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               Tensile Strength of the Micro-Resistance Welded Dissimilar Joint
Composed of Ti-Ni Alloy and Stainless Steel
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Laser welded joints of Ti-Ni alloy and stainless steel have been reported to have low joint 
strength because brittle intermetallic compounds are formed. In order to avoid formation of brittle 
intermetallic compounds, Pd was interposed as an insert material between the base materials and
performed micro-resistance welding of Ti-Ni alloy round bar and stainless steel round bar. The 
joint strength of the joints welded by the method was investigated in comparison with that of the 
joints which the base metal was welded by direct.

The results indicated that, Pd interposed as an insert material suppresses formation of brittle
intermetallic compounds. The joint strength of the joint was improved and reached the maximum 
value of 699 MPa. With respect to length of base metals melted L value, there was a threshold 
value and when the L value exceeded the value, the joint strength decreased.
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Fig. 1 Schematic drawing of experimental setup for
micro-resistance welding.
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Fig. 2 DC voltage pattern used for each preliminary
energizing.

Fig. 3 Electric current curves recorded during 1st and 8th
preliminary energizings.
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Fig. 4 Changes in resistance between electrodes with
      repeated preliminary energizings.
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Fig. 5 Plots of ܫ(݊)/ܫ against ܸ(݊)/ ܸ for 1st and
8th preliminary energizings.
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Fig. 7 Magnetic fluid grinding machine for producing a
micro-sized tension test specimen.

Fig. 8 Micro tensile testing machine.
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Fig. 9 Variations of displacement between electrodes
with time for each energizing.
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Fig. 10 Plots of tensile strengths against length of base
metals melted.
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Fig. 11 Temperature histories at the middle points in the
cross sections of the weld joints: (a) laser 
welding and (b) micro-resistance welding.

3.3
Table1 J1~J6

B

Table 1 values of tensile strength B for the joints
directly welded.

joint ID J1 J2 J3 J4 J5 J6

B[MPa] 634 573 562 542 538 501

Fig.12(a) J1 Fig.12(b) J4
Fig.12(c) J6 SUS SEM

Fig.12(a) J1

Fig.12(b)
J4 J1

Fig.12(c)

J6

B

B

Fig. 12 SEM photographs showing fracture surfaces of
the directing welded for: (a) J1, (b) J4 and (c)
J6.
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SUS EDX Fig.13(a)

J1
Fe

Fig.13(b) J6
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Fig. 13 EDX images observed at the fracture surfaces of
the joints directing welded for: (a) J1 and (b) J6.
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3.4 Pd
Table2 Pd

J7~J19 B L

Table 2 values of B and L for the joints welded with
insert Pd.

joint ID J7 J8 J9 J10 J11 J12 J13

B[MPa] 699 671 657 652 635 631 614

L[μm] 11 14 6 10 10 14 22

J14 J15 J16 J17 J18 J19

545 528 525 523 513 503

19 23 11 26 15 36

Fig.14(a) J7 Fig.14(b) J8
Fig.14(c) J16 Fig.14(d) J19

SUS SEM Fig.14 J7
J8 J16 J19

B

B

Fig. 14 SEM photographs showing fracture surfaces of
      the joints welded with insert Pd for: (a) J7, (b) 

J8, (c) J16 and (d) J19.
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Fig. 15 EDX images observed at the fracture surfaces of
the joints welded with insert Pd for: (a) J8 and
(b) J16 and (c) J19.

4

Pd Ti-Ni
Ti-Ni

(1)
634MPa

(2) Pd
699MPa

L L

(3) Pd

L

20μm

(a)

(c)

(b)

(d)

(a)

Fe NiTiPd

(b)

Fe NiTiPd

(c)

Fe NiTiPd

109



[1] ( )
(2003) pp631-642

[2]
Vol.115(1999)

pp.713-718
[3] W.makishi, T.matsunaga, M.esashi and Y.HAga

Active Bending Electric Endoscope Using Shape 
Memory Alloy Coil Actuators IEEJ Transactions 
on Sensors and Micromachines 127-2(2007)
pp75-81 (in Japanese)

[4] S.Saitoh and D.kawanabe
IPP No. Wo2004/084739 (in Japanese)

[5] http://www.furukawa-ftm.com/nt/faq.htm (HP
Furukawa Techno Material Co.Ltd.)

[6] Hastings John M.et al.

IPP No. Wo2008/115665 (in 
Japanese)

[7] QIU Xiao-ming, SuN Da-qian, LI Ming-gao, LIU 
Wei-hong Microstructures and properties of 
welded joint of TiNi shape memory alloy and 
stainless steel Trans. Nonferrous Met. Soc. China, 
vol14, (2004), pp 475-479

[8] H.M. Li, D.Q. Sun, X.L. Cai, P. Dong, W.Q. 
Wang Laser welding of TiNi shape memory alloy 
and stainless steel using Ni interlayer Materials & 
Design vol.39 (2012) pp 285 293

[9]
Ti-Ni

64 8 (2000)
pp632-640

[10]
Vol.74 No.2(2004)

pp33-37
[11]

Vol.59 No.8(1989)
pp11-18

[12]
(2006) p18

[13]
Vol.74 No.2(2004) pp15-19

[14] 2

28 1 (2010) pp1-9
[15]

Ti-Ni

31 2
(2013) pp126-132


