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Fig. 1 Area of microtexture processing
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Fig. 2 Mode of laser welding
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Fig. 3 Test method for tensile shear of welding parts

2 RERT

FERFTEE M SO0 5182 4544 Fl PAGG i
TG S o 1) S ), AR T AR R R B A RS
P TACAS T4 B 51 R 8 7K 52 51 R AP 85 D) 28y, [ st
AR 4l 12X 50 ff A 45 F S B0 S O L. O AR
SRR FHEOEII A 1200 W, FE3E23U 4 2 mm/s,
BAEREN + 20 mm, FHE R IR 1R,
AR T At P RN I ] i B 25 £ I 90 o 4 A e 3
RAMMZE R A 4 B,

®1 WMERSHBERRHAEIRITR

Table 1 Single factor experimental design of
microtexture
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Fig. 4 3D morphology of different microtextures. (a)
different texture size; (b) different texture spacing
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Fig. 5 Effect of microtexture depth on tensile load of
weld parts

3. 1.2 RN HA GE BE R AR K 58 L A R )

AR 200 pm, [E]FEFEES A 250 pm, B
A A RIS R G J5E PR R P 28 A 72 Ak T 2
Bl 6 B, B A A SERERT TN, AR AT 2
iy 22 JE IR W/ R H L A R BE D 200 ~
300 pm I, BEFE GRESFA SERERE N, 4 5 SRR
PR BRI ; 2S5 BB 300 pm, 4%
PEPURL AT IR B0, kS0 s 0 50 B, 42 )
5 SRR A F B R AT R 2l .

1300

1200 -

51100 E/
=

=1000 |
4

B

900 |- i‘\“‘\ﬁ.*

800 1 1 1 1 1
200 300 400 500 600

A FEE D/pm

Bl 6 s EXIEEEETh E R 0
Fig. 6 Effect of microtexture width on tensile load of
weld parts
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Fig. 7 Effect of microtexture spacing on tensile load of
weld parts
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Fig. 8 Microscopic stress analysis of welded parts with
different depth microstructure
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Fig.9 SEM images of the interfface of welded
microtextures with different depths. (a) 200 um;
(b) 300 pm; (c) 400 um; (d) 500 ym
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Fig. 10 SEM images of tensile fracture section of
welded parts with microstructure at different
depths. (a) 200 pym; (b) 300 pm; (c) 400 pm; (d)
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SEM images of the interface of welded

microtextures with different widths. (a) 300 um;

(b) 400 um; (c) 500 ym; (d) 600 pm
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Fig. 12 SEM images of tensile fracture section of
welded parts with microstructure at different
widths. (a) 200 pm; (b) 300 pym; (c) 400 pm; (d)
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Table 2 Microstructure coverage corresponding to
different spacing on the weldment
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