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Mechanical Properties and Formability of CO: Laser Joints of 800MPa class

TRIP steel for automotive
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Table. 1 Chemical composition of TRIP Steel(wt%)

C Mn Si N Fe
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Fig 1. Distribution of hardness near weld(7m/min)
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Fig 2. Microstructures of near welded (7m/min)

(a)WM (b)WM/HAZ (c) HAZ (d) HAZ/BM (e)BM

Fig 3. Microstructures of weld metal and quenched specimen

(a) 4m/min (Hv=503), (b) 7m/min ( Hv=505)
and (c) Water quenched ( Hv=505)
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Fig 4. Tensile properties of specimens tensile tested
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Fig 5. Tensile properties of specimens tensile tested
parallel direction to weld line
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Fig 6. Fractured tensile specimen (a) perpendicular direction
(b) parallel direction
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Fig 7. Process of deformation and crack growth and load-
elongation curve during tensile test.

Fig. 8 Appearance of specimen after erichsen test
(a) Raw material (b) joint



