frame 131 is a second member of the present invention.
[0040] As shown in Fig. 5, reinforcing plates 210 having
a band shape are disposed on the back surface of the
roof panel 200. The reinforcing plates 210 are made of
aluminum alloy and are joined to the roof panel 200 with
an adhesive. Although the reinforcing plates 210 in the
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present embodiment are made of aluminum alloy in terms
of weight and strength, the reinforcing plates 210 may
be made of resin, which is lighter than aluminum alloy,
and the sizes thereof are not limited either. In addition,
bonding of the reinforcing plates 210 to the roof panel
200 is not limited to an adhesive-bonding, and welded-
joining, mechanical fastening, or the like may be used.
The reinforcing plates 210 of the present embodiment
are disposed in the front-rear direction of the vehicle body
10 along the joining portions between the roof panel 200
and the roof side rails 144. The reinforcing plates 210
are provided to suppress deformation of the joining por-
tions.
[0041] There is a difference in the coefficient of linear
expansion between an aluminum alloy material and a
steel material, and the coefficient of linear expansion of
an aluminum alloy material is approximately twice that
of a steel material. Accordingly, the amount of local ther-
mal expansion of the aluminum alloy material is larger
than that of the steel material, and thus the joining por-
tions can deform easily. Such local deformation with var-
ying degrees causes a problem when an aluminum alloy
material is used as an outer plate or the like that requires
a high quality joining process, which results in one reason
for the slow progress in partly using aluminum alloy in a
vehicle body. The local deformation as described above
can be suppressed by increasing the thickness of the
aluminum alloy plate, but such a countermeasure less-
ens weight reduction and increases material costs.
[0042] Deformation of the roof panel 200 caused by
local expansion due to welding heat can be suppressed
by joining the reinforcing plates 210 joined to the roof
panel 200 along the joining portions. Specifically, warping
and ripple deformation of the roof panel 200, which is
likely to occur in the roof panel 200 due to welding heat
or joining heat generated during arc joining or laser join-
ing of different or dissimilar materials, can be sup-
pressed. Further, the continuous welding of the roof pan-
el 200 and the skeletal body 100 as shown by the arrows
in Fig. 5 enables dissimilar materials of the skeletal body
100 (center frame 131) made of steel and the roof panel
200 made of aluminum alloy to be linearly joined together.
Therefore, infiltration of rainwater from the joining portion
and corrosion of the inner members can be prevented
and the strength reliability of the joining portion can be
improved. As a result, aluminum alloy can be used for a
part of the vehicle body 10 without a large increase of
the plate thickness, that is, without a large increase of
the weight. Therefore, weight reduction of the entire ve-
hicle body 10 can be achieved easily. The term "welding"
used herein shall be interpreted in a broad meaning, and
includes brazing and soldering in addition to general
welding.
[0043] In addition, the reinforcing plates 210 made of
aluminum alloy can be reduced in weight as compared
with the reinforcing plates 210 made of steel, and can be
increased in strength as compared with the reinforcing
plates 210 made of resin. In order to further reduce the

weight, the reinforcing plates 210 may be made of resin.
[0044] Fig. 6 shows an example of deformation of the
roof panel 200 at the joining portion in the case where
the reinforcing plate 210 is not provided. The end portion
of the roof panel 200 in the state after the joining shown
in the lower side of Fig. 6 is deformed into a wavy shape
due to the welding heat (the deformation amount is dis-
played in an enlarged manner) as compared with the
state before the joining shown on the upper side of Fig. 6.
[0045] As shown in Fig. 7, each of the roof side rails
144 includes an outer panel 151, an inner panel 152, and
a reinforcement 153. The outer panel 151 is an exterior
panel constituting the upper part of the roof side rail 144
and is exposed on the outer surface of the vehicle body
10. The inner panel 152 is a panel constituting the lower
part of the roof side rail 144. The outer panel 151 and
the inner panel 152 are joined together by welding at a
support portion 154 positioned on the inner side in the
vehicle-width direction and at a flange portion 155 posi-
tioned at the lower side in the height direction, and con-
stitute a closed cross section. The reinforcement 153 is
disposed inside each of the roof side rails 144 for rein-
forcement. In the support portion 154 and the flange por-
tion 155, both ends of the reinforcement 153 are overlaid
by the outer panel 151 and the inner panel 152, and are
welded in a three-layered state.
[0046] The roof panel 200 includes a bent portion 201
of which end is bent. The bent portion 201 is bent inward
at an angle in a range of 120 degrees to 150 degrees
with respect to the outer surface of the roof panel 200.
The bent portion 201 is placed on the support portion 154
of the roof side rail 144 and is joined by welding the vicinity
of an apex 202 of the bent portion 201 to the support
portion 154 through a brazing material 160.
[0047] The support portion 154 forms a stepped re-
cessed portion with respect to the surface of the roof side
rail 144, and the recessed portion supports the bent por-
tion 201 of the roof panel 200. Since the roof panel 200
is supported by the recessed portion of the support por-
tion 154, the roof panel 200 and the surface of the roof
side rail 144 can be roughly flush with each other, so that
the beautiful appearance can be maintained.
[0048] A flux cored wire (FCW) is used for welding the
vicinity of the apex 202 of the bent portion 201 described
above and the support portion 154. FCW is a wire filled
with flux inside an aluminum alloy clad material.
[0049] Using FCW for joining improves the reliability
of dissimilar material joining between the skeletal body
100 made of steel member and the roof panel 200 made
of aluminum alloy member and enables the dissimilar
material to be linearly joined. Further, since the welding
can be performed at lower temperatures than conven-
tional, the influence of the deformation caused by the
welding heat as shown in Fig. 6 can be reduced. In ad-
dition, the bent portion 201 and the support portion 154
can be welded and joined together, which eliminates the
need for a member such as a molding or the like which
impairs the beautiful appearance and is conventionally
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required for concealing the portions fastened with rivets
or the like to join the dissimilar materials.
[0050] The reinforcing plate 210 is disposed with a gap
of a distance d from the joining portion. The distance d
is a distance enough to prevent deformation of the rein-
forcing plate 210 due to the influence of the heat gener-
ated during welding and joining, the adhesive from being
thermally affected, and melting or burning of a part of the
reinforcing plate in the case where the reinforcing plate
is made of resin. Further, the distance d is a distance
enough to prevent deformation of the roof panel 200 dur-
ing joining, and in the present embodiment, the distance
d is from 10 mm to 25 mm. In this way, a gap provided
between the joining portion and the reinforcing plate 210
can prevent occurrence of a fault in the reinforcing plate
210 due to the heat accompanied by the welding.
[0051] Further, various changes can be made to the
arrangement of the reinforcing plate 210. The reinforcing
plate 210 may be arranged around the entire periphery
of the roof panel 200 (see Fig. 8) in order to further sup-
press the deformation, may be arranged only in the vi-
cinity of the center pillars 142 having a large deformation
amount (see Fig. 9), or may be arranged only in the vi-
cinity of the pillars 141 to 143 also having large deforma-
tion amounts (see Fig. 10). Such joining of the reinforcing
plate 210 and the roof panel 200 is not necessarily incor-
porated in the assembly process of the vehicle body 10,
but may be taken into the assembly process of the vehicle
body 10 as a structure member that has been previously
joined together in a separate process.

(Second Embodiment)

[0052] Fig. 11 shows the periphery of an upper back
300 of the vehicle body 10 according to a second em-
bodiment. In the present embodiment, the upper back
300 and the rear frame 121 are welded and joined to-
gether in the same manner as the joining of the roof panel
200 and the center frame 131 according to the first em-
bodiment. The configuration of the vehicle body 10 is
substantially the same as that of the first embodiment
shown in Figs. 1 and 2. Therefore, the description of the
same parts as those of the vehicle body 10 shown in
Figs. 1 and 2 will be omitted.
[0053] The upper back 300 and the rear frame 121 are
joined together by continuous welding in the same man-
ner as the joining of the roof panel 200 and the center
frame 131 according to the first embodiment. Therefore,
in the present embodiment, the upper back 300 is a first
member of the present invention, and the rear frame 121
is a second member of the present invention.
[0054] On the back surface (the lower surface in the
figure) of the upper back 300, reinforcing plates 310 hav-
ing a band shape are disposed along the joining portions.
The reinforcing plates 310 are made of aluminum alloy
and are joined to the upper back 300 with an adhesive.
The reinforcing plates 310 are disposed separately from
the joining portions with a distance enough to prevent

deformation of the reinforcing plates 310 under the influ-
ence of the heat generated at the time of welded-joining
and also prevent deformation of the upper back 300 at
the time of the joining. In the present embodiment, the
distance is in a range of 10 mm to 30 mm.
[0055] In the present embodiment, the reinforcing
plates 310 are made of aluminum alloy in terms of weight
and strength, but may be made of resin or the like which
is lighter than aluminum alloy, and the sizes thereof are
not limited either. In addition, bonding of the reinforcing
plates 310 to the upper back 300 is not limited to an ad-
hesive-bonding, and welded-joining, mechanical fasten-
ing, or the like may be used.
[0056] The upper back 300 is a panel made of 5000
series aluminum alloy located above the trunk portion of
the rear part 120. The upper back 300 includes a bent
portion 301 of which end is bent. The bent portion 301 is
bent downward at an angle in a range of 120 degrees to
150 degrees with respect to the surface (the upper sur-
face in the figure) of the upper back 300.
[0057] The rear frame 121 is made of a GA steel sheet
and has a support portion 123 extending in the vehicle-
width direction for placing the upper back 300. Since the
support portion 123 of the rear frame 121 includes a
stepped recessed portion in the same manner as the
support portion 154 of the center frame 131 of the first
embodiment, the surfaces of the joining portions can be
flush with each other, so that the beautiful appearance
can be maintained.
[0058] The bent portion 201 of the upper back 300 is
placed on the support portion 123 of the rear frame 121
and is joined by welding the vicinity of an apex 302 of the
bent portion 301 to the support portion 123. FCW is used
for the welding.
[0059] In the same manner as the first embodiment,
the upper back 300 may be made of 6000 series alumi-
num alloy, and the rear frame 121 may be made of a GI
steel sheet, a hot-dip aluminum steel sheet, or a non-
plated steel sheet.
[0060] In practice, joining of dissimilar materials is of-
ten performed for the vehicle body 10. In particular, since
the roof panel 200 of the first embodiment or the upper
back 300 of the second embodiment has a large area,
substitution of aluminum alloy members for steel mem-
bers is highly effective in weight reduction. However, in
addition to the first and second embodiments, the present
invention can be applied to various parts of the vehicle
body 10. For example, the present invention can be ap-
plied to various parts, such as a spare tire well, doors, or
a floor panel. Further, the present invention can be used
for other than vehicles, and can be used for general trans-
portation equipment, such as ships and railways.

DESCRIPTION OF SYMBOLS

[0061]

10 Vehicle body (Structure)
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100 Skeletal body (Second member)
110 Front part
111 Front frame
112 Front bumper
113 Engine accommodating portion
114 Front-wheel accommodating portion
120 Rear part
121 Rear frame (Second member)
122 Rear-wheel accommodating portion
123 Support portion
130 Center part
131 Center frame (Second member)
132 Floor panel
133 Cabin
134 Windshield portion
135a, 135b, 135c, 135d Door portion
136 Rear glass portion
137 Cushioning member
141 Front pillar
142 Center pillar
143 Rear pillar
144 Roof side rail
145 Roof front rail
146 Roof rear rail
147 Roof cross member
151 Outer panel
152 Inner panel
153 Reinforcement
154 Support portion
155 Flange portion
160 Brazing material
200 Roof panel (First member)
201 Bent portion
202 Apex
210 Reinforcing plate
300 Upper back (First member)
301 Bent portion
302 Apex
310 Reinforcing plate

Claims

1. Structure including joint structure of dissimilar mate-
rials comprising:

a first member which has a bent portion at its
end and is a panel member made of an alumi-
num alloy; and
a second member which has a support portion
for supporting the first member and is made of
steel, wherein
the first member and the second member are
joined by continuous welding of a vicinity of an
apex of the bent portion of the first member and
the support portion of the second member, and
wherein
a reinforcing plate is joined to the first member

at least partially along the joining portion with
the second member.

2. Structure including joint structure of dissimilar mate-
rials according to claim 1, wherein the continuous
welding is a brazing joint using a flux cored wire.

3. Structure including joint structure of dissimilar mate-
rials according to claim 1 or 2, wherein the reinforcing
plate is made of an aluminum alloy and joined to the
first member with an adhesive.

4. Structure including joint structure of dissimilar mate-
rials according to claim 1 or 2, wherein the reinforcing
plate is made of resin and joined to the first member
with an adhesive.

5. Structure including joint structure of dissimilar mate-
rials according to claim 1 or 2, wherein the reinforcing
plate is disposed with a gap from the joining portion
between the first member and the second member.

6. Structure including joint structure of dissimilar mate-
rials according to claim 1 or 2, wherein the structure
is a vehicle body.

7. Structure including joint structure of dissimilar mate-
rials according to claim 6, wherein the first member
is a roof or an upper back of the vehicle body.

8. Structure including joint structure of dissimilar mate-
rials according to claim 1 or 2, wherein the first mem-
ber is made of an aluminum alloy of 6000 series or
5000 series.

9. Structure including joint structure of dissimilar mate-
rials according to claim 1 or 2, wherein the second
member is a hot dip galvannealed steel sheet, a hot-
dip galvanized steel sheet, a hot-dip aluminum steel
sheet, or a non-plated steel sheet, which is a surface-
treated steel sheet.

10. Structure member including joint structure of dissim-
ilar materials composed of a first member which has
a bent portion at its end and is a panel member made
of an aluminum alloy and a second member which
has a support portion for supporting the first member
and is made of steel, wherein the first member and
the second member are joined by continuously weld-
ing the vicinity of the apex of the bent portion of the
first member and the support portion of the second
member.
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