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Joining Technology that Contributes to Improving the Reliability of Next-generation EV Body
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Abstract

To fully utilize the performance of high strength steel sheets and realize high performance au-
tomobile bodies, weld fracture prevention is a key technology. To implement appropriate fracture
prevention measures, it is essential to analyze the load on the welds in an actual vehicle and develop
fracture prediction technology based on the analysis. In this report, we introduce a case where the
effectiveness of various fracture prevention measures for spot welds in components was verified
using Nippon Steel Corporation’s proprietary spot weld fracture prediction software, NSafe™-
SPOT. We believe that by limiting the location of countermeasures through highly accurate frac-
ture prediction, it is possible to minimize increases in process time and costs, and contribute to the
development of automobile bodies with excellent crash performance.
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tion results for spot welds
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