20054 =X Sl ECfS LEES, 20054 68, A2

29 800MPaiF TRIPZ#S F4E= NAYAG #o|A §4%et
GTAW §3%9| vjA|z7 Hz

Microstructure comparison between non-shield Nd:YAG laser welding and GTAW in
hot-rolled 800MPa grade TRIP steel
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Fig. 1 Change in the cross-sections of bead
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Fig. 6 Microstructures in weld metal of GTAW joint
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Fig. 5 OM and SEM microstructures of Nd:YAG laser welding joint





