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Comparison of Nd:YAG Laser Weldability between TRIP and DP with a tensile
strength of 600MPa for automotive
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Table 1 Chemical compositions and thickness of
raw materials

(@ Mn Si P S Fe |[thickness
TRIP | 0.08 15 1.00 | 0.07 | 0.006 | bal. 1.0mm
DP | Q.11 1.75. | @10 | 0.01 = bal. 1.4mm
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Fig. 2 Hardness distribution of
Nd:YAG laser welded TRIP Fig. 5 SEM microstructures of Nd:YAG laser
welded TRIP
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Fig. 6 OM microstructures of Nd:YAG laser welding speed in Nd:YAG laser welded
welded DP TRIP or DP
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Fig. 7 Perpendicular tensile properties of Nd:YAG
laser welded TRIP(a) or DP(b)
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Fig. 8 Parallel tensile properties of Nd:YAG laser
welded TRIP(a) or DP(b)
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