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Fig. 3 Precipitates in each area of laser welded joint. (a)
precipitates in the HAZ; (b) enlarged picture of

Fig.3a; (c) precipitates in the WM

B4 BEHEBEETRUYRIE
Fig. 4 Characterization of nitrides under transmission
electron microscope. (a) CroN precipitates inside
the ferrite; (b) enlarged picture of Fig.4a



% 4

7K A 98, 45 UNS S32750 #8 W A 4540 6 18 B Sk oW A 4 5 e 4k 1 6 17

S NPT R W] CroN AT PRI O K AT
1o A PR, DA T 2 AR 28 Sk O i A5 P
5 D9 BEBE RN 3 Bk L SRR 48 rh L HEUE

e \id st -
- o

B 5 EHNAERLETREROLHARER
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