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A study of TRIP60 laser TWB for the development
of car body part side outer
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Table. 1 Chemical composition and Mechanical properties of TRIP60
7 C(Er4) ISi(74) [Mn(Ei2h) | P(Q1) T YS(Mpa) TS(Mpa) EL(%)
TRIPB0 | 0.08wt.% | 1.01wt.% | 1.48wt.% | 0.08wt.% TRIPGO 430 631 32

AL
HI

golx £ 2yl 4% & HFL 01t g FA)olw, Loy £HA BAY ANFE A
23}3te] ¥35T SHRE A7) 3 VAT HlA ABES AA AT

A28 filler wiree AWS ER 70S5-6, 9082 97 ¥ A7 &3] AL&5E wireolth filler
wired] 33td =4 2 71AH 4= & Table 29 Zth

Table. 2 Chemical composition and Mechanical properties of filler wire(AWS ER 70S-6)

AWS c Mn Si S g YS(Mpa) TS(Mpa) EL(%)
ER 0.06-0.15/1.4-1.85/0.8-1.15{0.035max AWS
70S-6 P Cu Other Fe ER 400 480 22
0.025max | 0.5max | 0.5max Bal 70S5-6
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Fig. 1 Butt weld cross section (welding speed: 3.9m/min)
a)1.0mm+1.2mm, b)1.0mm+1.4mm, ¢)1.2mm+1.4mm
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Fig. 2 Butt weld cross section for 0.2mm gap
(1.2rom+1.4mm, welding speed: 3.9m/min)
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Fig. 3 Butt weld cross settion with 90.8 filler wire(feeding rate: 2.6m/min)
a)1.0mm+1.2mm, b)1.0mm+1.4mm, c¢)1.2mm+1.4mm
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Fig. 4 Butt weld cross section with filler wire for 0.2mm gap(feeding rate: 2.6m/min)
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Fig. 5 Microhardness distribution of laser weld cross section
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Fig. 6 Laser welding devices, laser TWB and side outer
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