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Description

TECHNICAL FIELD

[0001] The present invention relates to a metal-resin
joining device that melts and joins a thermoplastic resin
by one-sided resistive heating to a metal member.

BACKGROUND ART

[0002] Conventionally, there is a device such as a join-
ing device 10 in FIG. 12A that joins a thermoplastic resin
to a metal member. The joining device 10 melts a part of
a thermoplastic resin plate 12 placed on a fixed base 11
and welds the melted part to a metal plate 13 placed on
the resin plate 12, to join the resin plate 12 to the metal
plate 13.
[0003] The joining device 10 has a positive electrode
14 and a negative electrode 15 in a rod shape which are
both pressed against an upper face of the metal plate
13, and a DC power supply 16 having a positive terminal
connected to the positive electrode 14 and a negative
terminal connected to the negative electrode 15. When
the resin plate 12 is joined to the metal plate 13 by the
joining device 10, the front end of each electrode 14, 15
to which the power supply 16 is connected is brought in
contact with the metal plate 13 with a given pressing
force. This contact allows a current 17 to flow through
the metal plate 13 from the positive electrode 14 to the
negative electrode 15. The metal plate 13 is heated with
the current 17, to cause a part of the resin plate 12 that
is in contact with a metal portion to have a resin meltable
temperature so as to be melted as indicated by a refer-
ence numeral 12a. The melted portion is referred to as
a melted resin portion 12a.
[0004] As shown in FIG. 12B, the melted resin portion
12a has circular portions 12al that spread in a substan-
tially circular shape around electrode dents 14a, 15b cor-
responding to front end positions of the electrodes 14,
15, and a connecting portion 12a2 that connects one cir-
cular portion 12al with another in a given width. The melt-
ed resin portion 12a having this shape is welded to the
metal plate 13, and then, the metal plate 13 is cooled so
that the melted resin portion 12a is solidified and joined
to the metal plate 13. Thus, the resin plate 12 is joined
to the metal plate 13. Patent Document 1, for example,
discloses a method as this kind of technique.

PRIOR ART DOCUMENT

PATENT DOCUMENT

[0005]

Patent document 1: Japanese Patent Application
Publication No. 2013-193441.
Patent document 2: DE 10 2013 015 459 A1 disclos-
es that a metal part is placed on a plastic part and a

force is applied to join the metal part on the plastic
part. Then, a current is caused to flow between elec-
trodes provided on a front surface of the metal part
so that the plastic part is welded to the metal.

SUMMARY OF THE INVENTION

PROBLEM TO BE SOLVED BY THE INVENTION

[0006] As described above, when the resin plate 12 is
joined to the metal plate 13, the current 17 mainly flows
in a linear portion between the front ends of the electrodes
14, 15 where the current density is highest. Therefore, a
portion resistively heated by the current in the metal plate
13 is mainly the linear portion between the electrodes
14, 15, and other heated portions are heated planarly by
the heat from the resistively heated portion to its sur-
rounding by heat conduction. Accordingly, in order to
make the metal plate 13 planarly have a given size of a
heated area, the metal plate 13 needs to be heated for
a long time by heat conduction. In this case, obtaining a
planarly desired size of a heated area is difficult.
[0007] The present invention has been made in view
of such problems, and provides a metal-resin joining de-
vice that can set a resistively heated portion of a metal
plate by a current for melting a resin plate in an appro-
priate planar shape.

MEANS FOR SOLVING THE PROBLEM

[0008] To solve the problem above, the invention pro-
vides a metal-resin joining device according to claim 1
for joining a thermoplastic resin material to a metal ma-
terial.

EFFECT OF THE INVENTION

[0009] The present invention provides a metal-resin
joining device that can set a portion resistively heated by
a current of a metal plate for melting a resin plate in an
appropriate planar shape.

BRIEF DESCRIPTION OF THE DRAWINGS

[0010]

FIG. 1 is a perspective view of a metal-resin joining
device according to an embodiment of the present
invention;
FIG. 2 is a side view of the metal-resin joining device
according to the present embodiment;
FIG. 3 is a partial cross-sectional view of an electrode
unit and an electrode pressing unit in a circle in FIG.
2;
FIG. 4 shows a configuration example of a center
electrode and a peripheral electrode of the metal-
resin joining device according to the present embod-
iment;
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FIG. 5 is a side view of the center electrode and
peripheral electrode of the metal-resin joining device
according to the present embodiment being in con-
tact with a metal plate;
FIG. 6A shows the center electrode and peripheral
electrode of the metal-resin joining device according
to the present embodiment being in contact with the
metal plate;
FIG. 6B is a graph showing temperature distribution
curves T1, T2 at a joined interface between the cent-
er electrode and peripheral electrode of the metal-
resin joining device of the present embodiment and
the metal plate;
FIG. 7A shows the center electrode and the periph-
eral electrode having a flat front end (front end face)
in an annular shape of a configuration example 2
being in contact with the metal plate;
FIG. 7B shows the center electrode and the front end
face of the peripheral electrode being in contact with
the metal plate without any gap;
Fig. 7C shows a circular shape of a melted resin
portion of the resin plate;
FIG. 7D shows electrolytic corrosions generated on
the front end face of the peripheral electrode;
FIG. 7E shows a distorted circular shape of the melt-
ed resin portion of the resin plate;
FIG. 7F shows the center electrode and the periph-
eral electrode having a pointed front end in an an-
nular shape of the present embodiment being in con-
tact with the metal plate;
FIG. 7G shows the center electrode and the periph-
eral electrode having the pointed front end in an an-
nular shape being in contact with the metal plate with-
out any gap;
FIG. 7H shows a circular shape of the melted resin
portion of the resin plate;
FIG. 7I shows the front end face in an annular shape
of the peripheral electrode being inclined with re-
spect to the metal plate;
FIG. 7J shows the peripheral electrode being in con-
tact with the metal plate, when the front end face of
the peripheral electrode is inclined with respect to
the metal plate;
FIG. 7K shows a distorted circular shape of the melt-
ed resin portion of the resin plate;
FIG. 7L shows the peripheral electrode having the
pointed front end in an annular shape being slightly
inclined with respect to the metal plate in terms of
relative contact;
FIG. 7M shows the pointed front end in an annular
shape is dented into and partly contacts the metal
plate circumferentially, when the peripheral elec-
trode having the pointed front end in an annular
shape is inclined with respect to the metal plate;
FIG. 7N shows a circular shape of the melted resin
portion of the resin plate;
FIG. 8A is a first explanatory diagram of a metal-
resin joined body being manufactured by the metal-

resin joining device of the present embodiment;
FIG. 8B is a second explanatory diagram of the met-
al-resin joined body being manufactured;
FIG. 9A is a third explanatory diagram of the metal-
resin joined body being manufactured by the metal-
resin joining device of the present embodiment;
FIG. 9B is a fourth explanatory diagram the metal-
resin joined body being manufactured;
FIG. 10A is a plan view of the peripheral electrode
having one slit of the metal-resin joining device ac-
cording to a first modification of the present embod-
iment;
FIG. 10B is a plan view of the peripheral electrode
having four slits;
FIG. 11A is a side view of the center electrode and
three electrodes surrounding the center electrode
being in contact with the metal plate, in the electrode
unit according to a second modification of the
present embodiment;
FIG. 11B is a perspective view of a front end of the
the three electrodes in FIG. 11A for showing its
shape;
FIG. 11C is a diagram of respective electrodes being
arranged as transparently viewed from a resin plate
side in FIG. 11A;
FIG. 11D is a diagram of respective electrodes being
arranged as transparently viewed from the resin
plate side, when the center electrode and n pieces
of electrodes surrounding the center electrode being
in contact with the metal plate;
FIG. 12A is a partial side view of a joining device in
a prior art shown with a metal plate and a resin plate
in cross section; and
FIG. 12B is a plan view of a melted portion of the
resin plate in the prior art.

EMBODIMENTS FOR CARRYING OUT THE INVEN-
TION

[0011] Embodiments of the present invention will be
described with reference to the accompanying drawings.

<Configuration of Embodiment>

[0012] FIG. 1 is a perspective view of a metal-resin
joining device according to an embodiment of the present
invention, FIG. 2 is a side view of the metal-resin joining
device, and FIG. 3 is a partial cross-sectional view of an
electrode unit and an electrode pressing unit in a circle
in FIG. 2.
[0013] A metal-resin joining device (joining device) 20
in FIG. 1 melts a part of a thermoplastic resin member
(see a resin plate 12 in FIG. 5) placed in contact with a
metal member (see a metal plate 13 in FIG. 5) by heat
of the metal member heated by flowing a current there-
through, and welds the melted resin portion (see a melted
resin portion 12b in FIG. 5) to the metal member, to join
the resin member to the metal member. Note that a melt-
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ing temperature of the resin member is lower than that
of the metal member. Aluminum or the like is used as the
metal member.
[0014] The joining device 20 has a drive servomotor
(motor) 21, a drive unit 22, an electrode pressing unit 23,
an electrode unit 24, a transformer 25, a rectifier 26, a
mounting unit 31, an arm 32, an arm holder 33, a round
arm 34, a pressure receiving unit 35, and fixing plates
36, 36 on both sides.
[0015] The motor 21 is in a substantially columnar
shape and is assembled to the drive unit 22 with its ro-
tating shaft (shaft) set, for example, horizontal. The drive
unit 22 is in a substantially rectangular parallelepiped
shape (see FIG. 2) extending along the axial direction of
the motor 21. Note that, in the present embodiment, a
description will be given on the assumption that the shaft
of the motor 21 of the joining device 20 and the drive unit
22 extending in the axial direction are horizontally ar-
ranged as shown in FIGS. 1 and 2. In FIGS. 1 and 2,
though the motor 21 is directly connected to the drive
unit 22, the motor 21 may be connected to the drive unit
22 via a transmission mechanism such as a pulley con-
nected by a belt therebetween. Further, the joining device
20 may be arranged not only to in the horizontal direction
shown in FIG. 2 but also in the vertical direction or an
oblique direction with respect to the horizontal direction.
[0016] The drive unit 22 has a rod 22a that extends
forward from inside toward the pressure receiving unit
35 (see FIG. 8) and retracts (see FIG. 9), and the elec-
trode pressing unit 23 is assembled at the front end of
the rod 22a. The electrode unit 24 is assembled at the
front of the electrode pressing unit 23. The transformer
25 above the drive unit 22 steps down an AC voltage
supplied from the power supply (not shown) to the pri-
mary side. A rectifier 26 that rectifies an AC current to a
DC current is electrically connected to the secondary side
of the transformer 25. The output side of the rectifier 26
is electrically connected to the electrode unit 24 via sec-
ondary conductors 26p, 26m. Note that the power supply
has the transformer 25 and the rectifier 26, but may be
replaced by a power supply for joining or the like.
[0017] The drive unit 22, the transformer 25 and the
rectifier 26 arranged above the drive unit 22 are sand-
wiched by inverse trapezoidal fixing plates 36, 36 having
openings from both ends, and are fixed thereto with
screws. Through holes (or tapped holes) are formed in
the fixing plates 36, 36 and tapped holes are formed in
the drive unit 22, the transformer 25 and the rectifier 26
so as to align with the through holes. The fixing plates
36, 36 are arranged at both sides of the drive unit 22, the
transformer 25 and the rectifier 26, with the respective
through holes aligned with the respective tapped holes.
The screws are inserted through the through holes from
the front face of the respective fixing plates 36, 36 to be
screwed in the tapped holes. Thus, the transformer 25
and the rectifier 26 arranged on the drive unit 22 are
sandwiched by the fixing plates 36, 36 from both sides
so as to be integrated.

[0018] The mounting unit 31 (see FIG. 2) is screwed
above the transformer 25 between the fixing plates 36,
36. The mounting unit 31 has a plate portion 31a to be
fitted between the fixing plates 36, 36, a column portion
31b (FIG. 2) slightly protruding from the center of the
upper face of the plate portion 31a, and a disk portion
31c on the column portion 31b. Through holes (or tapped
holes) 31 d are formed circumferentially at given intervals
in the upper face of the disk portion 31c.
[0019] When the mounting unit 31 is mounted to a fixed
portion such as a robot or a support column (not shown)
via the through holes 31d, bolts of the fixed portion are
inserted from the front side into the through holes 31d
and are fastened with nuts from the back side. Note that
if the through holes 31d are the tapped holes, the screws
of the fixed portion are screwed. Further, the mounting
unit 31 may be mounted not only above the transformer
25 but also on the side or the rear of the joining device
20 freely, depending on the purpose. Still further, if the
joining device 20 is mounted to the robot, a coupling 23k
(see FIG. 3) may be attached to an extendable rod or the
like of the robot, using the portion between the coupling
23k and electrodes 24a, 24b. In this case, the robot sup-
plies a current to each electrode 24a, 24b.
[0020] The arm 32 is screwed to the front of the mount-
ing unit 31 between the fixing plates 36, 36. The arm 32
is in a substantially arch shape, has a base 32a in a planar
shape at the base end, and has an arm holder 33 screwed
to the front end. The base 32a is screwed between the
fixing plates 36, 36 so that the arm 32 is integrally as-
sembled with the drive unit 22, the transformer 25 and
the rectifier 26, and the like.
[0021] The columnar round arm 34 is fixed at the front
end of the arm holder 33. The pressure receiving portion
35 (see FIG. 2) is fixed to the front end of the round arm
34 that faces the electrode unit 24, apart from the front
end of the electrode unit 24 at a given distance.
[0022] As shown in FIG. 2, the rotating shaft of the
motor 21 is assembled in a ball screw 22b in the drive
unit 22. A threaded shaft (not shown) of the ball screw
22b is attached linearly to the rotating shaft of the motor
21, and the base end of the rod 22a is attached to a ball
nut (not shown) assembled to the threaded shaft. The
ball nut moves forward (toward the pressure receiving
unit 35) during the normal rotation of the motor 21, to
extend the rod 22a forward accordingly (see FIG. 8B).
The ball nut moves rearward during the reverse rotation
of the motor 21, to contract the rod 22a rearward accord-
ingly (see FIG. 9B). Based on the extension and contrac-
tion of the rod 22a, the electrode pressing unit 23 moves
back and forth, and the electrode unit 24 also moves back
and forth accordingly as described later.
[0023] A detailed configuration of the electrode press-
ing unit 23 and the electrode unit 24 in a circle F1 in FIG.
2 will be described with reference to FIG. 3.
[0024] The electrode pressing unit 23 has an electrode
holder 23a in a rod shape having the center electrode
24a fixed at its front end, and a cylindrical piston 23c onto
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which the electrode holder 23a is inserted so as to be
movable back and forth. A packing 23b formed of an O-
ring that is fitted in a peripheral groove is arranged at the
base end of the piston 23c. Further, the electrode press-
ing unit 23 has a piston top 23e fixed to the rear of an
electrode holder 24d and cylindrical pistons 23g, 23g on-
to which the piston top 23e inserted so as to be movable
back and forth. The packings 23b, 23b formed of O-rings
fitted in the peripheral grooves are arranged at the base
ends of the pistons 23g, 23g.
[0025] Each piston 23c, 23g, 23g is movably inserted
into a cylinder of each of three cylindrical hollows formed
in a cylinder portion 23j in a rectangular parallelepiped
shape (see reference numeral 23 in FIG. 1). At the time
of the insertion, when the pistons 23c, 23g, 23g are in-
serted to deepest positions, the front ends thereof pro-
trude from the cylinder portion 23j. A connecting portion
23h that communicates with the cylinders via a hollow is
formed at the rear ends of the cylinders. A fluid 23i such
as oil, grease, water or the like is filled hermetically in the
connecting portion 23h. The fluid 23i is filled up to the
rear end face of each piston 23c, 23g, 23g.
[0026] The cylinder portion 23j is connected to the front
end of the rod 22a by the coupling 23k.
[0027] Next, the electrode unit 24 has the center elec-
trode 24a in a rod shape having a front end face in a
curved shape, an annular peripheral electrode 24b hav-
ing a pointed front end and surrounding the center elec-
trode 24a, and an annular shank 24c that is fixed in the
electrode holder 24d at the rear of the peripheral elec-
trode 24b. The center electrode 24a and the peripheral
electrode 24b are technical features of the present em-
bodiment. Note that the peripheral electrode 24b is pref-
erably concentric with the center electrode 24a.
[0028] FIG. 4 shows a configuration example of the
center electrode 24a and the peripheral electrode 24b.
The center electrode 24a and the peripheral electrode
24b in FIG. 4 are used, for example, to melt a resin mem-
ber at flange portions having a small width of vehicle
parts. The curved surface at the front end of the center
electrode 24a has a radius of curvature of R 75, for ex-
ample, and the diameter ϕ1 at the front end is 8 mm.
Further, the diameter ϕ2 at the pointed front end in an
annular shape of the peripheral electrode 24b is 14 mm.
Furthermore, only the peripheral electrode 24b is replac-
able, to reduce the number of consumable parts.
[0029] The peripheral electrode 24b may be in an an-
nular shape such as an ellipse or a substantially circle,
besides a concentric circle, and further, may be in an
annular shape of a polygon such as a triangle or a rec-
tangle. The shank 24c is preferably in a shape corre-
sponding to the shape of the peripheral electrode 24b.
In addition, the center electrode 24a, the peripheral elec-
trode 24b and the shank 24c are cooled by cooling water
(not shown).
[0030] FIG. 5 shows that the center electrode 24a and
the peripheral electrode 24b are in contact with the metal
plate 13. The rod 22a is extended as indicated by an

arrow Y1, to press the center electrode 24a and the pe-
ripheral electrode 24b against the metal plate 13 that is
placed to face the resin plate 12, with a given pressure,
by extension/contraction of the respective pistons 23c,
23g, 23g. The center electrode 24a and the peripheral
electrode 24b in this state are shown in FIG. 6A.
[0031] A peripheral electrode 24e shown in FIG. 6A is
formed of a metal material that has a higher electrical
resistance and a lower thermal conductivity than the cent-
er electrode 24a. The condition that the peripheral elec-
trode 24e has a higher electrical resistance than the cent-
er electrode 24a is referred to as a first condition. The
condition that the peripheral electrode 24e has a lower
thermal conductivity than the center electrode 24a is re-
ferred to as a second condition.
[0032] In order to conform with the first and second
conditions, the center electrode 24a is assumed to be
made of chromium copper (CrCu) of copper alloy and
the peripheral electrode 24e is assumed to be made of
stainless steel (SUS 304), for example. Besides, as long
as the peripheral electrode 24e is made of a metal ma-
terial having a higher electrical resistance and a lower
thermal conductivity than the center electrode 24a, the
peripheral electrode 24e may be made of tungsten, mo-
lybdenum or the like, and the center electrode 24a may
be made of brass or the like. However, the metal plate
13 with which both the electrodes 24a and 24e contact
is made of aluminum, for example. Further, the peripheral
electrode 24e may be made of stainless steel to prevent
rust.
[0033] When a current il flows from the center electrode
24a to the peripheral electrode 24e as shown in FIG. 5,
the metal plate 13 is resistively heated with the current
il. The resistively heated region is formed by the current
i1 flowing evenly from the center electrode 24a to the
annular peripheral electrode 24e, so that the resistively
heated region is in a shape corresponding to the annular
area of the peripheral electrode 24e. In this manner, the
portion of the resin plate 12 contacting the metal plate
13 that has reached a resin meltable temperature by re-
sistively heating melts as indicated by a reference nu-
meral 12b. The melted portion is referred to as a melted
resin portion 12b.
[0034] Here, a first configuration example will be de-
scribed in which both the center electrode 24a and the
peripheral electrode 24e are made of the same material
of chromium copper. In the first configuration example,
a temperature distribution of a joined interface between
each electrode 24a, 24e and the metal plate 13 is shown
in FIG. 6B by a curve T1, when the current il flows from
the center electrode 24a to the peripheral electrode 24e.
[0035] In the first configuration example, since both the
center electrode 24a and the peripheral electrode 24e
are made of the same material of chromium copper, a
current density is higher at a portion closer to the center
electrode 24a when the current il flows in the metal plate
13 from the center electrode 24a to the peripheral elec-
trode 24e.
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[0036] Therefore, as indicated at points T1b, T1c
(about 410 °C) on the curve T1, the current density on
the center electrode 24a side in the metal plate 13 tends
to be higher to raise the temperature easily. However,
the center region (front end center region) of the front
end in a curved shape of the center electrode 24a has a
larger contact area with the metal plate 13 than the pe-
ripheral region. Therefore, the heat of the metal plate 13
contacting the front end center region of the center elec-
trode 24a easily escapes to the base end of the center
electrode 24a. Thus, since a large amount of heat es-
capes, the temperature of a portion of the metal plate 13
that contacts the front end center region decreases, as
indicated at a point T1a (about 350 °C) on the curve T1.
This phenomenon of heat escape is also the same in the
peripheral electrode 24e, and since the heat is trans-
ferred to escape from the front end to the base end of
the peripheral electrode 24e, the temperature is lowered
as indicated at points T1d, T1e (about 300 °C) on the
curve T1.
[0037] Thus, as indicated by the curve T1, the temper-
ature of the metal plate 13 surrounded by the peripheral
electrode 24e is low (T1a) at the front end center region
of the center electrode 24a, rises toward the peripheral
electrode 24e, and is the highest (T1b, T1c) around pe-
ripheral edge of the center electrode 24a. The tempera-
ture decreases from the positions at the highest temper-
ature towards the peripheral electrode 24e and is the
lowest (T1d, T1e) at the front end of the peripheral elec-
trode 24e. Accordingly, the temperature distribution of
the metal plate 13 surrounded by the peripheral electrode
24e is in a wave shape having amplitude.
[0038] When the resin plate 12 is melted by the metal
plate 13 having the temperature distribution in a wave
shape having amplitude in the first configuration example
1, as shown in FIG. 5, unevenness occurs in the degree
of the melting of the melted resin portion 12b, to make
the joining strength between the metal plate 13 and the
resin plate 12 decrease.
[0039] Then, as described above to satisfy the first and
second conditions, if the peripheral electrode 24e is
made of stainless steel and the center electrode 24a is
made of chromium copper, a larger amount of Joule heat
is generated in the peripheral electrode 24e than in the
center electrode 24a, since the peripheral electrode 24e
has a higher electrical resistance than the center elec-
trode 24a. Further, since the peripheral electrode 24e
has a lower thermal conductivity than the center elec-
trode 24a, the heat generated in the metal plate 13 is
more difficult to escape from the peripheral electrode 24e
than the center electrode 24a.
[0040] In the configuration satisfying the first and sec-
ond conditions, the temperature distribution at the joined
interface between each electrode 24a, 24e and the metal
plate 13 when the current i1 flows from the center elec-
trode 24a to the peripheral electrode 24e is shown by a
curve T2 in FIG. 6B.
[0041] When the current il flows from the center elec-

trode 24a to the peripheral electrode 24e, the current
density decreases from the center electrode 24a toward
the peripheral electrode 24e. However, in the configura-
tion satisfying the first and second conditions, since the
peripheral electrode 24e has a higher electrical resist-
ance and a lower thermal conductivity than the center
electrode 24a according to the material difference be-
tween the above-mentioned members, the heat gener-
ated from the metal plate 13 has, as shown by the curve
T2, a substantially flat (substantially even) temperature
distribution in the peripheral electrode 24e.
[0042] This phenomenon will be described in detail.
Since the center electrode 24a is made of chromium cop-
per, its thermal conductivity is higher than that of the pe-
ripheral electrode 24e made of stainless steel. For this
reason, the front end center region of the center electrode
24a has a high current density to have a high tempera-
ture, as well as a high heat conductivity to absorb the
heat easily. As shown at a point T2a (about 270 °C), the
temperature at the point T2a is lower than that at the
point T1a. On the other hand, since the peripheral elec-
trode 24e has a higher electrical resistance than the cent-
er electrode 24a, Joule heat is more generated in the
peripheral electrode 24e than in the center electrode 24a,
to increase the temperature. Further, since the peripheral
electrode 24e is made of stainless steel, its thermal con-
ductivity is low. For this reason, the front end of the pe-
ripheral electrode 24e has a lower current density to have
a lower temperature than the center electrode 24a. How-
ever, as described above, since Joule heat is generated
more in the peripheral electrode 24e than in the center
electrode 24a and the thermal conductivity is low to hardly
absorb the heat, the front end of the peripheral electrode
24e has approximately the same temperature as the
center electrode 24a (about 270 °C at the point T2a), as
indicated at points T2d and T2e (about 270 °C).
[0043] Further, since the front end face of the center
electrode 24a is in a round shape, the region of the metal
plate 13 between the front end center region (point T2a)
of the center electrode 24a and the front end (points T2d,
T2e) of the peripheral electrode 24e is in less contact
with the electrodes 24a, 24e from the front end center
region toward the peripheral edge, so that the heat is less
absorbed and the temperature increases. With the tem-
perature increase, the peripheral edge of the center elec-
trode 24a that contacts the metal plate 13 has the highest
temperature (points T2b, T2c (about 290 °C).
The temperature decreases from the positions at the
highest temperature toward the peripheral electrode 24e
and is the lowest (about 270 °C at the points T2d and
T2e) at the front end of the peripheral electrode 24e.
[0044] At this time, the highest temperature (about 290
°C at the points T2b and T2c) is substantially the same
as that at the front end center region of the center elec-
trode 24a (about 270 °C at the point T2a) and the front
end of the peripheral electrode 24e (about 270 °C at the
points T2d and T2e). In other words, the temperature
distribution has small amplitude and is substantially even.
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[0045] In this manner, the metal plate 13 is heated to
have a substantially even temperature distribution be-
tween about 270 °C and about 290 °C. Aluminum used
as the material of the metal plate 13 does not melt be-
cause its melting point is 660 °C. Further, the material of
the resin plate 12 is, for example, PA 6 of nylon and has
a melting point between 225 °C and 350 °C. Therefore,
if the temperature distribution of the annular front end of
the peripheral electrode 24e falls within the range be-
tween 250 and 300 °C, the temperature distribution to
the front end center region of the center electrode 24a
also falls within the range between 250 and 300 °C, so
as not to exceed a melting temperature of the melted
resin portion 12b.
[0046] Next, a third condition will be described. As
shown in FIG. 5, the third condition is that the front end
in an annular shape of the peripheral electrode 24b is in
a pointed shape in cross-section. Since the peripheral
electrode 24b having a configuration satisfying the third
condition has the pointed front end in an annular shape,
the peripheral electrode 24b contacts the metal plate 13
annularly. Further, the peripheral electrode 24b has the
pointed front end to have a small contact area with the
metal plate 13, to cause a current density to be increased
around the front end to have a heating temperature in-
creased.
[0047] The angle of the pointed front end is assumed
to be, for example, 90 degrees. The front end having the
angle of 90 degrees is set to keep its shape so as not to
be deformed or broken when pressed against the metal
plate 13. The front end preferably has a shape to firstly
contact the metal plate 13 annularly, and then, to be grad-
ually dented into the metal plate 13 when pressed, to
have a larger contact area and a less decreased surface
pressure. Note that the front end may have any angle as
long as the front end is pointed to contact the planar metal
plate 13 annularly.
[0048] Here, as shown in FIG. 7A, a peripheral elec-
trode 24f having a flat front end (referred to as a front
end face) in an annular shape will be described as a
second configuration example. In the case of the periph-
eral electrode 24f, when the front end face contacts the
planar metal plate 13, the front end face is assumed to
contact the metal plate 13 without any gap, as shown in
FIG. 7B. In the contact state, when a current flows from
the center electrode 24a to the peripheral electrode 24f,
the heated region of the metal plate 13 is in a circular
shape including the front end face and an inner part there-
of. Therefore, as shown in FIG. 7C, the melted resin por-
tion 12b of the resin plate 12 is in a circular shape.
[0049] Then, if the resin plate 12 is melted several
times while the peripheral electrode 24f is repeatedly
brought into and out of contact with the metal plate 13,
electric corrosion 24fl is generated at several portions on
the front end of the peripheral electrode 24f, as shown
in FIG. 7D. Since the metal plate 13 is made of aluminum
and an oxide film is formed on the face of the metal plate
13, if the peripheral electrode 24f is melted several times,

the oxide film adheres to the peripheral electrode 24f, to
cause the electric corrosion 24fl to be generated. If the
electric corrosion 24fl is generated at several portions,
the temperature at the electric corrosion 24fl is higher
than that at the other portions. Therefore, the melted area
of the resin plate 12 corresponding to the peripheral elec-
trode 24f is not formed in a circular shape but formed in
a distorted circular shape, as shown in FIG. 7E. In this
case, since the joining shape and area of the resin plate
12 on the metal plate 13 are not stable, the joining
strength between the metal plate 13 and the resin plate
12 is reduced.
[0050] On the other hand, in the configuration satisfy-
ing the third condition, the peripheral electrode 24b has
the pointed front end in an annular shape, as shown in
FIG. 7F. In the case of the peripheral electrode 24b, since
the pointed front end in an annular shape contacts the
metal plate 13 without any gap, as shown in FIG. 7G, the
pointed front end contacts the metal plate 13 annularly.
Therefore, when a current flows from the center electrode
24a to the peripheral electrode 24b, the heated region of
the metal plate 13 is in a circular shape drawn by the
pointed front end in an annular shape. As a result, as
shown in FIG. 7H, the melted resin portion 12b of the
resin plate 12 is in a circular shape.
[0051] The metal plate 13 is made of aluminum and an
oxide film is formed on its face, causing electric corrosion.
However, since the front end of the peripheral electrode
24b is pointed, when the front end is contacted and
pressed against the metal plate 13, it breaks the oxide
film and reaches a metal face that has not been oxidized.
Therefore, as shown in FIG. 7G, the front end of the pe-
ripheral electrode 24b contacts the metal plate 13 annu-
larly and the current flows through the metal plate 13
having the same electrical resistance of the metal plate
without an oxide film. Accordingly, the heated region of
the metal plate 13 is in an annular shape drawn by the
front end face, and the melted resin portion 12b of the
resin plate 12 is in an annular shape as shown in FIG. 7H.
[0052] As shown in FIG. 7I, if the front end face in an
annular shape of the peripheral electrode 24f is inclined
with respect to the metal plate 13, the metal plate is hardly
deformed due to a low surface pressure, and the front
end face does not contact the metal plate 13 annularly.
For example, as shown in FIG. 7J, only a half region of
the front end face in an annular shape is assumed to
contact the metal plate 13. In this case, since the current
flows excessively in a half region of the metal plate 13
where only a half of the front end face in an annular shape
is in contact, the melted resin portion 12c of the resin
plate 12 is in a distorted semicircular shape, as shown
in FIG. 7K. Thus, the current excessively flows in the half
region to cause the temperature to be excessively high
to reach the thermal decomposition temperature of the
resin plate 12 or more.
[0053] Further, as shown in FIG. 7L, even if the pointed
front end in an annular shape of the peripheral electrode
24b is slightly inclined with respect to the metal plate 13,
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the pointed front end in an annular shape of the peripheral
electrode 24b is dented into the metal plate 13 due to a
high surface pressure, to contact annularly, as shown in
FIG. 7M. Therefore, when a current flows from the center
electrode 24a to the peripheral electrode 24b, the heated
region of the metal plate 13 is in an annular shape drawn
by the pointed front end in an annular shape. This allows,
as shown in FIG. 7N, the melted resin portion 12b of the
resin plate 12 to be in an annular shape.

<Operation of Manufacturing Metal-Resin Joined Body>

[0054] Next, a description will be given of operation of
joining the resin plate 12 to the metal plate 13 to manu-
facture a metal-resin joined body, with reference to FIGS.
8A to 9B.
[0055] As a precondition, the resin plate 12 having its
one face contacting the metal plate 13 is assumed to be
set to have its other face on the pressure receiving portion
35, as shown in FIG. 8A. In this setting, for example, the
resin plate 12 and the metal plate 13 contacting with each
other are assumed to be held and fixed by a holding and
fixing mechanism (not shown). Further, the rod 22a is
most contracted, and the center electrode 24a protrudes
from the peripheral electrode 24b. The transformer 25
(FIG. 1) steps down the AC voltage of, for example, 600V
supplied from the power supply (not shown) to the pri-
mary side to 10V so as to be outputted to the secondary
side, and the rectifier 26 (FIG. 1) rectifies the AC current
of, for example, 5000A at the time of this outputting to a
DC current. The positive voltage in DC voltage after the
rectification is applied to the center electrode 24a via the
secondary conductor 26p (FIG. 1) when the respective
electrodes 24a, 24b are in contact with the metal plate
13, and the negative voltage is applied to the peripheral
electrode 24b via the secondary conductor 26m (FIG. 1).
[0056] As indicated by an arrow Y3 in FIG. 8B, when
the rod 22a is extended, the cylinder portion 23j is moved
forward and the center electrode 24a is accordingly
brought into contact with the metal plate 13 at a given
pressure.
[0057] When the rod 22a is further extended, the cyl-
inder portion 23j is further moved forward, to cause the
fluid 23i to be pushed rearward by the rear end of the
piston 23c as indicated by an arrow Y4 in FIG. 9A. The
fluid 23i further flows to press the rear ends of the upper
and lower pistons 23g, 23g as indicated by arrows Y5, Y5.
[0058] With this flow and press, since the upper and
lower pistons 23g, 23g move forward as indicated by ar-
rows Y6, Y6, the piston top 23e is pressed with a given
pressing force, to cause the electrode holder 24d and
the shank 24c to make the peripheral electrode 24b con-
tact the metal plate 13. At this time, since the fluid 23i in
the connecting portion 23h evenly presses the three pis-
tons 23c, 23g, 23g, the center electrode 24a and the pe-
ripheral electrode 24b are equally pressed against the
metal plate 13. Note that, by changing a balance ratio
between the three pistons 23c, 23g, 23g and cross-sec-

tional areas of respective cylinders where these pistons
are inserted, the pressure distribution when each elec-
trode 24a, 24b contacts the metal plate 13 is changed to
a given state.
[0059] After each electrode 24a, 24b is brought in con-
tact with the metal plate 13, the current il flows from the
center electrode 24a to the peripheral electrode 24b.
Thus, the current il flows from the center electrode 24a
to a circumferential end face in an annular shape of the
peripheral electrode 24b. The annular area in the metal
plate 13 is resistively heated with the current il, and when
the temperature reaches the resin meltable temperature
by the heating, the portion (melted resin portion 12b) of
the resin plate 12 is melted which is in contact with the
metal of the entire region inside the annular outer edge
(planar region).
[0060] When the current il is stopped after the melting,
the melted resin portion 12b is cooled and solidified by
the cooling water flowing inside the electrode 24a and
the electrode holder 24 d, to be joined to the metal plate
13. At this time, the metal plate 13 is pressed by the
electrodes 24a, 24b until the solidification is done. Thus,
the resin plate 12 is joined to the metal plate 13 to form
a metal-resin joined body.
[0061] Then, as indicated by an arrow Y7 in FIG. 9B,
the rod 22a is contracted to have the minimum length,
and the metal-resin joined body is taken out.

<Advantageous Effects of Embodiment>

[0062] As described above, the metal-resin joining de-
vice 20 according to the present embodiment melts the
thermoplastic resin plate (resin material) 12 in contact
with the metal plate (metal material) 13 with the heat by
one-sided resistive heating from the exposed face of the
metal plate 13, to join the resin plate 12 to the metal
member 13. The features of the present embodiment are
on that points that the metal-resin joining device 20 is
configured as follows.

(1) The metal-resin joining device 20 has: the center
electrode 24a that contacts the metal plate 13; and
the peripheral electrode 24b that annularly sur-
rounds the center electrode 24a to contact the metal
plate 13 and to which a current flows from the center
electrode 24a via the metal plate 13. The peripheral
electrode 24b is made of a metal material having a
higher electrical resistance than the center electrode
24a.
According to the configuration, when a current flows
from the center electrode 24a to the peripheral elec-
trode 24b via the metal plate 13, the current density
decreases from the center electrode 24a toward the
peripheral electrode 24b. On the other hand, since
the peripheral electrode 24b has a higher electrical
resistance than the center electrode 24a, a large
amount of Joule heat is generated in the metal plate
13 near the peripheral electrode 24b. As a result, the
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metal plate 13 in an annular shape surrounded by
the annular peripheral electrode 24b has a substan-
tially even temperature distribution as a whole.
Accordingly, since the metal plate 13 is heated in an
annular shape and substantially evenly, when the
metal plate 13 is heated to have the resin meltable
temperature, the resin plate that is in contact with
the metal plate melts. When the melted resin plate
is cooled, it is welded and joined to the metal plate.
In the present invention, the current evenly flows
through the portion of the metal plate enclosed by
the annular peripheral electrode 24b. Therefore,
when the annular region of the peripheral electrode
24b is set to have a planar shape having a given size
or shape, the heated region in the metal plate 13 is
made to have the given size or shape. In other words,
a resistively heated region by a current of the metal
plate 13 for melting the resin plate 12 can be set to
have a planar shape having a given size.
Further, since the resin plate is joined by flowing a
current in the metal plate to heat the resin plate, join-
ing means such as an adhesive, a bolt, a nut, and a
rivet is unnecessary, to achieve simplification and
cost reduction.
(2) The metal-resin joining device 20 has: the center
electrode 24a that contacts the metal plate 13; and
the peripheral electrode 24b that annularly sur-
rounds the center electrode 24a to contact the metal
plate 13 and to which a current flows from the center
electrode 24a via the metal plate 13. The peripheral
electrode 24b is made of a metal material having a
lower thermal conductivity than the center electrode
24a.
According to the configuration, since the thermal
conductivity of the outer electrode 24b is lower than
that of the center electrode 24a, the heat generated
in the metal plate 13 less escapes through the pe-
ripheral electrode 24b than through the center elec-
trode 24a. The center electrode 24a has higher cur-
rent density than the peripheral electrode 24b and
has a higher temperature than the peripheral elec-
trode 24b. However, since the heat escapes more
through the center electrode 24a than through the
peripheral electrode 24b, the temperature of the
center electrode 24a is lowered accordingly. As a
result, the metal plate 13 in an annular shape sur-
rounded by the annular peripheral electrode 24b has
a substantially even temperature distribution as a
whole. With this behavior, the same advantageous
effect as in the first aspect is obtained.
(3) The metal-resin joining device 20 for joining the
thermoplastic resin plate 12 to the metal plate 13 by
heating the metal plate 13 to melt the resin plate 12
in contact with the metal plate 13 has: the center
electrode 24a that contacts the metal plate 13; and
the peripheral electrode 24b that annularly sur-
rounds the center electrode 24a to contact the metal
plate 13 and to which a current flows from the center

electrode 24a via the metal plate 13. The peripheral
electrode 24b is made of the metal plate 13 having
a higher electrical resistance and a lower thermal
conductivity than the center electrode 24a.
According to the configuration, when a current flows
from the center electrode 24a to the peripheral elec-
trode 24b via the metal plate 13, since the center
electrode 24a has a higher current density than the
peripheral electrode 24b, the temperature of the
center electrode 24a is higher than that of the pe-
ripheral electrode 24b. However, since the center
electrode 24a has a higher thermal conductivity than
the peripheral electrode 24b and the heat escapes
more through the center electrode 24a than through
the peripheral electrode 24b, the temperature of the
center electrode 24a is lowered accordingly. The cur-
rent density and the temperature of the peripheral
electrode 24b are low, but the electrical resistance
of the peripheral electrode 24b is higher than that of
the center electrode 24a, to generate a large amount
of Joule heat accordingly. Further, since the periph-
eral electrode 24b has a lower thermal conductivity
than the center electrode 24a, the heat escapes less
through the peripheral electrode 24b than through
the center electrode 24a and the temperature of the
peripheral electrode 24b is higher accordingly. In
view of the fact that the temperature of the center
electrode 24a is high but is actually decreased, and
the fact that the temperature of the peripheral elec-
trode 24b is low but is actually increased, the metal
plate 13 in a circular shape surrounded by the an-
nular peripheral electrode 24b has a substantially
even temperature distribution as a whole.
(4) The center electrode 24a and the peripheral elec-
trode 24b are made of the same metal material, and
the front end in an annular shape of the peripheral
electrode 24b is formed to be pointed in cross-sec-
tion.
(5) The center electrode 24a and the peripheral elec-
trode 24b are formed under any one of the features
(1), (2) and (3) described above, and the front end
in an annular shape of the peripheral electrode 24b
is formed to be pointed in cross-section.

[0063] According to the configurations (4) and (5) de-
scribed above, since the front end in an annular shape
of the peripheral electrode 24b is pointed, the front end
annularly contacts the metal plate 13. Therefore, the con-
tact area with the metal plate 13 is made smaller, to allow
the current density around the front end to be high, so
as to increase the heating temperature. Accordingly, the
skewed temperature distribution trend in which the cur-
rent density of the center electrode 24a is higher than
that of the peripheral electrode 24b to increase the tem-
perature and the current density of the peripheral elec-
trode 24b is lower to decrease the temperature is
changed to the substantially even temperature distribu-
tion trend.
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[0064] Since the pointed front end in an annular shape
of the peripheral electrode 24b is easily brought in contact
with the metal plate without any gap, the heated region
of the metal plate is allowed to have an annular shape
drawn by the pointed front end in an annular shape, when
a current flows from the center electrode 24a to the pe-
ripheral electrode 24b.

<First Modification of Embodiment>

[0065] As a first modification, a circumferential end
face having the pointed front end of the peripheral elec-
trode 24b may have at least one slit that is formed by
cutting off a part of the circumferential end face. For ex-
ample, as shown in FIG. 10A, one slit 24b1 may be
formed. Note that a curve 24t indicates the pointed front
end of the peripheral electrode 24b. The slit 24b1 has a
circumferential size of about a quarter of a circle in the
circumferential end face having the pointed front end of
the peripheral electrode 24b. Forming one slit 24b1 as
described above requires that a portion other than the
slit 24b1 of the peripheral electrode 24b annularly sur-
rounds the center electrode 24a, and therefore a slit can
have a circumferential size of less than 1/2 of the circle.
[0066] Further, as shown in FIG. 10B, four slits 24b1
to 24b4 each having an extremely small circumferential
size of such as 1/360 of the circle may be formed in the
circumferential end face having the pointed front end of
the peripheral electrode 24b.
[0067] According to the configuration, even in the case
where the slit 24b1 or slits 24b1 to 24b4 is/are formed
by cutting off one or more parts of the circumferential end
face having the pointed front end of the peripheral elec-
trode 24b, a current flows between the center electrode
24a and one or more end faces in an arc shape of the
peripheral electrode 24b positioned at the portion other
than the slit or between the slits. The metal plate 13 en-
circled by in the circumferential end face having the slit
24b1 or the slits 24b1 to 24b4 of the peripheral electrode
24b is resistively heated with the current. The portion of
the resin plate 12 in contact with the heated metal portion
can be evenly melted to join the metal plate 13.
[0068] Note that, as shown in FIG. 12A, in the conven-
tional technique of pressing the positive electrode 14 and
the negative electrode 15 against the upper face of the
metal plate 13 to flow a current, if a current is large, the
metal plate 13 facing the electrodes 14, 15 is melted to
have holes. However, in the present embodiment, since
a current diffusely flows to from the center electrode 24a
to the peripheral electrode 24b, the metal plate 13 is less
melted than the case shown in FIG. 12A.

<Second Modification of Embodiment>

[0069] FIGS. 11A to 11D show a configuration of the
electrode portion 24A according to a fourth modification
of the present embodiment.
[0070] The electrode portion 24A shown in FIG. 11A

has the center electrode 24a and three separate elec-
trodes 24b11, 24b12, and 24b13 separately arranged to
annularly surround the center electrode 24a (see FIG.
11C).
[0071] As shown in FIG. 11B, the three electrodes
24b11 to 24b13 are each in a columnar shape having a
sharp front end that is linearly formed to have a given
length, and are integrally fixed by a holder (not shown)
so that respective front ends are flush with each other.
[0072] A voltage having a polarity different from that of
the center electrode 24a is applied from the rectifier 26
to respective electrodes 24b11 to 24b13. An AC current
outputted from the transformer 25 is converted into a DC
current through a center tapped full-wave rectifier circuit
having diodes D1 and D2 of the rectifier 26. The elec-
trodes 24b11 to 24b13 are applied with the voltage (for
example, negative voltage) having a polarity different
from the voltage (positive voltage) that is applied to the
center electrode 24a after the conversion.
[0073] After the center electrode 24a and the elec-
trodes 24b11 to 24b13 are brought in contact with the
metal plate 13, the DC current that is converted in full-
wave rectification by the rectifier 26 is supplied to the
electrodes 24a and 24b11 to 24b13. Accordingly, the cur-
rent flows between the electrode 24a and the electrodes
24b11 to 24b13 via the metal plate 13. With the config-
uration of the electrode portion 24A, the metal plate 13
is resistively heated with the current substantially planarly
to melt the resin plate 12, so as to join the resin plate 12
to the metal plate 13.
[0074] The three separate electrodes 24b11 to 24b13
may be four or more separate electrodes instead, as long
as the electrodes are arranged to annularly surround the
center electrode 24a. For example, as shown in FIG. 11D,
n pieces of separate electrodes 24bn may be arranged
to surround the center electrode 24a annularly. As shown
in FIGS. 11C and 11D, if a plurality of electrodes 24b11
to 24b13 or 24bn is arranged, a current flows from the
center electrode 24a to the radially-disposed electrodes
24b11 to 24b13 or 24 bn substantially planarly, and then,
the metal plate 13 can be heated substantially planarly
by resistive heating with the current.
[0075] Besides, modifications can be made as appro-
priate within a scope not departing from the scope of the
present invention. Though the DC current is supplied to
the electrode unit 24 from the power supply including the
transformer 25 and the rectifier 26, an AC current may
be supplied from another power supply.
[0076] Further, the metal-resin joining device 20 may
have the center electrode 24a to be in contact with the
metal plate 13 and the peripheral electrode 24b to be in
contact with the metal plate 13 so as to annularly sur-
round the center electrode 24a and to which a current
flows from the center electrode 24a via the metal plate
13, wherein the peripheral electrode 24b is made of a
metal material having a higher electrical resistance than
the center electrode 24a.
[0077] In addition, the metal-resin joining device may
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have the center electrode 24a to be in contact with the
metal plate 13 and the peripheral electrode 24b to be in
contact with the metal plate 13 so as to annularly sur-
round the center electrode 24a and to which a current
flows from the center electrode 24a via the metal plate
13, wherein the peripheral electrode 24b is made of a
metal material having a lower thermal conductivity than
the center electrode 24a.
[0078] With these configurations, the metal plate 13 in
a circular shape surrounded by the annular peripheral
electrode 24b also has a substantially even temperature
distribution as a whole.

Description of Reference Numerals

[0079]

12 resin plate
12b, 12c melted resin portion
13 metal plate
20 metal-resin joining device
21 drive servomotor
22 drive unit
22a rod
22b ball screw
23 electrode pressing unit
23a, 24d electrode holder
23b packing
23c, 23g piston
23h connecting portion
23i fluid
23j cylinder portion
23k coupling
24 electrode unit
24a center electrode
24b, 24e, 24f peripheral electrode
24c shank
24fl electric corrosion
25 transformer
26 rectifier
26m, 26p secondary conductor
31 mounting unit
31a plate portion
31b column portion
31c disk portion
32 arm
32a base
33 arm holder
34 round arm
35 pressure receiving unit
36 fixing plate
il current

Claims

1. A metal-resin joining device (20) for joining a ther-
moplastic resin material (12) to a metal material (13)

by melting at least a portion (12b) of the thermoplas-
tic resin material (12) in contact with the metal ma-
terial (13) through heating the metal material (13),
the device (20) comprising:

a center electrode (24a) that is brought in con-
tact with the metal material (13); and
one or at least three peripheral electrodes (24b;
24b1, 24b2, 24b3; 24b11, ..., b1n; 24e; 24f) that
is or are brought in contact with the metal ma-
terial (13) so as to annularly surround the center
electrode (24a) and to which a current (i1) flows
from the center electrode (24a) via the metal ma-
terial (13),
characterized in that the one or at least three
peripheral electrodes (24b; 24b1, 24b2, 24b3;
24b11, ..., b1n; 24e; 24f) is or are made of a
metal material having a higher electrical resist-
ance and/or a lower thermal conductivity than
the center electrode (24a).

2. The metal-resin joining device (20) according to
claim 1, configured to melt the thermoplastic resin
material (12) in contact with the metal material (13)
through heating an exposed face of the metal mate-
rial (13) by one-sided resistive heating.

3. The metal-resin joining device (20) according to any
one of the preceding claims,
wherein a front end of the one or at least three pe-
ripheral electrodes (24b; 24b1, 24b2, 24b3; 24b11,
..., b1n) that is brought in contact with the metal ma-

terial (13) is in a pointed shape or a saw-tooth shape
in cross-section.

4. The metal-resin joining device (20) according to any
one of claims 1 to 2,
wherein a circumferential end of the one or at least
three peripheral electrodes (24b; 24b1, 24b2, 24b3;
24b11, ..., b1n) that is in contact with the metal ma-
terial (13) has at least one slit that is formed by cutting
off a part of the circumferential end.

5. The metal-resin joining device (20) according to any
one of claims 1 to 2,
wherein at least three peripheral electrodes (24b1,
24b2, 24b3; 24b11, ..., b1n) are arranged to annu-
larly surround the center electrode (24a), and each
peripheral electrode (24b1, 24b2, 24b3; 24b11, ...,
b1n) has a linear sharp front end.

Patentansprüche

1. Metall-Harz-Verbindungsvorrichtung (20) zum Ver-
binden eines thermoplastischen Harzmaterials (12)
mit einem Metallmaterial (13), indem wenigstens ein
Teil (I2b) des thermoplastischen Harzmaterials (12)
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in Kontakt mit dem Metallmaterial (13) durch Erhit-
zen des Metallmaterials (13) geschmolzen wird, wo-
bei die Vorrichtung (20) Folgendes umfasst:

eine Mittelelektrode (24a), die in Kontakt mit
dem Metallmaterial (13) gebracht wird; und
eine oder wenigstens drei Randelektroden (24b;
24b1, 24b2, 24b3; 24b11, ..., b1n; 24e; 24f), die
in Kontakt mit dem Metallmaterial (13) gebracht
wird oder werden, um die Mittelelektrode (24a)
ringförmig zu umgeben, und zu der oder denen
ein Strom (i1) ausgehend von der Mittelelektro-
de (24a) über das Metallmaterial (13) fließt,
dadurch gekennzeichnet, dass die eine oder
die wenigstens drei Randelektroden (24b; 24b1,
24b2, 24b3; 24b11, ..., b1n; 24e; 24f) aus einem
Metallmaterial hergestellt ist oder sind, das ei-
nen höheren elektrischen Widerstand und/oder
eine geringere Wärmeleitfähigkeit als die Mittel-
elektrode (24a) aufweist.

2. Metall-Harz-Verbindungsvorrichtung (20) nach An-
spruch 1, die dafür ausgelegt ist, das thermoplasti-
sche Harzmaterial (12) in Kontakt mit dem Metallm-
aterial (13) durch Erhitzen einer exponierten Fläche
des Metallmaterials (13) durch einseitige Wider-
standserhitzung zu schmelzen.

3. Metall-Harz-Verbindungsvorrichtung (20) nach ei-
nem der vorhergehenden Ansprüche, wobei ein vor-
deres Ende der einen oder der wenigstens drei Ran-
delektroden (24b; 24b1, 24b2, 24b3; 24b11, ...,
b1n), das in Kontakt mit dem Metallmaterial (13) ge-
bracht wird, im Querschnitt eine zugespitzte Form
oder eine Sägezahnform aufweist.

4. Metall-Harz-Verbindungsvorrichtung (20) nach ei-
nem der Ansprüche 1 bis 2, wobei ein Umfangsende
der einen oder der wenigstens drei Randelektroden
(24b; 24b1, 24b2, 24b3; 24b11, ..., b1n), das in Kon-
takt mit dem Metallmaterial (13) ist, wenigstens ei-
nen Schlitz aufweist, der gebildet wird, indem ein
Teil des Umfangsendes weggeschnitten wird.

5. Metall-Harz-Verbindungsvorrichtung (20) nach ei-
nem der Ansprüche 1 bis 2, wobei wenigstens drei
Randelektroden (24b1, 24b2, 24b3; 24b11, ..., b1n)
angeordnet sind, um die Mittelelektrode (24a) ring-
förmig zu umgeben, und wobei jede Randelektrode
(24b1, 24b2, 24b3; 24b11, ..., b1n) ein lineares
scharfes vorderes Ende aufweist.

Revendications

1. Dispositif d’assemblage métal-résine (20) pour as-
sembler un matériau en résine thermoplastique (12)
à un matériau en métal (13) en faisant fondre au

moins une portion (12b) du matériau en résine ther-
moplastique (12) en contact avec le matériau en mé-
tal (13) par chauffage du matériau en métal (13), le
dispositif (20) comprenant :

une électrode centrale (24a) qui est amenée en
contact avec le matériau en métal (13) ; et
une ou au moins trois électrodes périphériques
(24b ; 24b1, 24b2, 24b3 ; 24b11, ..., b1n ; 24e ;
24f) qui est ou sont amenée(s) en contact avec
le matériau en métal (13) de façon à entourer
annulairement l’électrode centrale (24a) et vers
laquelle ou lesquelles un courant (i1) circule de-
puis l’électrode centrale (24a) via le matériau en
métal (13),
caractérisé en ce que les une ou au moins trois
électrodes périphériques (24b ; 24b1, 24b2,
24b3 ; 24b11, ..., b1n ; 24e ; 24f) est ou sont
constituée(s) d’un matériau en métal ayant une
résistance électrique plus élevée et/ou une con-
ductivité thermique plus basse que l’électrode
centrale (24a).

2. Dispositif d’assemblage métal-résine (20) selon la
revendication 1, configuré pour faire fondre le maté-
riau en résine thermoplastique (12) en contact avec
le matériau en métal (13) par chauffage d’une face
exposée du matériau en métal (13) par chauffage
résistif unilatéral.

3. Dispositif d’assemblage métal-résine (20) selon
l’une quelconque des revendications précédentes,
dans lequel une extrémité avant des une ou au moins
trois électrodes périphériques (24b ; 24b1, 24b2,
24b3 ; 24b11, ..., b1n) qui est amenée en contact
avec le matériau en métal (13) a une forme pointue
ou une forme en dents de scie en coupe.

4. Dispositif d’assemblage métal-résine (20) selon
l’une quelconque des revendications 1 et 2,
dans lequel une extrémité circonférentielle des une
ou au moins trois électrodes périphériques (24b ;
24b1, 24b2, 24b3 ; 24b11, ..., b1n) qui est en contact
avec le matériau en métal (13) a au moins une fente
qui est formée par découpe une partie de l’extrémité
circonférentielle.

5. Dispositif d’assemblage métal-résine (20) selon
l’une quelconque des revendications 1 et 2,
dans lequel au moins trois électrodes périphériques
(24b1, 24b2, 24b3 ; 24b11, ..., b1n) sont agencées
pour entourer annulairement l’électrode centrale
(24a), et chaque électrode périphérique (24b1,
24b2, 24b3 ; 24b11, ..., b1n) a une extrémité avant
acérée linéaire.
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