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Characteristics on non-shielding Nd-YAG laser welded 800MPa TRIP
steel
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Table 1 Chermcal composition of TRIP steel (wt%)

[+ Wn i N 8 P Fe ‘Thickness

8OTRIP 0.12 118 .28 05 0.002 0,015 Bal, 5mm

2 4m/min

3 8m/min 3 6m/min

Fig 1 Change of cross-section with welding speed
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Fig 2 Distobution of hardness near fusion zone
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Fig 3 Change of maximum hardness with welding speed

Fig 4 SEM microstructures of Nd YAG laser welded 800MPa TRIP
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Fig 5 Tensile properties with welding speed Fig 6 Tensile properties with welding speed
(perpencicular direchion to weld line) (parallel direction to weld kne)



