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Effect of welding parameters on the tailored blank welding
with high power laser
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Table 1 A|FAS] =4 2 71434 54

Thick. T.S.S. EL. .
Steel (mm) (MPa) (%) ¢ Si Mn P S
A 0.65 366 37.0 0.0032{ 0.006 | 0.279 { 0.076 | 0.007
B 1.0 423 29.2 0.038 | 0.004 | 0516 | 0.085 | 0.012
Table 2 AH&€ o)A &H7IY FRAY
e 3,000 W/CW
i 2533 AFY (DC glow @A)
&8 ¥ Multi mode
A&ZH 2k 0.5 mm
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Fig. 1 The effect of welding speed on
the penetration ratio

Welding speed (mm/min)
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Welding speed (mm/min)

Fig. 2 The effect of welding speed on
" the tensile strength ratio



