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Characteristics on non-shielding Nd:YAG Laser Welding of 60TR-R and CHBPE0C, 600MPa grade steels
- Comparison of characteristics on bead on plate welded part -
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Table. 1 Chemical composition
weight percents (%)

Materials| C | Mn | Si Ti P S Fe

B0TR-R |0.0816] 1.48 1.0 - 0.073 | 0.006 | Bal.

CHSP60C | 0.08 | 1.5 05 | 0.04 - - Bal.
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Fig. 4 SEM microstructures of CHSP60C
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Fig. 9 Result of fracture ratio with welding speeds
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