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Table 1 Chemical compositions of SGARC440 sheet metal

Material C Si Mn P S

SGARC440 | 0.0697 | 0.0156 | 1.0874 | 0.0958 | 0.015

Fig. 1 The robot-based remote laser welding system
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Fig. 2 Geometry of specimen for tensile test
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(c) 1.6kW 0.4m/min(0.1mm gap, shielding Ar20m¢/min )
Fig. 3 Lapped joint specimens after tensile test
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Fig. 4 Graph of UIM test results(steel plate coated

with zinc)
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