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Fig. 1 Microstructure of test material. (a) base metal; (b)
coating layer; (c) foil TR R, INZRER AT 2.94 N, A2 10 s.
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Table 1 Chemical compositions of base metal and foil
R C Si Mn Al Ti B Cr Cu
Bt 0.22 0.25 1.1 0.04 0.04 0.0025 0.18 —
W 0.46 0.21 0.52 — — — 0.04 0.02
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Fig. 2 Schematic diagram of laser welding
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Fig. 3 Morphology of welded joints. (a) without foil,
before heat treatment; (b) with foil, before heat
treatment; (c) without foil, after heat treatment;

(d) with foil, after heat treatment

22 SRR XIEE BB R
P 4 25 T ARAL AT 5 AR AR Y A 2 R
ACFIHT, PR ST T KRR LH S S b 2% B AR A

(b) Fir, HabHT

= R |

o, )«

o

() A, AT

B4 BERBMAR
Fig. 4 Microstructure of fusion zone. (a) without foil,
before heat treatment; (b) with foil, before heat
treatment; (c) without foil, after heat treatment;

(d) with foil, after heat treatment
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Table 2 Statistical results of Al content and & ferrite
fraction of fusion zone
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Fig. 5 Model of fusion zone
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Fig. 9 The results of cupping test. (a) without foil;
(b) with foil
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