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Description

[0001] The present invention relates to a method of
joining dissimilar metal plates of an aluminum alloy plate
and a plated steel plate by means of adhesion of an ad-
hesive and spot welding, and a dissimilar metal joined
body according to the preamble of claims 1 and 6 respec-
tively (see JP 2009/202828 A).

Description of the Background Art

[0002] Conventionally, in the fields of transport equip-
ment such as automobiles and rail cars, machine parts,
architectural buildings and the like, research and devel-
opment concerning methods of joining dissimilar metals
such as, for example, a steel material and aluminum al-
loy, and a joined body of such dissimilar metals.
[0003] In particular, in the field of automobiles, there
is further demand of achieving the weight-saving of the
vehicle body in light of the severe energy situation in re-
cent years, and light-weight aluminum alloy plate mate-
rials are often used together with steel plates. Neverthe-
less, with a product such as an automobile that is used
under a severe corrosion environment, if the steel plate
and the aluminum alloy plate are directly joined, there is
a problem in that corrosion (electrolytic corrosion) caused
by the potential difference between the two occurs easily.
Thus, as technology of preventing such electrolytic cor-
rosion, the so-called weld-bond method of joining both
of the metal plates via an adhesive and performing spot
welding thereto is known.
[0004] However, since an adhesive has inferior con-
ductivity and will cause an increase in the conduction
resistance during the spot welding process, it is not pos-
sible to increase the welding current sufficiently. Moreo-
ver, since the cleanliness factor of the interface of the
steel plate and the aluminum alloy plate is also aggra-
vated, there is a problem in that, consequently, sufficient
joint strength cannot be obtained.
[0005] Thus, for example, Japanese Unexamined Pat-
ent Application Publication No. 2008-23583 describes
that, upon joining two metal plates of dissimilar metals
based on weld-bonding, both of the metal plates are
caused to come in direct contact by discharging the ad-
hesive (sealing material) interposed between both of the
metal plates at least from the center of the joint part, and
passes a welding current therethough in the foregoing
state.
[0006] Moreover, as described in Japanese Unexam-
ined Patent Application Publication No. S59-193773, al-
so known is a joining method of including a thermoplastic
resin spacer in the adhesive layer applied between two
metal plates, pressurizing and passing currently through
both of the metal plates in the foregoing state with the
electrodes for welding, and performing welding while re-
moving the adhesive and the spacer from the joint part.
[0007] Meanwhile, Japanese Unexamined Patent Ap-
plication Publication No. 2008-23583 forms the tip of the

electrode in a convex curved surface in order to efficiently
discharge the adhesive from the center of the joint part.
However, if the tip of the electrode is formed in a convex
curved surface, although the adhesive of the portion cor-
responding to the apex of such convex curved surface
will be discharged reliably, the adhesive will only be dis-
charged locally, and, as a result of the joint area of the
steel plate and the aluminum alloy plate becoming small,
there is a possibility that sufficient joint strength cannot
be obtained. Moreover, although Japanese Unexamined
Patent Application Publication No. 2008-23583 also pro-
poses heating the vicinity of the joint part using an exter-
nal heating means configured from a high frequency coil
or the like in order to facilitate the discharge of the adhe-
sive, there is a possibility that the temperature of the ad-
hesive of the joint part may not be effectively increased
due to the influence of the thermal conduction to the pe-
riphery thereof.
[0008] Since Japanese Unexamined Patent Applica-
tion Publication No. S59-193773 performs pressurization
and conduction in a state of clamping a thermoplastic
resin spacer between the metal plates, it is expected that
the adhesive can be effectively discharged from the joint
part in comparison to Japanese Unexamined Patent Ap-
plication Publication No. 2008-23583. Nevertheless, if
the metal plates are joined in a state where such a ther-
moplastic resin spacer is interposed therebetween, there
is a possibility that the thermoplastic resin spacer will
melt and flow to the outside, for example, when the ob-
tained joined body is coated and subject to thermal treat-
ment in the subsequent drying step. If resin flows out as
described above, the sealability of the joint part will be
lost, and, in particular, this will become a crucial defect
as a structural material of a vehicle body. Moreover, Jap-
anese Unexamined Patent Application Publication No.
S59-193773 does not describe the preferred conditions
during pressurization and conduction, and it was not nec-
essarily clear as to how the process from pressurization
to conduction needs to be performed in order to obtain
sufficient joint strength.
[0009] JP 2009/202828 A discloses a method for man-
ufacturing a vehicle body. The method comprises the
steps of overlapping an aluminum alloy-made roof panel
and a steel-made front header via an adhesive, softening
the aluminum alloy-made roof panel, and welding the alu-
minum-made roof panel and the steel-made front header
using solid-phase welding and electric resistance spot
welding.
[0010] US 4 678 887 A discloses a method and an
apparatus for resistance spot welding. The method com-
prises the steps of applying a preconditioning pulse at
the beginning of the welding process to stabilize interface
resistances, applying a current pulse just after contact of
electrodes and the workpiece prior to attaining full elec-
trode force in order to vaporize coatings and to melt the
workpiece surfaces at the interfaces, inhibiting further
weld current for a cooling period to allow heat dissipation
from the hot interfaces, and then applying a predeter-
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mined weld current schedule.

Summary of the Invention

[0011] The present invention was devised in view of
the foregoing circumstances. Thus, an object of this in-
vention is to effectively improve the joint strength upon
joining dissimilar metal plates by combining adhesion us-
ing an adhesive and spot welding.
[0012] In order to achieve the foregoing object, the
present invention provides a method of joining dissimilar
metal plates of an aluminum alloy plate and a plated steel
plate according to claim 1. The present invention pro-
vides also a dissimilar metal joined body according to
claim 6.

Brief Description of the Drawings

[0013]

Fig. 1 is a diagram explaining the process of the lap-
ping step;
Fig. 2 is a diagram explaining the process of the pre-
pressurization step;
Fig. 3 is a diagram explaining the process of the pre-
heating step;
Fig. 4 is a diagram explaining the process of the cool-
ing step;
Fig. 5 is a diagram explaining the process of the weld-
ing step;
Fig. 6 is a diagram showing the cross section struc-
ture of the joined body obtained as a result of per-
forming each of the steps;
Fig. 7 is a diagram schematically showing the struc-
ture of the interface between the aluminum alloy
plate and the plated steel plate;
Fig. 8A to Fig. 8C are diagrams showing the shape
of the electrodes used in the experiments, wherein
Fig. 8A shows the type 1 electrode, Fig. 8B shows
the type 2 electrode, and Fig. 8C shows the type 3
electrode, respectively;
Fig. 9 is a diagram explaining the method of con-
ducting the experiment for measuring the peel
strength;
Fig. 10 is a table showing the joining conditions and
the peel strength of the Examples and the Compar-
ative Examples;
Fig. 11 is a time chart showing the joining conditions
of Examples 1 to 3;
Fig. 12 is a time chart showing the joining conditions
of Examples 4 and 7;
Fig. 13 is a time chart showing the joining conditions
of Examples 5 and 8;
Fig. 14 is a time chart showing the joining conditions
of Examples 6 and 9;
Fig. 15 is a time chart showing the joining conditions
of Example 10;
Fig. 16 is a time chart showing the joining conditions

of Example 11;
Fig. 17 is a time chart showing the joining conditions
of Comparative Example 1;
Fig. 18 is a time chart showing the joining conditions
of Comparative Example 2;
Fig. 19 is a diagram showing the magnitude relation
of the area in which the type 1 to type 3 electrodes
come in contact with the metal plate; and
Fig. 20 is a graph showing the changes in the elec-
trical resistance value during the welding in Example
2 and Comparative Example 2.

Description of the Preferred Embodiments

[0014] Fig. 1 to Fig. 5 are diagrams explaining an em-
bodiment of the joining method of dissimilar metal plates
according to the present invention. As shown in Fig. 1 to
Fig. 5, in this embodiment, three metal plates of an alu-
minum alloy plate 1, a plated steel plate 2 in which its
surface is plated, and a non-plated steel plate 3 (corre-
sponds to a "separate steel plate" of the present inven-
tion) in which its surface is not plated are joined based
on adhesion using an adhesive 5 and spot welding. Note
that, in Fig. 1 to Fig. 5, the illustration of the plated layers
on either surface of the plated steel plate 2 is omitted
(the same applies to Fig. 6 and Fig. 7 described later).
[0015] As the aluminum alloy plate 1, for example, Al-
Cu-based (2000-based) alloy, Al-Si-Mg-based (6000-
based) alloy, or Al-Zn-Mg-based (7000-based) alloy is
preferably used, but other alloys with aluminum as its
primary component may also be used, and there is no
particular limitation regarding the specific composition.
[0016] There is no particular limitation on the type of
plating to the applied to the plated steel plate 2, but zinc
plating is used as a preferred example in this embodi-
ment. Accordingly, in the ensuing explanation, the plated
steel plate 2 is referred to as the zinc plated steel plate
2. Note that, as the zinc plating, a type in which the weight
is within the range of 30 g/m2 to 100 g/m2 may be used.
[0017] There is no particular limitation in the metal
composition of the zinc plated steel plate 2 and the non-
plated steel plate 3 other than that they area steel. More-
over, the thickness of the zinc plated steel plate 2 and
the non-plated steel plate 3 may be within the range of
0.3 mm or more and 4.0 mm or less, respectively.
[0018] As the adhesive 5, an epoxy-based adhesive is
preferably used, and, for example, the adhesive manu-
factured by Cemedine Henkel (Product No.: EP185-4)
can be used. This adhesive possesses conductivity, but
the type of adhesive that can be used in the present in-
vention is not limited thereto.

(1) Outline of joining method

[0019] Foremost, the specific processes of the joining
method of this embodiment are explained. The three met-
al plates configured from the aluminum alloy plate 1, the
zinc plated steel plate 2 and the non-plated steel plate 3
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are joined as a result of being subject to the lapping step,
pre-pressurization step, pre-heating step, cooling step,
welding step, and adhesive hardening step described be-
low.

(1-1) Lapping step

[0020] In order to join the three metal plates 1 to 3,
foremost, as shown in Fig. 1, a lapping step of lapping
the respective metal plates 1 to 3 is performed. Specifi-
cally, the aluminum alloy plate 1 and the zinc plated steel
plate 2 are lapped via an adhesive 5, and the non-plated
steel plate 3 is lapped on an opposite surface of the zinc
plated steel plate 2 to the aluminum alloy plate 1 (that is,
the zinc plated steel plate 2 is clamped between the alu-
minum alloy plate 1 and the non-plated steel plate 3).
Note that, as the adhesive 5, a thermosetting adhesive
that hardens at a predetermined temperature or higher
is used. Thus, the adhesive 5 is not hardened at the point
of Fig. 1, and possesses a certain degree of fluidity. More-
over, while this kind of adhesive 5 is applied between the
aluminum alloy plate 1 and the zinc plated steel plate 2,
the adhesive 5 is not applied between the zinc plated
steel plate 2 and the non-plated steel plate 3, and both
steel plates 2, 3 are in direct contact with each other. In
the ensuing explanation, the three metal plates 1 to 3
that are lapped as shown in Fig. 1 are collectively referred
to as the "work W" .

(1-2) Pre-pressurization step

[0021] Subsequently, moving to Fig. 2, a pre-pressur-
ization step of pressurizing the lapped metal plates 1 to
3 (work W) is performed. Specifically, in the pre-pressur-
ization step, the work W is clamped between a pair of
electrodes 7, 7 for spot welding, and the work W is pres-
surized with a predetermined pre-pressing force F0.
[0022] The electrodes 7, 7 form an approximately cy-
lindrical shape, and are mounted on the tip of a joining
gun that is operated by a work robot not shown. Subse-
quently, as a result of at least one of the electrodes 7, 7
being driven in the axial direction, the space between the
two can be changed within a predetermined range. More-
over, the electrodes 7, 7 are connected to a power supply
unit not shown, and current is applied between the elec-
trodes 7, 7 according to the power feed from the power
supply unit.
[0023] The tip of the electrodes 7, 7 are formed such
that the center part is formed in a planar shape and the
periphery thereof is formed as a spherical tapered sur-
face as shown in Fig. 2. Needless to say, the shape of
the tip of the electrodes 7, 7 is not limited thereto, and,
for example, the overall tip may be formed in a planar
shape, or the overall tip may be formed in a convex spher-
ical shape with a relatively large radius (that is, close to
a flat surface) (refer to the electrodes of Fig. 8A to Fig.
8C used in the Examples described later).

(1-3) Pre-heating step

[0024] Subsequently, moving to Fig. 3, a pre-heating
step of passing current through the work W while applying
pressure thereto is performed. Specifically, in the pre-
heating step, while pressurizing the work W with the pair
of electrodes 7, 7, voltage is applied to the electrodes 7,
7 from a power supply unit not shown and current of a
predetermined first current value I1 is applied.
[0025] Upon pressurizing the work W at the pre-heat-
ing step, foremost, the pressing force at the start of said
step is set to a first pressing force F1 of a value that is
the same as or smaller than the pressing force F0 at the
pre-pressurization step. Subsequently, pressurization
with the first pressing force F1 may be continued until
the end of the pre-heating step, or the first pressing force
F1 may be increased to a second pressing force F2 de-
scribed later (pressing force at the cooling step and the
welding step) midway during the pre-heating step.
[0026] Moreover, the first current value 11 that is ap-
plied at the pre-heating step is set to a value (for example,
2 kA) that is smaller than the current value for welding
(second current value I2 that is applied at the welding
step described later). Thus, although the temperature of
the work W will rise when the first current value I1 is
applied, it will not rise to the melting point of metal. Note
that the preferred range as the period of applying the first
current value 11 is approximately 150 to 400 msec.
[0027] Based on the conduction of the first current val-
ue 11, the adhesive 5 at the portion that is clamped be-
tween the electrodes 7, 7 will soften and become fluidized
in comparison to a state of the adhesive 5 being placed
in room temperature.

(1-4) Cooling step

[0028] Subsequently, moving to Fig. 4, a cooling step
of pressurizing the work W while stopping the conduction
between the electrodes 7, 7 is performed. Specifically,
at the cooling step, in a state of stopping the conduction
by setting the application voltage of the electrodes 7, 7
to zero, the work W is pressurized with a second pressing
force F2 that is greater than the first pressing force F1
(pressing force at the start of the pre-heating step), and
this pressurization is continued over a predetermined
cooling time. In other words, the conduction between the
electrodes 7, 7 is stopped so that the temperature of the
work W will decrease than the temperature at the end of
the pre-heating step, and the pressing force of the elec-
trodes 7, 7 increases so that the adhesive 5 that was
softened at the pre-heating step can be efficiently dis-
charged from the part subjected to the pressurization
(pressurized part) with the electrodes 7, 7. Note that the
preferred range of the cooling time is approximately 300
to 1500 msec.
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(1-5) Welding step

[0029] Subsequently, moving to Fig. 5, a welding step
of performing spot welding to the work W is performed.
Specifically, at the welding step, a second current value
I2 that is greater than the current value I1 at the pre-
heating step is applied while pressurizing the work W
with a pressing force that is the same as the pressing
force F2 at the cooling step.
[0030] The second current value I2 is set to a large
current value capable of melting metal. In other words,
as a result of the second current value I2 being applied,
at the part clamped between the electrodes 7, 7, the tem-
perature in the vicinity of the interface of the respective
metal plates 1 to 3 will particularly increase, and the metal
of such part will melt. However, if the second current val-
ue I2 is increased more than necessary, it may cause
the phenomenon known as expulsion in which the melted
metal scatters circumferentially. Thus, the second cur-
rent value I2 needs to be set to a value (for example,
around 14 kA) capable of reliably melting the metal and
securing the joint strength, and which will not cause ex-
cessive expulsion. Note that the preferred range of the
conducting period of the second current value I2 is ap-
proximately 150 to 400 msec.
[0031] When the foregoing conduction of the second
current value I2 is complete, the location where the metal
melted will re-solidify, and nugget parts M1, M2 as shown
in Fig. 6 are formed. In other words, the nugget part M1
is formed at the contact part with the zinc plated steel
plate 2 in the aluminum alloy plate 1, and the nugget part
M2 is formed between the zinc plated steel plate 2 and
the non-plated steel plate 3, and the respective metal
plates 1 to 3 are mutually joined (welded) via the nugget
parts M1, M2.

(1-6) Adhesive hardening step

[0032] Subsequently, an adhesive hardening step of
hardening the adhesive 5 is performed. Specifically, the
welded work W is placed in a heating furnace (not
shown), and the temperature is raised to a hardening
temperature of the adhesive 5 or higher. Consequently,
the overall adhesive 5 will harden between the aluminum
alloy plate 1 and the zinc plated steel plate 2, and the
aluminum alloy plate 1 and the zinc plated steel plate 2
are caused to adhere via the hardened adhesive 5.

(2) Structure after joining

[0033] The structure of the joined body that was joined
as a result of being subject to the foregoing steps is now
explained. After the joining, as described above, the alu-
minum alloy plate 1 and the zinc plated steel plate 2 are
joined via the nugget part M1, and the zinc plated steel
plate 2 and the non-plated steel plate 3 are joined via the
nugget part M2. Moreover, the aluminum alloy plate 1
and the zinc plated steel plate 2 are caused to adhere

with the adhesive 5 at a location other than the nugget
part M1.
[0034] The nugget part M1 is created as a result of the
aluminum alloy plate 1 being partially melted due to the
resistance-caused heat based on the conduction of the
second current value I2, the zinc plating layer of the sur-
face of the zinc plated steel plate 2 being destroyed (dif-
fused), and the newly-formed surfaces of the metals com-
ing in contact with each other and being joined atomically.
Note that, since the melting point of the aluminum alloy
plate 1 is lower than the metal matrix of the zinc plated
steel plate 2, a surface of the zinc plated steel plate 2
which faces to the aluminum alloy plate 1, except for the
zinc plating layer, will not melt during the formation of the
nugget part M1, and only the aluminum alloy plate 1 will
melt.
[0035] The nugget part M2 is a result of both the zinc
plated steel plate 2 and the non-plated steel plate 3 melt-
ing and re-solidifying due to the conduction of the second
current value I2. As shown in Fig. 6, the nugget part M2
is formed to face the nugget part M1 of the aluminum
alloy plate 1 and at a position where it will not come in
contact with the aluminum alloy plate 1.
[0036] Fig. 7 is a diagram schematically showing the
structure of the interface of the aluminum alloy plate 1
and the zinc plated steel plate 2. As shown in Fig. 7, the
interface of both of the metal plates 1, 2 can be divided
into areas S1, S2, S3, S4 in order from the center of the
pressurized part by the electrodes 7, 7.
[0037] The areas S1, S2 correspond to the formation
parts of the nugget part M1 (that is, the parts where the
aluminum alloy plate 1 melts and re-solidifies). Among
the above, a thermolysis product 5a resulting from the
thermal decomposition of the adhesive 5 remains in the
area S1 that is positioned at the center side in the radial
direction as shown with the enlarged view of part "a".
Meanwhile, the area S2 of an annular shape is formed
in the radial direction that is outside of the area S1 in a
planar view (viewed from the lapping direction of the met-
al plates), but the foregoing thermolysis product 5a hardly
exists in the area S2 as shown in the enlarged view of
part "b", and the metals are firmly joined. In other words,
both of the areas S1, S2 are joined surfaces that are
welded corresponding to the nugget part M1, but the joint
strength of the area S2 on the outside is greater than the
area S1 at the center side depending on the existence
of the thermolysis product 5a of the adhesive 5. In the
ensuing explanation, the area S1 is referred to as the
incomplete welded part S1 and the area S2 is referred
to as the complete welded part S2.
[0038] The reason why the thermolysis product 5a of
the adhesive 5 remains in the incomplete welded part S1
as described above is considered to be because the dis-
charge force that works on the adhesive 5 corresponding
to the center part of the electrodes 7, 7 is relatively weak.
For example, if those having the same shown in Fig. 2
to Fig. 5 (those with a flat tip) are used as the electrodes
7, 7, although the adhesive 5 corresponding to the out-
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side portion in the radial direction of the electrodes 7, 7
will be reliably discharged circumferentially, the dis-
charge force will not sufficiently work on the adhesive 5
corresponding to the center part of the electrodes 7, 7,
and the adhesive 5 of such part is considered to partially
remain. In other words, upon receiving the pressing force
from the electrodes 7, 7, although the adhesive 5 is main-
ly discharged from the center part of the electrodes 7, 7
toward the outside in the radial direction, since there is
also the adhesive 5 which contrarily moves from the out-
side in the radial direction of the electrodes 7, 7 toward
the center part, the discharge force will not sufficiently
work on the adhesive 5 corresponding to the center part
of the electrodes 7, 7, and the adhesive 5 tends to remain.
[0039] Areas S3, S4 exist further outside of the incom-
plete welded part S1 and the complete welded part S2.
The area S3 is an area where the thickness of the layer
of the adhesive 5 is thin as a result of being influenced
by the pressurization and conduction of the electrodes
7, 7. Meanwhile, the area S4 is an area in which a con-
stant layer of the adhesive 5 that is thicker than the area
S3 exists as a result of not being influenced by the elec-
trodes 7, 7. Thus, the adhesive strength of the area S3
is weaker than the adhesive strength of the area S4. In
the ensuing explanation, the area S3 is referred to as the
weak adhesive part S3 and the area S4 is referred to as
the adhesive part S4.
[0040] Note that, as the correlation between the joint
structure (Fig. 7) of this embodiment explained above
and the invention pertaining to the present claims, the
incomplete welded part S1 corresponds to the "weak joint
part" of the present invention, the complete welded part
S2 corresponds to the "first joint part" of the present in-
vention, and the adhesive part S4 corresponds to the
"second joint part" of the present invention.

(3) Experiments

[0041] Results of the experiments that were conducted
in order to confirm the effects of this embodiment are
now explained. Specifically, in the experiments, metal
plates were actually joined with the joining method (Fig.
1 to Fig. 5) explained in (1) above, and the joint strength
of the thus obtained joined bodies was measured with
the L-shaped peeling off test (refer to Fig. 9).

(3-1) Experimental conditions

[0042] Fig. 8A to Fig. 8C are diagram showing the
shape of the electrode 7 that was used in the experi-
ments. The type 1 electrode shown in Fig. 8A has the
same shape as the electrode 7 shown in Fig. 2 to Fig. 5,
and the diameter of the overall electrode is 16 mm, the
diameter of the planar portion formed at the tip thereof
is 6 mm, and the radius of the circumferential spherical
portion thereof is 5 mm. With the type 2 electrode shown
in Fig. 8B, the overall tip thereof is formed in a convex
spherical shape, and its radius is 50 mm. With the type

3 electrode shown in Fig. 8C, the overall tip thereof is
formed in a convex spherical shape, and its radius is 100
mm.
[0043] As shown in the Examples and Comparative
Examples described later, the electrode 7 that is used in
the experiments is, in most cases, the type 1 electrode
shown in Fig. 8A. Note that, only in the cases of Examples
10 and 11, the type 2 and type 3 electrodes are used as
the electrode 7 on the side to come in contact with the
non-plated steel plate 3, but the electrode on the side to
come in contact with the aluminum alloy plate 1 is the
type 1 electrode in both cases.
[0044] The electrodes 7, 7 shown in Fig. 8 were used
to join three metal plates configured from the aluminum
alloy plate 1, the zinc plated steel plate 2, and the non-
plated steel plate 3 into the shape shown in Fig. 9. The
strength of the joint part was measured by pulling the
thus obtained joined body until it peeled off (L-shaped
peeling off test). Note that the thickness of the aluminum
alloy plate 1 used in the experiments was 1.2 mm, the
thickness of the zinc plated steel plate 2 was 0.8 mm,
and the thickness of the non-plated steel plate 3 was 1.6
mm. This is common to all cases of the Examples and
Comparative Examples described later.
[0045] Fig. 10 to Fig. 18 show the results upon respec-
tively joining the metal plates 1 to 3 under different joining
conditions and measuring the strength of the obtained
joined bodies with the foregoing L-shaped peeling off test
(Fig. 9). Note that Fig. 10 is a table that summarizes the
respective joining conditions and the measurement re-
sults of the L-shaped peeling off test, and Fig. 11 to Fig.
18 are time charts showing the respective joining condi-
tions in a time series.
[0046] In the table of Fig. 10 and the time charts of Fig.
11 to Fig. 18, Examples 1 to 11 shows the cases of joining
the metal plates 1 to 3 according to the joining method
(processes shown in Fig. 1 to Fig. 5) of the present in-
vention, and Comparative Examples 1 and 2 show cases
of joining based on processes that are different from the
present invention. Note that, in Fig. 10 to Fig. 18, the time
of the respective steps is shown as the number of cycles
(cyc) of the power source. Since a power source of 60
Hz is used in the experiments, for example, if 15 cyc is
represented in seconds, 15/60 = 0.25 sec (250 msec).
In Fig. 10, the time of the respective steps is shown in
both the number of cycles (cyc) and number of seconds
(msec). Moreover, the value of the peel strength shown
in Fig. 10 is a relative value when the strength of Example
1 is 1.0.
[0047] The joining conditions of Examples 1 to 11 are
now explained in detail.

* Example 1

[0048] The joining conditions of Example 1 are as
shown in Fig. 10 and Fig. 11. In other words, in Example
1, foremost, as the pre-pressurization step, a pressing
force of 2 kN is applied for 60 cyc (1000 msec). Subse-
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quently, as the pre-heating step, while continuing the
pressurization at 2 kN, a current of 2 kA is applied for 15
cyc (250 msec). Subsequently, as the cooling step, a
pressing force of 7 kN is applied for 60 cyc (1000 msec)
in a state where the conduction is stopped. Finally, as
the welding step, while continuing the pressurization at
7 kN, a current of 14 kA is applied for 18 cyc (300 msec).
Note that, in this Example, the type 1 electrode (Fig. 8A)
was used as the electrode 7 on the aluminum side (side
to come in contact with the aluminum alloy plate 1), and
the type 1 electrode was also used as the electrode 7 on
the steel plate side (side to come in contact with the non-
plated steel plate 3).

* Example 2

[0049] In Example 2, foremost, as the pre-pressuriza-
tion step, a pressing force of 2 kN is applied for 60 cyc
(1000 msec). Subsequently, as the pre-heating step, a
current of 2 kA is applied for 15 cyc (250 msec). Here,
while the pressing force is set to 2 kN for 10 cyc (167
msec) from the start of the pre-heating step, the pressing
force is set to 7 kN for the subsequent 5 cyc (83 msec).
Subsequently, as the cooling step, a pressing force of 7
kN is applied for 60 cyc (1000 msec) in a state where the
conduction is stopped. Finally, as the welding step, while
continuing the pressing force of 7 kN, a current of 14 kA
is applied for 18 cyc (300 msec). Note that the electrode
7 that is used in this Example is the type 1 electrode (Fig.
8A) for both the aluminum side and the steel plate side.

* Example 3

[0050] With respect to the joining conditions of Exam-
ple 3, although the timing of pressurization and conduc-
tion is the same as Example 1, what is different from
Example 1 is that the pressing force during the cooling
step and the welding step is set to 5 kN, and the conduc-
tion current during the welding step is set to 13 kA. Note
that the electrode 7 that is used in this Example is the
type 1 electrode (Fig. 8A) for both the aluminum side and
the steel plate side.

* Example 4

[0051] The joining conditions of Example 4 are as
shown in Fig. 10 and Fig. 12. In other words, in Example
4, foremost, as the pre-pressurization step, a pressing
force of 5 kN is applied for 60 cyc (1000 msec). Subse-
quently, as the pre-heating step, a current of 2 kA is ap-
plied for 15 cyc (250 msec). Here, a pressing force of 2
kN is applied for 10 cyc (167 msec) from the start of the
pre-heating step, and the pressing force is set to 5 kN
for the subsequent 5 cyc (83 msec). Subsequently, as
the cooling step, a pressing force of 5 kN is applied for
30 cyc (500 msec) in a state where the conduction is
stopped. Finally, as the welding step, while continuing
the pressurization at 5 kN, a current of 13 kA is applied

for 18 cyc (300 msec). Note that the electrode 7 that is
used in this Example is the type 1 electrode (Fig. 8A) for
both the aluminum side and the steel plate side.

* Example 5

[0052] The joining conditions of Example 5 are as
shown in Fig. 10 and Fig. 13. In other words, in Example
5, foremost, as the pre-pressurization step, a pressing
force of 5 kN is applied for 60 cyc (1000 msec). Subse-
quently, as the pre-heating step, while applying a press-
ing force of 2 kN, a current of 2 kA is applied for 15 cyc
(250 msec). Subsequently, as the cooling step, a press-
ing force of 5 kN is applied for 30 cyc (500 msec) in a
state where the conduction is stopped. Finally, as the
welding step, while continuing the pressurization at 5 kN,
a current of 13 kA is applied for 18 cyc (300 msec). Note
that the electrode 7 that is used in this Example is the
type 1 electrode (Fig. 8A) for both the aluminum side and
the steel plate side.

* Example 6

[0053] The joining conditions of Example 6 are as
shown in Fig. 10 and Fig. 14. In other words, in Example
6, foremost, as the pre-pressurization step, a pressing
force of 5 kN is applied for 60 cyc (1000 msec). Subse-
quently, as the pre-heating step, while applying a press-
ing force of 2 kN, a current of 2 kA is applied for 10 cyc
(167 msec). Subsequently, as the cooling step, a press-
ing force of 5 kN is applied for 20 cyc (333 msec) in a
state where the conduction is stopped. Finally, as the
welding step, while continuing the pressurization at 5 kN,
a current of 13 kA is applied for 18 cyc (300 msec). Note
that the electrode 7 that is used in this Example is the
type 1 electrode (Fig. 8A) for both the aluminum side and
the steel plate side.

* Example 7

[0054] With respect to the joining conditions of Exam-
ple 7, as shown in Fig. 10 and Fig. 12, the timing of pres-
surization and conduction is the same as Example 4.
However, what is different from Example 4 is that the
pressing force other than during the pre-heating step is
set to 7 kN, and the conduction current during the welding
step is set to 14 kA. Note that the electrode 7 that is used
in this Example is the type 1 electrode (Fig. 8A) for both
the aluminum side and the steel plate side.

* Example 8

[0055] With respect to the joining conditions of Exam-
ple 8, as shown in Fig. 10 and Fig. 13, the timing of pres-
surization and conduction is the same as Example 5.
However, what is different from Example 5 is that the
pressing force other than during the pre-heating step is
set to 7 kN, and the conduction current during the welding
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step is set to 14 kA. Note that the electrode 7 that is used
in this Example is the type 1 electrode (Fig. 8A) for both
the aluminum side and the steel plate side.

* Example 9

[0056] With respect to the joining conditions of Exam-
ple 9, as shown in Fig. 10 and Fig. 14, the timing of pres-
surization and conduction is the same as Example 6.
However, what is different from Example 6 is that the
pressing force other than during the pre-heating step is
set to 7 kN, and the conduction current during the welding
step is set to 14 kA. Note that the electrode 7 that is used
in this Example is the type 1 electrode (Fig. 8A) for both
the aluminum side and the steel plate side.

* Example 10

[0057] The joining conditions of Example 10 are as
shown in Fig. 10 and Fig. 15. In other words, in Example
10, foremost, as the pre-pressurization step, a pressing
force of 3 kN is applied for 60 cyc (1000 msec). Subse-
quently, as the pre-heating step, while continuing the
pressurization at 3 kN, a current of 3 kA is applied for 15
cyc (250 msec). Subsequently, as the cooling step, a
pressing force of 7 kN is applied for 40 cyc (667 msec)
in a state where the conduction is stopped. Finally, as
the welding step, while continuing the pressurization at
7 kN, a current of 15 kA is applied for 18 cyc (300 msec).
Note that, in this Example, while the type 1 electrode (Fig.
8A) was used as the electrode 7 on the aluminum side,
the type 2 electrode (Fig. 8B) was used as the electrode
7 on the steel plate side.

* Example 11

[0058] The joining conditions of Example 11 are as
shown in Fig. 10 and Fig. 16. In other words, in Example
11, foremost, as the pre-pressurization step, a pressing
force of 3 kN is applied for 60 cyc (1000 msec). Subse-
quently, as the pre-heating step, while continuing the
pressurization at 3 kN, a current of 3 kA is applied for 15
cyc (250 msec). Subsequently, as the cooling step, a
pressing force of 7 kN is applied for 20 cyc (333 msec)
in a state where the conduction is stopped. Finally, as
the welding step, while continuing the pressurization at
7 kN, a current of 16 kA is applied for 18 cyc (300 msec).
Note that, in this Example, while the type 1 electrode (Fig.
8A) was used as the electrode 7 on the aluminum side,
the type 3 electrode (Fig. 8C) was used as the electrode
7 on the steel plate side.
[0059] When the joining conditions of Examples 1 to
11 explained above are applied to the respective values
of the pre-pressing force F0, the first pressing force F1,
the second pressing force F2, the first current value I1,
and the second current value I2 in the joining processes
of Fig. 1 to Fig. 5 described above, the joining conditions
of the respective Examples can be represented as fol-

lows:

Examples 1 and 2......pre-pressing force F0 = 2 kN,
first pressing force F1 = 2 kN, second pressing force
F2 = 7 kN, first current value I1 = 2 kA, second current
value I2 = 14 kA
Example 3......pre-pressing force F0 = 2 kN, first
pressing force F1 = 2 kN, second pressing force F2
= 5 kN, first current value I1 = 2 kA, second current
value I2 = 13 kA
Example 4 to 6......pre-pressing force F0 = 5 kN, first
pressing force F1 = 2 kN, second pressing force F2
= 5 kN, first current value I1 = 2 kA, second current
value I2 = 13 kA
Example 7 to 9......pre-pressing force F0 = 7 kN, first
pressing force F1 = 2 kN, second pressing force F2
= 7 kN, first current value I1 = 2 kA, second current
value I2 = 14 kA
Example 10......pre-pressing force F0 = 3 kN, first
pressing force F1 = 3 kN, second pressing force F2
= 7 kN, first current value I1 = 3 kA, second current
value I2 = 15 kA
Example 11.....pre-pressing force F0 = 3 kN, first
pressing force F1 = 3 kN, second pressing force F2
= 7 kN, first current value I1 = 3 kA, second current
value I2 = 16 kA.

[0060] The joining conditions of Comparative Exam-
ples 1 and 2 are now explained.

* Comparative Example 1

[0061] The joining conditions of Comparative Example
1 are as shown in Fig. 10 and Fig. 17. In other words, in
Comparative Example 1, foremost, a pressing force of 2
kN is applied for 60 cyc (1000 msec). Subsequently, while
continuing the pressurization at 2 kN, a current of 2 kA
is applied for 15 cyc (250 msec). Finally, while applying
a pressing force of 7 kN, a current of 12 kA is applied for
18 cyc (300 msec). As can be understood from the fore-
going conditions, in Comparative Example 1, conduction
of 2 kA and conduction of 12 kA are respectively per-
formed as steps corresponding to the pre-heating step
and the welding step in each of the Examples. However,
there is no period (cooling step) of stopping the conduc-
tion between the two steps. Note that the electrode 7 that
is used in this Comparative Example is the type 1 elec-
trode (Fig. 8A) for both the aluminum side and the steel
plate side.

* Comparative Example 2

[0062] The joining conditions of Comparative Example
2 are as shown in Fig. 10 and Fig. 18. In other words, in
Comparative Example 2, after applying a pressing force
of 7 kN for 60 cyc (1000 msec), while continuing such
pressurization, a current of 10 kA is applied for 18 cyc
(300 msec). As can be understood from the foregoing
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conditions, in Comparative Example 2, there are no steps
corresponding to the pre-heating step and the cooling
step in each of the Examples. Note that the electrode 7
that is used in this Example is the type 1 electrode (Fig.
8A) for both the aluminum side and the steel plate side.

(3-2) Experimental results

[0063] Upon comparing the measurement results of
the peel strength shown in Fig. 10, when the peel strength
of Comparative Example 1 is 1.0, the peel strength of
Examples 1 to 11 is a value within the range of 2.7 to 3.0
in all cases, and it is evident that extremely high joint
strength is obtained. Meanwhile, with Comparative Ex-
ample 2 which does not include the steps corresponding
to the pre-heating step and the cooling step, the peel
strength is extremely low at 0.2, and only strength of ap-
proximately 1/15 in comparison to each of the Examples
is obtained. As described above, according to the joining
conditions of each of the Examples, it has been confirmed
that extremely high joint strength can be obtained in com-
parison to conventional technology. Moreover, as the
structure of the joint parts that were joined with the meth-
ods of Examples 1 to 11, the same structure as the struc-
ture shown in Fig. 6 and Fig. 7 was obtained in all cases.
[0064] The reason why the joint strength was low in
Comparative Examples 1 and 2 is because the discharge
of the adhesive 5 was insufficient, and, as a result of the
welding current being applied in a state where the mate-
rial was not sufficiently cooled (that is, in a state where
the electrical resistance is large), the resistance-caused
heat quantity tends to become excessive, and it is not
possible to sufficiently increase the welding current. In
fact, the welding current (12 kA or 10 kA) of Comparative
Examples 1 and 2 is lower than the welding current value
(13 to 16 kA) of Examples 1 to 11. However, if the welding
current is increased any more, the phenomenon referred
to as expulsion where the base material scatters oc-
curred, and a favorable welded structure could not be
obtained.

(4) Summary

[0065] As evident from the foregoing experimental re-
sults, according to the joining method of this embodiment,
there is an advantage in that dissimilar metals including
the aluminum alloy plate 1 and the zinc plated steel plate
2 can be joined firmly.
[0066] In other words, with the foregoing embodiment,
prior to applying a high current for welding to the work
W, since a pre-heating step of pressurizing and passing
current through the work W with electrodes 7, 7 is per-
formed, the adhesive 5 between the aluminum alloy plate
1 and the zinc plated steel plate 2 can be sufficiently
softened with the warm-up effect based on conduction,
while keeping the temperature of the work W to be within
a range that is less than the melting point. Moreover, in
the subsequent cooling step, by applying a higher press-

ing force in a state where the conduction is stopped, the
discharge of the adhesive 5 that was softened at the pre-
heating step can be promoted, and the temperature of
the work W can be reduced, and moreover it is further
possible to cause the metals to sufficiently fit each other.
Consequently, the electrical resistance of the material (in
particular the interface resistance of the aluminum alloy
plate 1 and the zinc plated steel plate 2) is effectively
reduced, and, even if a high welding current is applied
from the electrodes 7, 7, excessive resistance-caused
heat quantity will not arise, and the phenomenon (expul-
sion) in which the base material scatters during the weld-
ing process is inhibited. Thus, it is possible to apply a
higher welding current while securing favorable welda-
bility, and the joint strength can be effectively improved.
[0067] Fig. 20 is a graph that demonstrates the oper-
ation and effect described above. Specifically, the graph
of Fig. 20 shows the change in resistance during the weld-
ing step upon applying a constant current in the case of
performing and not performing the pre-heating step. The
waveform shown with the Δ (triangle) mark in the graph
shows the change in the resistance value in Example 2
in which the pre-heating step is performed, and the wave-
form shown with the h (square) mark shows the change
in the resistance value in Comparative Example 2 in
which the pre-heating step is not performed. As evident
from the graph, with Example 2 which performs the pre-
heating step prior to the welding step, the resistance val-
ue is lower throughout the start to end of conduction in
comparison to Comparative Example 2 which does not
perform the pre-heating step. This does not depend on
the application of the adhesive to the interface of the alu-
minum alloy plate 1 and the zinc plated steel plate 2.
Accordingly, it has been confirmed that, if the fitting of
the materials is improved with the pre-heating step, it is
possible to reduce the contact resistance and increase
the conduction current, and thereby improve the welda-
bility.
[0068] Note that, in this embodiment, after the lapping
step of lapping the metal plates 1 to 3, as the pre-pres-
surization step, the work W configured from the metal
plates 1 to 3 is clamped between the electrodes 7, 7 and
pressurized over a predetermined time, and, subse-
quently, as the pre-heating step, a predetermined current
(first current value I1) is applied while pressurizing the
work W. However, if possible, the pre-pressurization step
may be omitted, and the pressurization of the work W
and the conduction of the first current value I1 may be
started approximately simultaneously. Nevertheless, to
proceed to the pre-heating step in a state where the work
W is pressurized in advance based on the pre-pressuri-
zation step is more advantageous in that the conduction
current is stabilized and an appropriate warm-up effect
is obtained.
[0069] In particular, as with Examples 4 to 9, if the
pressing force (pre-pressing force F0) of the electrodes
7, 7 at the pre-pressurization step is set to be greater
than the pressing force (first pressing force F1) at the
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start of the pre-heating step, since it is possible to actively
discharge the adhesive 5 from the pressurized part based
on the electrodes 7, 7 even during the pre-pressurization
step, when combined with the effects of the subsequent
pre-heating step and the cooling step, the adhesive 5
can be discharged from the pressurized part more relia-
bly, and the weldability of the aluminum alloy plate 1 and
the zinc plated steel plate 2 can be further improved.
Moreover, since the discharge force of the adhesive 5 is
improved, there is an advantage in that sufficient joint
strength can be secured even if the time spent on the
pre-heating step and the cooling step is shortened a cer-
tain degree.
[0070] For example, the time of the cooling step in Ex-
amples 4 to 9 is set to 20 cyc or 30 cyc that is shorter
than the time (60 cyc) of the cooling step in Examples 1
to 3, and the time of the pre-heating step in Examples 6
and 9 is set to 10 cyc that is shorter than the time (15
cyc) of the pre-heating step in Examples 1 to 3. Mean-
while, the peel strength is within the range of 2.7 to 3.0
in both Examples 1 to 3 and Examples 4 to 9. In other
words, upon comparing Examples 4 to 9 and Examples
1 to 3, it is evident that Examples 4 to 9 are able to obtain
approximately the same level of peel strength as Exam-
ples 1 to 3 even though the time of the pre-heating step
and/or the cooling step is shorted in Examples 4 to 9.
This is considered to be because, since Examples 4 to
9 have a greater pressing force (pre-pressing force F0)
at the pre-pressurization step, they are able to obtain
sufficient peel strength due to the foregoing reasons,
even if the time of the pre-heating step and/or the cooling
step is short.
[0071] Moreover, although the foregoing embodiment
used an electrode as shown in Fig. 2 to Fig. 5 or Fig. 8
as the electrodes 7, 7, the shape of usable electrodes is
not limited thereto. However, the use of an electrode
shape in which the contact area with the metal plate be-
comes excessively small should be avoided. For exam-
ple, in the case of using an electrode in which the tip
thereof is formed in a convex spherical shape as shown
in Fig. 8B and Fig. 8C, if the radius of the tip part is re-
duced unnecessarily (that is, if the tip becomes pointed),
the contact area of the electrode and the metal plate will
become excessively small, and there is a possibility that
it may not be possible to obtain the sufficient joint strength
as obtained in this embodiment.
[0072] In other words, as with the foregoing embodi-
ment, if an electrode with a relatively large contact area
with the metal plate is used as the electrodes 7, 7, while
the adhesive 5 corresponding to the center part of the
electrodes 7, 7 cannot be discharged sufficiently, the ad-
hesive 5 corresponding to the outer portion in the radial
direction of the electrodes 7, 7 can be reliably discharged
circumferentially. Consequently, as shown in Fig. 7, the
incomplete welded part S1 with the thermolysis product
5a of the adhesive 5 remaining therein and the complete
welded part S2 with hardly any thermolysis product 5a
remaining therein will be formed concentrically between

the aluminum alloy plate 1 and the zinc plated steel plate
2. In other words, the complete welded part S2 with high
joint strength is formed in an annular shape, and the in-
complete welded part S1 with weak joint strength is
formed at the center side thereof. Consequently, since
the outside diameter of the complete welded part S2 with
high joint strength is enlarged, there is an advantage in
that it is possible to build a joint structure that is resistant
to bending and twisting and with superior fatigue
strength.
[0073] Meanwhile, if an electrode with a small contact
area with the metal plate is used, the discharge area of
the adhesive 5 will be concentrated at the center part of
the electrode, and it is considered that a joint part with a
solid circular shape will be formed. Consequently, in com-
parison to the case of the foregoing embodiment, the
outside diameter of the joint part will be small, and there
is a possibility that sufficient joint strength cannot be ob-
tained. Accordingly, by forming the complete welded part
S2 of an annular shape using an electrode with a large
contact area with the metal plate as with the foregoing
embodiment, there is an advantage in that higher joint
strength can be obtained.
[0074] Moreover, among the type 1 electrode to the
type 3 electrode shown in Fig. 8A to Fig. 8C, as a more
preferable combination of electrodes, as shown in Ex-
amples 10 and 11, the type 1 electrode may be used on
the aluminum side (side to come in contact with the alu-
minum alloy plate 1) and the type 2 or type 3 electrode
may be used on the steel plate side (side to come in
contact with the non-plated steel plate 3). In other words,
upon comparing Example 1 and Examples 10 and 11, it
is evident that Examples 10 and 11 that use the type 1
electrode on the aluminum side and use the type 2 or
type 3 electrode on the steel plate side are able to obtain
the exact same peel strength (3.0) even though the time
of the cooling step is shorter in comparison to Example
1 which uses the type 1 electrode on both the aluminum
side and the steel plate side. Thus, it could be said that
the combination of the electrodes in Examples 10 and
11 is able to obtain the same level of joint strength with
a shorter cooling time.
[0075] The reason why the cooling time is shorter in
Examples 10 and 11 is considered to be because the
type 2 and type 3 electrodes have a larger contact area
with the metal plate. In other words, upon pressurizing
the work W with the electrodes 7, 7 at the cooling step,
the area of the electrode 7 to come in contact with the
non-plated steel plate 3 is larger in the order of type 1,
type 2, and type 3 as shown in Fig. 19. Accordingly, as
a result of causing the type 2 or type 3 electrode to come
in contact with the non-plated steel plate 3 rather than
the type 1 electrode, heat can be efficiently absorbed
through the electrode 7 during the cooling step, and suf-
ficient cooling can be achieved without having to spend
too much time. In addition, since the type 2 or type 3
electrode is caused to come in contact with the non-plat-
ed steel plate 3 with a larger thermal capacity and not
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the aluminum alloy plate 1, the cooling efficiency can be
further improved.
[0076] Note that, the reason why the type 2 or type 3
electrode was used on the steel plate side and the type
1 electrode was used on the aluminum side in Examples
10 and 11 is because, if the type 2 or type 3 electrode
with a large contact area is used on both the aluminum
side and the steel plate side, the current density during
the welding will decrease, and the formation of the nugget
becomes difficult.
[0077] In either case, as with each of the Examples,
as a result of using an electrode with a sufficiently large
contact area with the metal plate, it is possible to form
the complete welded part S2 of an annular shape with a
large outer shape between the aluminum alloy plate 1
and the zinc plated steel plate 2 as shown in Fig. 7, and
the strength of the joint part can be effectively improved.
In addition, according to Fig. 7, since the adhesive part
S4 that was caused to adhere using the adhesive 5 is
formed to surround the outside of the complete welded
part S2, it is possible to effectively prevent moisture from
infiltrating between the aluminum alloy plate 1 and the
zinc plated steel plate 2, and the occurrence of electrolytic
corrosion resulting therefrom.
[0078] Note that, although the foregoing embodiment
lapped the three metal plates configured from the alumi-
num alloy plate 1, the zinc plated steel plate 2 and the
non-plated steel plate 3 and simultaneously joined the
three metal plates, the joining does not necessarily have
to be performed by including the non-plated steel plate
3, and only the aluminum alloy plate 1 and the zinc plated
steel plate 2 may be joined with a similar method. In the
foregoing case, the difference is in that the nugget part
M2 of Fig. 7 is not formed.
[0079] Moreover, although the foregoing embodiment
set the pressing force of the electrodes 7, 7 during the
cooling step and the welding step to the same value (sec-
ond pressing force F2), the pressing forces during the
cooling step and the welding step will suffice so as long
as they are respectively higher than the pressing force
(first pressing force F1) at the start of the pre-heating
step, and the pressing force during the cooling step and
the pressing force during the welding step may be differ-
ent.
[0080] Moreover, although the foregoing embodiment
lapped and joined the steel plate (zinc plated steel plate)
2 in which zinc plating was performed on its surface and
the aluminum alloy plate 1, a steel plate subject to plating
other than zinc plating can also be preferably used as
the plated steel plate 2. As one example thereof, an Ex-
ample that used an aluminum plated steel plate or a zinc-
aluminum-magnesium plated steel plate as the plated
steel plate 2, and joined these steel plates and the alu-
minum alloy plate 1 using an adhesive and spot welding
is now explained. The weight of plating and the plate
thickness are the same as the case of the zinc plated
steel plate 2. Moreover, the plating components of the
zinc-aluminum-magnesium plated steel plate were Zn-

11%Al-3%Mg.
[0081] The joining conditions in the Example using the
aluminum plated steel plate or the zinc-aluminum-mag-
nesium plated steel plate were the same as Example 2
(refer to Fig. 10) that was explained as one joining ex-
ample of the zinc plated steel plate 2 and the aluminum
alloy plate 1. The electrode type is also the same as Ex-
ample 2. Moreover, as the Comparative Example for
comparison with this Example, joining was performed un-
der the same conditions as Comparative Example 1 (re-
fer to Fig. 10) while substituting the zinc plated steel plate
2 with the aluminum plated steel plate or the zinc-alumi-
num-magnesium plated steel plate.
[0082] Consequently, the peel strength of the joined
body of the aluminum plated steel plate and the aluminum
alloy plate was 3.0 as a relative value when the peel
strength of the Comparative Example is 1. Moreover, the
peel strength of the joined body of the zinc-aluminum-
magnesium plated steel plate and the aluminum alloy
plate was also 3.0 as a relative value when the peel
strength of the Comparative Example is 1. Note that the
structure of the joined bodies obtained in the foregoing
Examples was the same as the structure explained in
Fig. 6 and Fig. 7 in either case of using the aluminum
plated steel plate or the zinc-aluminum-magnesium plat-
ed steel plate.
[0083] Finally, the configuration and effect of the
present invention disclosed based on the foregoing em-
bodiments are now summarized and explained.
[0084] The present invention is a method of joining dis-
similar metal plates of an aluminum alloy plate and a
plated steel plate bby means of adhesion of an adhesive
and spot welding, the method including: a lapping step
of lapping the aluminum alloy plate and the plated steel
plate via the adhesive, a pre-heating step of clamping
both of the metal plates that have been lapped in the
lapping step between a pair of electrodes for spot welding
and applying pressure thereto, and applying a current
between the pair of electrodes, a cooling step of pressu-
rizing, after the pre-heating step, both of the metal plates
at a pressing force which is higher than that at the start
of the pre-heating step in a state where conduction be-
tween the electrodes is stopped, and continuing this pres-
surization over a predetermined cooling time, and a weld-
ing step of pressurizing, after the cooling step, both of
the metal plates at a pressing force which is higher than
that at the start of the pre-heating step, and welding both
of the metal plates by applying a current which is higher
than the conduction current value in the pre-heating step
between the pair of electrodes.
[0085] According to the joining method of the present
invention, prior to applying a high current for welding to
the aluminum alloy plate and the plated steel plate, since
a pre-heating step of pressurizing and passing current
through both of these metal plates with electrodes is per-
formed, the adhesive between the aluminum alloy plate
and the plated steel plate can be sufficiently softened
with the warm-up effect based on conduction, while keep-
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ing the temperature of the metal to be within a range that
is less than the melting point. Moreover, in the subse-
quent cooling step, by applying a higher pressing force
in a state where the conduction is stopped, the adhesive
can be efficiently discharged from the part that was sub-
ject to pressurization (pressurized part), and it is further
possible to cause the metals to sufficiently fit each other.
Consequently, the electrical resistance of the material (in
particular the interface resistance of the aluminum alloy
plate and the plated steel plate) is effectively reduced,
and, even if a high welding current is applied from the
electrodes, excessive resistance-caused heat quantity
will not arise, and the phenomenon referred to as expul-
sion in which the base material scatters during the weld-
ing process is inhibited. Thus, it is possible to apply a
higher welding current while securing favorable welda-
bility, and the joint strength can be effectively improved.
[0086] Note that, although the specific value of the
pressing force and the timing of changing the pressing
force to be applied between the pre-heating step and the
welding step can be change as needed, as a preferred
example, the pressing force of the electrodes is set to a
first pressing force during a predetermined period from
the start of the pre-heating step, the pressing force is
increased to a second pressing force that is greater than
the first pressing force midway or at the end of the pre-
heating step, and the pressurization is continued with the
second pressing force until the completion of the cooling
step and the welding step.
[0087] In the foregoing configuration, more preferably,
prior to the pre-heating step, a pre-pressurization step of
clamping the aluminum alloy plate and the plated steel
plate between the pair of electrodes and applying pres-
sure thereto is performed.
[0088] According to the foregoing configuration, there
is an advantage in that the conduction current at the pre-
heating step is stabilized and that an appropriate warm-
up effect is obtained.
[0089] In addition, preferably, the pressing force at the
pre-pressurization step is set to be greater than the first
pressing force.
[0090] According to the foregoing configuration, since
it is possible to actively discharge the adhesive from the
pressurized part based on the electrodes even during
the pre-pressurization step, when combined with the ef-
fects of the subsequent pre-heating step and the cooling
step, the adhesive can be discharged from the pressu-
rized part more reliably, and the weldability of the alumi-
num alloy plate and the plated steel plate can be further
improved. Moreover, since the discharge force of the ad-
hesive is improved, there is an advantage in that sufficient
joint strength can be secured even if the time spent on
the pre-heating step and the cooling step is shortened a
certain degree.
[0091] In the joining method of the present invention,
preferably, as the lapping step, in addition to lapping the
aluminum alloy plate and the plated steel plate via the
adhesive, a steel plate that is separate from the plated

steel plate is lapped on an opposite surface of the plated
steel plate to the aluminum alloy plate, and, in the fore-
going state, the aluminum alloy plate, the plated steel
plate and the separate steel plate are mutually joined by
performing the respective steps including the pre-heating
step, the cooling step and the welding step.
[0092] According to the foregoing configuration, there
is an advantage in that three metal plates including the
aluminum alloy plate and the plated steel plate can be
joined simultaneously.
[0093] Moreover, the present invention is also a dis-
similar metal joined body in which an aluminum alloy plate
and a plated steel plate are joined, wherein a first joint
part welded based on spot welding and a second joint
part subject to adhesion with an adhesive exist between
the aluminum alloy plate and the plated steel plate, and
the first joint part is formed in an annular shape in a planar
view.
[0094] According to the dissimilar metal joined body of
the present invention, since there is a first joint part that
is joined between the aluminum alloy plate and the plated
steel plate based on spot welding and formed in an an-
nular shape, there is an advantage in that the outside
diameter of the joint part can be enlarged in comparison
to a case of forming, for example, a joint part with the
same area in a solid circle, and it is possible to build a
joint structure that is resistant to bending and twisting
and with superior fatigue strength. Moreover, since there
is a second joint part subject to adhesion using an adhe-
sive in addition to the first joint part, there is an advantage
in that it is possible to effectively prevent moisture from
infiltrating between the aluminum alloy plate and the plat-
ed steel plate, and the occurrence of electrolytic corro-
sion resulting therefrom.
[0095] In the dissimilar metal joined body of the present
invention, preferably, the periphery of the first joint part
is surrounded by the second joint part.
[0096] According to the foregoing configuration, there
is an advantage in that the electrolytic corrosion de-
scribed above can be more effectively prevented based
on the adhesive of the second joint part that is formed to
surround the first joint part.
[0097] In the dissimilar metal joined body of the present
invention, preferably, a weak joint part with a thermolysis
product of the adhesive remaining therein exists more
on the center side than the first joint part of an annular
shape.
[0098] According to the foregoing configuration, there
is an advantage in that, even though a weak joint part in
which the joint strength has been weakened due to the
thermolysis product of the adhesive is formed on the cent-
er side, sufficient joint strength can be secured by forming
the first joint part of an annular shape around the weak
joint part.
[0099] In the dissimilar metal joined body of the present
invention, preferably, a steel plate that is separate from
the plated steel plate is joined to an opposite surface of
the plated steel plate to the aluminum alloy plate.
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[0100] Moreover, in the foregoing case, a nugget part
is formed between the plated steel plate and the separate
steel plate, and the nugget part does not come in contact
with the aluminum alloy plate and is formed at a position
which faces the first joint part.
[0101] According to the foregoing configuration, there
is an advantage in that three metal plates including the
aluminum alloy plate and the plated steel plate can be
appropriately joined with sufficient joint strength.
[0102] Although the present invention has been fully
described by way of example with reference to the ac-
companying drawings; it is to be, understood that various
changes and modifications will be apparent to those
skilled in the art. Therefore, unless otherwise such
changes and modifications depart from the scope of the
present invention hereinafter defined, they should be
construed as being included therein.

Claims

1. A method of joining dissimilar metal plates of an alu-
minum alloy plate (1) and a plated steel plate (2) by
means of adhesion of an adhesive (5) and spot weld-
ing,
the method comprising:

a lapping step of lapping the aluminum alloy
plate (1) and the plated steel plate (2) via the
adhesive (5); characterized by further compris-
ing:

a pre-heating step of clamping both of the
metal plates (1, 2) that have been lapped in
the lapping step between a pair of elec-
trodes (7, 7) for spot welding and applying
pressure thereto, and applying a conduction
current between the pair of electrodes (7, 7);
a cooling step of pressurizing, after the pre-
heating step, both of the metal plates (1, 2)
at a pressing force which is higher than the
pressing force applied at the start of the pre-
heating step in a state where conduction be-
tween the electrodes (7, 7) is stopped, and
continuing this pressurization at higher
pressure over a predetermined cooling
time; and
a welding step of pressurizing, after the
cooling step, both of the metal plates (1, 2)
at a pressing force which is higher than the
pressing force applied at the start of the pre-
heating step, and welding both of the metal
plates (1, 2) by applying a current which is
during this welding step higher than the con-
duction current value in the pre-heating step
between the pair of electrodes (7, 7).

2. The joining method of dissimilar metal plates accord-

ing to claim 1,
wherein the pressing force of the electrodes (7, 7) is
set to a first pressing force (F1) during a predeter-
mined period from the start of the pre-heating step,
the pressing force is increased to a second pressing
force (F2) that is greater than the first pressing force
(F1) in the middle of or at the end of the pre-heating
step, and the pressurization is continued with the
second pressing force (F2) until the completion of
the cooling step and the welding step.

3. The joining method of dissimilar metal plates accord-
ing to claim 2, wherein, prior to the pre-heating step,
a pre-pressurization step of clamping the aluminum
alloy plate (1) and the plated steel plate (2) between
the pair of electrodes (7, 7) and applying pressure
thereto is performed.

4. The joining method of dissimilar metal plates accord-
ing to claim 2 or 3, wherein the pressing force (F0)
in the pre-pressurization step is set to be greater
than the first pressing force (F1).

5. The joining method of dissimilar metal plates accord-
ing to any one of claims 1 to 4, wherein
as the lapping step, in addition to lapping the alumi-
num alloy plate (1) and the plated steel plate (2) via
the adhesive (5), a steel plate (3) that is separate
from the plated steel plate (2) is lapped on an oppo-
site surface of the plated steel plate (2) to the alumi-
num alloy plate (1), and
in the foregoing state, the aluminum alloy plate (1),
the plated steel plate (2) and the separate steel plate
(3) are mutually joined by performing the respective
steps of the pre-heating step, the cooling step and
the welding step.

6. A dissimilar metal joined body in which an aluminum
alloy plate (1) and a plated steel plate (2) are joined,
wherein a first joint part (S2) welded based on spot
welding and a second joint part (S4) subject to ad-
hesion with an adhesive (5) exist between the alu-
minum alloy plate (1) and the plated steel plate (2),
characterized in that the first joint part (S2) is
formed in an annular shape in a planar view, wherein
a weak joint part (S1) comprising incomplete welding
is located at the center side of the first joint part (S2).

7. The dissimilar metal joined body according to claim
6, wherein the periphery of the first joint part (S2) is
surrounded by the second joint part (S4).

8. The dissimilar metal joined body according to claim
6 or claim 7, wherein the weak joint part (S1), with a
thermolysis product (5a) of the adhesive (5) remain-
ing therein, exists more on the center side than the
first joint part (S2) of an annular shape.
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9. The dissimilar metal joined body according to any
one of claims 6 to 8, wherein a steel plate (3) that is
separate from the plated steel plate (2) is joined to
an opposite surface of the plated steel plate (2) to
the aluminum alloy plate (1).

10. The dissimilar metal joined body according to claim
9, wherein a nugget part (M2) is formed between the
plated steel plate (2) and the separate steel plate
(3), and the nugget part (M2) does not come in con-
tact with the aluminum alloy plate (1) and is formed
at a position which faces the first joint part (S2).

Patentansprüche

1. Verfahren zum Verbinden artfremder Bleche eines
Aluminiumlegierungsblechs (1) und eines plattierten
Stahlblechs (2) mittels Anhaften eines Klebstoffs (5)
und Punktschweißen,
wobei das Verfahren umfasst:

einen Schritt des Überlappens, bei dem das Alu-
miniumlegierungsblech (1) und das plattierte
Stahlblech (2) über den Klebstoff (5) überlappt
werden, dadurch gekennzeichnet, dass es
ferner umfasst:

einen Vorheizschritt, bei dem beide bei dem
Schritt des Überlappens überlappten Ble-
che (1, 2) zum Punktschweißen zwischen
ein Elektrodenpaar (7, 7) geklemmt werden,
Druck darauf ausgeübt wird und ein Lei-
tungsstroms zwischen dem Elektrodenpaar
(7, 7) angelegt wird;
einen Abkühlschritt, bei dem, nach dem
Vorheizschritt, beide Bleche (1, 2) mit einer
Andruckkraft, die höher als die zu Beginn
des Vorheizschritts ausgeübte Andruck-
kraft ist, in einem Zustand, in dem die Lei-
tung zwischen Elektroden (7, 7) gestoppt
ist, angedrückt werden und dieses Andrü-
cken bei höherem Druck für eine vorgege-
bene Abkühlzeit fortgeführt wird; und
einen Schweißschritt, bei dem, nach dem
Abkühlschritt, beide Bleche (1, 2) mit einer
Andruckkraft, die höher als die zu Beginn
des Vorheizschritts ausgeübte Andruck-
kraft ist, angedrückt werden und beide Ble-
che (1, 2) geschweißt werden, indem ein
Strom angelegt wird, der während dieses
Schweißschritts höher ist als der Leitungs-
stromwert bei dem Vorheizschritt zwischen
dem Elektrodenpaar (7, 7).

2. Verfahren zum Verbinden artfremder Bleche nach
Anspruch 1,
wobei die Andruckkraft der Elektroden (7, 7) wäh-

rend einer vorgegebenen Zeitspanne vom Beginn
des Vorheizschritts an auf eine erste Andruckkraft
(F1) eingestellt wird, die Andruckkraft in der Mitte
oder am Ende des Vorheizschritts auf eine zweite
Andruckkraft (F2) eingestellt wird, die größer als die
erste Andruckkraft (F1) ist, und das Andrücken mit
der zweiten Andruckkraft (F2) bis zum Abschluss
des Abkühlschritts und des Schweißschritts fortge-
führt wird.

3. Verfahren zum Verbinden artfremder Bleche nach
Anspruch 2, wobei vor dem Vorheizschritt ein Vor-
Andruckschritt durchgeführt wird, bei dem das Alu-
miniumlegierungsblech (1) und das plattierte Stahl-
blech (2) zwischen das Elektrodenpaar (7, 7) ge-
klemmt wird und ein Druck darauf ausgeübt wird.

4. Verfahren zum Verbinden artfremder Bleche nach
Anspruch 2 oder 3, wobei die Andruckkraft (F0) bei
dem Vor-Andruckschritt so eingestellt ist, dass sie
größer als die erste Andruckkraft (F1) ist.

5. Verfahren zum Verbinden artfremder Bleche nach
einem der Ansprüche 1 bis 4, wobei
als Schritt des Überlappens, zusätzlich zum Über-
lappen des Aluminiumlegierungsblechs (1) und des
plattierten Stahlblechs (2) über den Klebstoff (5) ein
Stahlblech (3), das von dem plattierten Stahlblech
(2) separat ist, auf eine gegenüberliegende Seite des
plattierten Stahlblechs (2) dem Aluminiumlegie-
rungsblech (1) überlappt wird, und
in dem vorhergehenden Zustand das Aluminiumle-
gierungsblech (1), das plattierte Stahlblech (2) und
das separate Stahlblech (3) durch Durchführen der
entsprechenden Schritte des Vorheizschritts, des
Abkühlschritts und des Schweißschritts miteinander
verbunden werden.

6. Verbundener Körper aus artfremden Metallen, bei
dem ein Aluminiumlegierungsblech (1) und ein plat-
tiertes Stahlblech (2) verbunden sind,
wobei ein erster Verbindungsteil (S2), der auf Punkt-
schweißen basierend geschweißt ist und ein zweiter
Verbindungsteil (S4), der der Haftung mit einem
Klebstoff (5) ausgesetzt ist, zwischen dem Alumini-
umlegierungsblech (1) und dem plattierten Stahl-
blech (2) vorhanden sind, dadurch gekennzeich-
net, dass der erste Verbindungsteil (S2) in einer pla-
naren Ansicht ringförmig ausgebildet ist, wobei ein
schwacher Verbindungsteil (S1), der unvollständi-
ges Schweißen umfasst, in der Mitte des ersten Ver-
bindungsteils (S2) liegt.

7. Verbundener Körper aus artfremden Metallen nach
Anspruch 6, wobei der Umfang des ersten Verbin-
dungsteils (S2) von dem zweiten Verbindungsteil
(S4) umgeben ist.
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8. Verbundener Körper aus artfremden Metallen nach
Anspruch 6 oder Anspruch 7, wobei der schwache
Verbindungsteil (S1), mit einem darin verbleibenden
Thermolyseprodukt (5a) des Klebstoffs (5), weiter in
der Mitte einer Ringform vorhanden ist als der erste
Verbindungsteil (S2).

9. Verbundener Körper aus artfremden Metallen nach
einem der Ansprüche 6 bis 8, wobei ein von dem
plattierten Stahlblech (2) separates Stahlblech (3)
auf einer gegenüberliegenden Seite des plattierten
Stahlblechs (2) mit dem Aluminiumlegierungsblech
(1) verbunden ist.

10. Verbundener Körper aus artfremden Metallen nach
Anspruch 9, wobei ein Linsenteil (M2) zwischen dem
plattierten Stahlblech (2) und dem separaten Stahl-
blech (3) ausgebildet ist und der Linsenteil (M2) nicht
mit dem Aluminiumlegierungsblech (1) in Kontakt
kommt und an einer Stelle ausgebildet ist, die dem
ersten Verbindungsteil (S2) zugewandt ist.

Revendications

1. Procédé de connexion de plaques métalliques dis-
similaires d’une plaque en alliage d’aluminium (1) et
d’une plaque en acier plaqué (2) au moyen de l’ad-
hésion d’un adhésif (5) et d’un soudage par points,
le procédé comprenant :

une étape de rodage consistant à roder la pla-
que en alliage d’aluminium (1) et la plaque en
acier plaqué (2) par le biais de l’adhésif (5) ; ca-
ractérisé par le fait de comprendre en outre :

une étape de préchauffage consistant à ser-
rer les deux plaques métalliques (1, 2) qui
ont été rodées dans l’étape de rodage entre
une paire d’électrodes (7, 7) pour le souda-
ge par points et appliquer une pression à
celles-ci, et appliquer un courant de con-
duction entre la paire d’électrodes (7, 7) ;
une étape de refroidissement consistant à
pressuriser après l’étape de préchauffage
les deux plaques métalliques (1, 2) à une
force de pression qui est supérieure à la for-
ce de pression appliquée au début de l’éta-
pe de préchauffage dans un état où la con-
duction entre les électrodes (7, 7) est arrê-
tée, et continuer cette pressurisation à une
pression supérieure sur une durée de re-
froidissement prédéterminée ; et
une étape de soudage consistant à pressu-
riser après l’étape de refroidissement les
deux plaques métalliques (1, 2) à une force
de pression qui est supérieure à la force de
pression appliquée au début de l’étape de

préchauffage, et souder les deux plaques
métalliques (1, 2) en appliquant un courant
qui est au cours de cette étape de soudage
supérieur à la valeur de courant de conduc-
tion dans l’étape de préchauffage entre la
paire d’électrodes (7, 7).

2. Procédé de connexion de plaques métalliques dis-
similaires selon la revendication 1,
dans lequel la force de pression des électrodes (7,
7) est réglée sur une première force de pression (F1)
au cours d’une période prédéterminée depuis le dé-
but de l’étape de préchauffage, la force de pression
est augmentée à une seconde force de pression (F2)
qui est supérieure à la première force de pression
(F1) au milieu de ou à la fin de l’étape de préchauf-
fage, et la pressurisation est continuée avec la se-
conde force de pression (F2) jusqu’à la fin de l’étape
de refroidissement et de l’étape de soudage.

3. Procédé de connexion de plaques métalliques dis-
similaires selon la revendication 2, dans lequel,
avant l’étape de préchauffage, une étape de pres-
surisation préalable consistant à serrer la plaque en
alliage d’aluminium (1) et la plaque en acier plaqué
(2) entre la paire d’électrodes (7, 7) et appliquer une
pression à celles-ci est réalisée.

4. Procédé de connexion de plaques métalliques dis-
similaires selon la revendication 2 ou 3, dans lequel
la force de pression (F0) dans l’étape de pressuri-
sation préalable est réglée pour être supérieure à la
première force de pression (F1).

5. Procédé de connexion de plaques métalliques dis-
similaires selon l’une quelconque des revendica-
tions 1 à 4, dans lequel
comme étape de rodage, outre le rodage de la pla-
que en alliage d’aluminium (1) et de la plaque en
acier plaqué (2) par le biais de l’adhésif (5), une pla-
que d’acier (3) qui est séparée de la plaque en acier
plaqué (2) est rodée sur une surface opposée de la
plaque en acier plaqué (2) à la plaque en alliage
d’aluminium (1), et
dans l’état précédent, la plaque en alliage d’alumi-
nium (1), la plaque en acier plaqué (2) et la plaque
d’acier séparée (3) sont mutuellement connectées
en réalisant les étapes respectives de l’étape de pré-
chauffage, l’étape de refroidissement et l’étape de
soudage.

6. Corps connecté en métaux dissimilaires dans lequel
une plaque en alliage d’aluminium (1) et une plaque
en acier plaqué (2) sont connectées,
dans lequel une première partie commune (S2) sou-
dée sur la base d’un soudage par points et une se-
conde partie commune (S4) sujette à l’adhésion
avec un adhésif (5) existent entre la plaque en alliage

27 28 



EP 2 314 408 B1

16

5

10

15

20

25

30

35

40

45

50

55

d’aluminium (1) et la plaque en acier plaqué (2), ca-
ractérisé en ce que la première partie commune
(S2) est formée en une forme annulaire dans une
vue plane, dans lequel une partie commune faible
(S1) comprenant un soudage incomplet est située
sur le côté central de la première partie commune
(S2).

7. Corps connecté en métaux dissimilaires selon la re-
vendication 6, dans lequel la périphérie de la pre-
mière partie commune (S2) est entourée par la se-
conde partie commune (S4).

8. Corps connecté en métaux dissimilaires selon la re-
vendication 6 ou la revendication 7, dans lequel la
partie commune faible (S1), avec un produit de ther-
molyse (5a) de l’adhésif (5) restant en son sein, exis-
te davantage sur le côté central que la première par-
tie commune (S2) d’une forme annulaire.

9. Corps connecté en métaux dissimilaires selon l’une
quelconque des revendications 6 à 8, dans lequel
une plaque d’acier (3) qui est séparée de la plaque
en acier plaqué (2) est connectée à une surface op-
posée de la plaque en acier plaqué (2) à la plaque
en alliage d’aluminium (1).

10. Corps connecté en métaux dissimilaires selon la re-
vendication 9, dans lequel une partie de noyau (M2)
est formée entre la plaque en acier plaqué (2) et la
plaque d’acier séparée (3), et la partie de noyau (M2)
ne vient pas en contact avec la plaque en alliage
d’aluminium (1) et est formée en une position qui fait
face à la première partie commune (S2).
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