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Effects of Shielding gas & Welding conditions on Welding defects
in Pulse-CO2 Laser Welding of high-strength TRIP steel sheet for Automobile.
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Materiais | C | Mn | Si |Mo | N | Nb | Ti | Fe m‘(:"';"
0TRM | 020 | 15 | 15 | - |00 | - - | BaL | 125
80TRR 017 | 22 | 06 | 02 | - | o004 | - [Ba | 123
100TRR | 0156 | 24 | 05 | - - {o025| - | Bat | 160

CHSP60C | 008 | 1.6 | 06 | - - - |oo0s| Ba | 120

Table.1 Chemical composition of materials
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Fig. 1 Maximum Welding speed for full penetration with power
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Photo. 2 Macro structures of longitudinal section of bead
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Fig. 2 Porosity fraction with Welding speed
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Photo. 3 Macro structures of cross section of bead
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Fig. 3 bead width with Welding speed
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