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M3ydyeHbl CTPYKTYpPHBbIE M3MEHEHUSI MeTajlla 1IBa HEPa3beMHOTO COEAMHEHMSI B TOYKE, IMOJYYEHHOM eIMHUIHBIM
BO3/IeHiCTBUEM (MMITYJIbCOM) JIA3€PHOIO M3JYYEHUs HA MOBEPXHOCTh HU3KOYIJIEPOAUCTON CTalU. YCTaHOBIEHA CTaMIi-
HOCTb (DOPMMPOBAHMS MeTaUla IIBa IPY KPUCTAJUIM3ALKMK W COOTBETCTBYIOLIME €ii CTPYKTYpHBbIE cocTaBisionine. st
BCEX XapaKTEPHBIX 30H OIpeIe/IeHbl ITapaMeTPhbl M CBOMCTBA CTPYKTYPhI, HEOOXOAMUMBIE IJIS1 MX MACHTU(DUKALIVN.

Karoueesvie cnoea: Hepa3beMHBIC COCIMHEHUSI, TJa3epHasl cBapKa, JIA3epHBI UMITYJIbC, CBapKa HU3KOYTJIEPOIUCTHIX
cTajieit, mpeun3nOHHas Ja3epHasi cBapkKa aBHALlMOHHBIX M3CIN, UMITYJIbCHBIN TBEPAOTENbHBIN Ja3ep, CTPYKTYpHBIE

U3MCHCHUA METaJlla 1IBa.

Beenenne

Pa3zButue coBpeMeHHOI TEXHUKHU MPUBOAUT K
MOBBIIIEHNIO TPeOOBaHUI K Ka4eCTBY M HaJeXHOC-
TU BBIITYCKAaeMOM MPOAYKIMHU, YTO AUKTYET HE00XO-
JTUMOCTB 0oJiee IIMPOKOTO MPUMEHEHNSI MaTEPUAIOB
C YHUKaJbHbIMU cBolicTBaMU. CTayiu SIBJSIIOTCS BaXK-
HBIM MaTepuajoM, UCIIOJb3YEMbIM B KOCMUYECKOM,
aBUALIMOHHOM, HE(PTEXMMUYECKOM MaIlITMHOCTPOEHUU
U Apyrux cdepax npoMbIIIIEHHOCTHU.

CBapka JaHHBbIX MaTepUaJoB — HEOTheMJIeMBbIii
nporecc Mpyu MPOU3BOACTBE AeTaleil 1 MEXaHU3MOB
ABUAILIMOHHOTO HA3HAYEHUS U OCHACTKHU, YTO Mejia-
€T aKTyaJbHbIM UCCIEOBAHUE CTPYKTYPhI U CBOMCTB
MAHHBIX COCAVHEHUN I YIYy4lLIEHU UX KayecTsa.
ITpumeHeHUe B pOCCUIICKOUN a3pOKOCMUUECKOI MPO-
MBIIIJIEHHOCTHU TEXHOJIOTUHU JIa3€PHOM CBApKU MO3BO-
JIAT 3HAYUTEJIbHO COKPATUTh MACCY KOHCTPYKIUU
BO3AYIIIHOTO CYyIHA, PacXoJ MaTepualia u Mponu3BO/I-
CTBEHHOE BPEMS U3TOTOBJIEHUS AETAJIE U OCHACTKA
[1—10, 12].

ITpu nonyyeHUM Hepa3beMHBIX COEIUHEHUN pa3-
JIMYHBIMUA METOAMU CBAPKU MTPOUCXOIUT CYIIIECTBEH-
HO€ U3MEHEHUE CTPYKTYPHI MeTaJlJIa 1IBA B 30HE TEP-
MMUYECKOTO MeTa/lJla U OKOJIOLIOBHOM 30He. [1pu Tep-
MHUYECKOM LIMKJIE AYTOBOW CBAPKUA MaJOYIJIEPOANC-

TBIX 1 HU3KOJIETUPOBAHHBLIX CTajieil HEM30EXKHO 10~
SIBJICHWE 30H 3aKaJIKi, HEITIOJIHOM 3aKaJIK! M OTITyC-
Ka, 9TO HAIIPSIMYIO 3aBUCUT OT BPEMEHU ITpeObIBAHMS
MeTajla B MaKCUMaJbHBIX TemrepaTypax. CooTBeT-
CTBEHHO, MPOUCXOIUT M3MEHEHME MEXaHWYECKUX
cBOMCTB. TepMUUecKMii IUKII JTa3epHOM CBapKKM 00ec-
MeYrBaeT MMHUMAaJIbHOE MpeObIBaHNUE y4acTKa B CO-
CTOSIHUM TEperpena, 3a cUeT Yero MCKJIJaeTcs BO3-
MOXKHOCTbH POCTa 3e€pHa U CHMXKEHME MEXaHUYECKUX
CBOMCTB cTajieil. OOl pa3Mep 30HBI TEPMUYECKOTO
BIWSTHUS TIPY Jla3epHOI cBapke B 3...5 pa3 MeHbIIIe,
yeM Mpu aproHoayrosoii. [ToaToMy nazepHasi cBap-
Ka SIBJISIETCS OJHUM M3 TIePEeIOBBIX METOIOB ITOJIyde-
HUSI Hepa3beMHBIX coenmHeHuii [11, 13—15].
OnHaKo B pe3yabTaTe BO3ICCTBUSI TEPMUUECKOTO
LIMKJIa JIa3epHOI CBapKu CTPYKTypa U (a30Bblii CO-
CTaB MeTajula IIBa M 30HBI TEPMUUYECKOTO BIMSTHUS
MOTYT CYILIECTBEHHO MEHSTHCS M, COOTBETCTBEHHO,
BJIUSITH HA YPOBEHb MEXaHUUECKUX CBOMCTB U TPEILM-
HOCTOMKOCTh CBApPHBIX COEIMHEHMI B 11ejioM [16—21].

MeToauka NpoOBEACHUA HUCCIECI0BAHUA

Ha uccnenyemsrit oopaserr pazmepoM 10 x 20 x 2 MM
u3 ctaiau BCr3cn, KoTopblil peaBapuTebHO He 00-
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pabaThIBajICI M HaXOMMWJICSI B COCTOSTHUM TTOCTaBKH,
MIPON3BOANIOCH BO3AEUCTBHE OMHOKPATHBIM Ja3ep-
HBIM UMITYJTLCOM IIJIT (pOPMUPOBAHUS CBAPHOI TOU-
K{ TIpYM TTOMOIIM YCTaHOBKM IS JIa3epPHOM CBapKU
BULAT LRS 300 (mpousBoactea OO0 «OKb «bY-
JIAT») Ha cnegylolux pexuMax: TparelenaaabHas
dopma nMITyIIbCca; MAaKCUMAaJIBHOE TSI 000PYIOBAHMS
pabouee HanpskeHue 450 B; nuTebHOCTh UMITYJIbCa
12,5 Mc; pexuM jlazepa — OJMHOYHBIN.

ITocne nosyyeHust J1a3epHbIX TOUEK (OTIEYATKOB)
00pasell NoABEePrajicsl MEXaHUUECKOW Pe3Ke C OXJIaxk-
JIIeHeM 30HBI Pe3KH TToTepeK CThIKa Ha MPeIIn3nOH-
HoM cTtaHe Isomet 1000. IToarotoBka o6pa3ioB K
MUKPOCTPYKTYPHBIM MCCIIEIOBAHUSIM BBITIOTHSIIACH
Ha IUTM(GOBATBLHO-TIOJNPOBAIBHOM CTaHKE MapKu
EcoMet 250. IMoarotoBneHHbIe HUIKMGBI MOABEpTa-
JIUCh TPaBJIeHUIO B 5%-HOM CIMPTOBOM pacTBOpE
A30THOM KUCJIOTHI.

HccnemoBaHnst MUKPOCTPYKTYPBI OBLTH BBITTOJTHE-
HbI Ha ontuyeckom mukpockomne Nikon Eclipse MA
200 1 Ha pacTpoBOM 3JEKTPOHHOM MHUKPOCKOTIE
(POM) Hitachi S-3400N ¢ npucTaBKoii 3Heproauc-
nepcuoHHoro aHanuza EDX Thermo, mo3Bouisitonieit
OIpeleNIATh XUMUUYECKUI COCTaB MaTepUaJioB C T0-
CTpOEHUEM KapT pacTpeAcIicHNsT JIEMEHTOB.

H3mepenrie MUKPOTBEPIOCTH, a TAKKe TeOMETPH-
YeCKMX XapaKTePUCTHUK 30H CBApHOM TOYKHU U pa3Me-
pPOB CTPYKTYPHBIX COCTAaBJISIONINX TIPOBEACHBI Ha
mukpotBepaoMepe SHIMADZU HMV-2.

Pe3ynbTaThl MCCIEAOBAHUIA M UX 00CYKIAEHHE

ITonyyeHHbIE TOUKM HA YCTAHOBJEHHBIX PeXXUMax
UMEIOT CIEAYIOIIME pa3Mephbl: AMaMeTp 2 MM, IIyOuHa
— 1,7 mM. Ha mpeacraBieHHON MUKPOCTPYKTYpe
cBapHOM ToukHu (puc. 1,2) MOXKXHO BBIIEJIUTH PSII Xa-
PaKTEePHBIX 30H: JIMHUS CILJIaBJIEHUSI, YETKO BbICJICH-
Hasl KaK cjieBa, TaK M CIipaBa OT MeTaJlja 11IBa C pe3-

a)

KHAM TIEPEXOJOM CTPYKTYPHI OT TJIOOYJISIPHON U BHI-
TIHYTOM B HAmNpaBJeHWM TpOKaTa M IO BCTPEUM C
IEeHIPUIHOM, HATIPaBJICHHOU OT TMHWU CTUIaBIICHUS
B LICHTp IIIBA.

I — myrooOpa3Has 30Ha IEeHAPUIHON CTPYKTYPhI
(yBeTmumMBaloIas pa3Mephsl OT TTOBEPXHOCTH OCHOB-
HOTo MeTajuia B IyOMHY 111Ba COOTBETCTBEHHO OT 0,3
no 0,7 mm, nuametp 1,66...2,0 Mmm).

2 — 30Ha TIepeKPUCTAJUTU3AIIAN, pacIIojiaraiomna-
sIcsl CUMMETPHUYHO 30HEe | M M3MEHSIOIIAas pa3Mephl
ot 0,3 mo 0,5 mm, nuametp 1,33...1,66 mm. CTpyKTY-
pa 2TO¥ 30HHI pacmpenesieHa XaOTUHIHO, B OCHOBHOM
npeo6iagaeT OeMHUT OTIyCKa.

3 — 30Ha OTITYIIEHHOTO TIEPJINTa C paBHOPa3Mep-
HBIMM 3epHaAMU cpeaIHUM auaMmeTpoM 40...70 MKM.
30Ha 3 rpaHUYUT C 30HOU 2 ¥ MOBEPXHOCTHIO CBApOY-
HoI1 Touku. MMeeT ciemyrolime pa3Mepsl: ITMPUHA OT
0 mo 0,5 mm, muametp 1,33 mMM.

[Non nuHMeEH cITaBiIeHNsT B HAIIPaBJIEHUH K OC-
HOBHOMY MeTaJllly HabomaeTcs 30Ha 4 ¢ BecbMma
MaJIO MUCKaXKeHHOM CTPYKTYpOil OCHOBHOTO MeTallla
(OM). Dra 30Ha pacrojioxkeHa CUMMETPUYHO JTUHUU
cIulaBjieHus1, U ee mmprHa coctasiser 0,17...0,20 mmM,
nuametp 2,0...2,4 mm.

Pacuer cpenmHeil roman oOHapy:KeHHBIX 30H
cBapHO#l Touyku (Tabs. 1) (aast ynpouieHusi 30HbI
TIpeICTaBIIeHEI B BUIe TPEYTOJILHUKOB) ITOKA3aJl CJIe-
nytoliee: 30Ha | mMeeT Tpeobiagaronyio omagh B
o6ueit mromany msa — 51,2 %, u 47,5% 1o paccun-
TaHHOMY 00BbeMy, (DOpPMBI 30H MPUBEIECHBI K KOHY-
cam (puc. 3).

Takoe 006CTOSATENBCTBO MOXKET OBITH OOBSICHEHO
Ype3MepPHO BHICOKMMU, TTPAKTUIeCKN MTHOBEHHBIMU,
CKOPOCTSIMM HarpeBa 1 oxJaxineHust metasia mgBa. O0
9TOM Xe CBUAETEILCTBYET BechMa HeOOoIbIas 30Ha
TEPMHUYECKOTO BIUSHUS, B KOTOPOU MPAKTUIECKN He
HaOIogaeTcs CTPYKTYPHBIX U3MEHEHWI OCHOBHOTO

HHHSA CILTABJIEHH

0)

Puc. 1. CtpykTypa cBapHOI TOYKHU MOCJIE OMHOKPATHOTO JlazepHOro ummnyiabca X 100: @ — MUKPOCTPYKTypa; 6 — CTPYyK-

Typa ¢ HQHECEHHOW MacKoOi 30H
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PacueTt niomaau 30H:

SSOH1 = Stp1 — Stp25
Sson, = StP2 — StP3;
2
SSOH3 = STPS

Pacuer oObema 30H:

B - s0ua 3, - 30na 2, 30ma 1

Puc. 3. Cxema pacuera ruioianeit 30H

MeTajia. Tem He MeHee, B 0ObeMe MeTajljla CBApHO-
ro IIBa CO30AI0TCY TEMIIEPATYPHBIE YCIOBUA U1 PEK-
pUCTa/IM3allMM U OTIIYCKA 3aKaJOYHBIX CTPYKTYD
(30HBI 2 U 3).

CkaHupymllee M3MepeHrue MUKPOTBEPAOCTH 10
BCEM IJIOIIAAM CBAPHOM TOYKM U HAHECEHUE PE3YJIb-
TaTOB HA MUKPOCTPYKYPHOE U300pakeHUe TOUKU JaeT
MPEACTABJIEHUE O CTPYKTYPHBIX COCTABIILIOLINX TOUKA
u 3TB (puc. 4).

CpenHee 3HaYCHNE MUKPOTBEPIOCTH OCHOBHOTO
MmeTtayia (taba. 2) cocrasusger 175 Krc/MM2, a MUK-
pPOTBEPIOCTH BCEX 30H CBAPHON TOYKM CYIIECTBEHHO
MpeBbIIaeT 370 3HadyeHue (30HbI | Ha 80%, a 30HbBI
3 moutu Basoe). [Ipaktuuecku Ha 47% Bo3pacraer
MukpotBepaocth B 3TB (30Ha 4).

ITo n306paxkeHNI0 MUKPOCTPYKTYPHI, TTOJTyUeH-
Hoit npu nomoliuu POM (puc. 5), ycraHOBJIEHBI pa3-
Mephl 3epHa OCHOBHOTro Mertauia — 15...20 MKM,
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Tabauya 1
Pe3syabTaT pacuera 30H CBapHOi TOYKH
3oma BricoTa Iromans ITporieHT OT cyMMapHOii O0BeMm, [TpoiieHT OT cyMMapHOTO
30HBI H, MM |  30HBI, MM> TUIOILAIN Mm> obbeMa

1 0,5 1,74 51,2 0,29

2 0,5 1,005 29,6 0,1675

3 0,7 0,655 19,2 0,152833
CyMMapHBL 3,4 100 0,610333 100
rokasaTeJib

4 1,9 0,672 0,425

Puc. 4. PacnipenesnieHue MUKPOTBEPJOCTH MO MOMEPEYHOMY CEUEHUIO CBAPHOI TOUKU

Tabauya 2
MuKpOTBEPAOCTb 30H CBAPHOIl TOYKM M OCHOBHOTO MeETaJia
3oma 3HavyeHUSI MUKPOTBEPIIOCTH, Cpenneapudmernyeckoe | [TporieHT OT OCHOBHOTO
BOLLIEIILINE B 30HY, KIC/MM> 10 11.2, Kr¢/Mm? MeTaia
| 305, 378, 329, 315, 297, 320, 299, 322, 282, 308, 337, 370, 320,0 182,65
297

2 326, 268, 295, 289, 300, 265, 289, 283 289,3 165,21

3 320, 385, 335, 294 333,5 190,40

4 257, 333, 289, 302, 254, 216, 213, 239, 254, 204, 278 258,1 147,35
oM 174, 174, 170, 179, 166, 165, 194, 179, 181, 180, 189, 177, 175.1

172, 170, 169, 163, 162, 169,182, 185 ’

BecTHiK MoCKOBCKOro aBnaimontoro uncrutyra. T.27. Ne3 NS
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Puc. 5. MukpocTpyKTypa cCBapHOil TOUKHU, ToyyeHHass Ha POM

MeTayia 30Hbl 1 — 20...35 MkM. B 3epHax 30HBI 1
BUJICH PECUHBIN MapTEHCHUT, XapaKTePHBIN TS YCIT0-
BUI BBICOKMX CKOPOCTEH OXJIaXKICHUS.

Pacripenenenne XuMMIeCKOTO cOCTaBa 1o pa3jind-
HBIM 30HaM CBapHOM TOYKHU (pHUC. 6) MOKA3BIBACT PaB-
HOMEpPHOE pacrpee/ieHe 3JIeMEHTOB, HO CBUIETEITb-
CTBYET M O HEIOIMYCTUMOM COIEPKaHUU Cephl U (poc-
(opa B 0OCHOBHOM MeTajlsle U MeTajlie 1IIBa.

BriBoabl

1. IlpoBeaeHHbIE MCCAeA0BAHUS TTO3BOJIUIN OTI-
pelnesuTh CTPYKTYpHbIE U3MEHEHUSI MeTajljla 1lIBa B
eIMHUYHOI TOUKE HEpa3beMHOI0 COEAMHEHMUs, MO-
JIYYEHHON €IMHUYHBIM BO3AEHCTBUEM (MMITYJIbCOM)
JIa3epHOTO U3TYyYEHUS.

2. Takve U3MEHEHUS TIPOXOIAT CTAINITHO, TIO3TO-
MY B CTPYKType MeTalljla B TOYKE BO3IECTBUS OOHA-
pyXuBawTcs Tpu creuuduuHbie 30HbI (I — 30Ha
IEeHIPUIHOM CTPYKTYPHI; 2 — 30HA TTepeKpUCTAIIIN-
3allMu; 3 — 30Ha OTMYIIEHHOro copouTa), pacmnoja-
ralommecs MapajieIbHO JUHUM CIIJIaBICHMUSI.

3. YcraHoBNIE€HO, UTO 30Ha | pacrosiaraercsl He-
ITOCPEICTBEHHO OT JIMHUU CITJIaBJICHUS B METaJII IITBa,
MMeeT HanOoJIbIINiA 00beM B 00IIeM 0O0beMe pac-
miaBjieHHoro Metamia (47,5 %) U MUKPOTBEPIOCTb,
Ha 82 % TpeBBIIIAOIIYI0 MUKPOTBEPIOCTh OCHOBHOTO
MeTaja. Takke BIBOE yBeJMUEeH M pa3Mep 3epHa
9TO# 30HHKI (25 MKM). CTpyKTypa MeTajljla 30HbI 1 —
peeuHbIii MapTeHCUT. 30Ha 3 UMEET CTPYKTYpPY COp-
6urta u TBepAOCThb, Ha 90 % mpeBBIIIAIOILIYIO TBEP-

m BecTHUK MOCKOBCKOIrO aBUAallMOHHOrO MHCTUTYTa. T.27. Ne3 |
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Sona

Pacnpeﬂeneﬂne XIMHIC€CKHX 3JICMCHTOB 110 INTOIMaa HCCIICAYEMOTI'0 YIacTKa

(=] 250 6m o jm »

Tos

Ilepexon

Oomuit xXuMIgIecKii
COCTAB 30HBI
250 um ¢ joy 4 Element
Line Wt.% Error
CK 3.21 +0.12
SiK 028 +0.03
PK 0.07 +0.02
SK 0.08 +0.02
MnK 034 +0.03
FeK 96.02 +0.34
Total  100.00
Element
Line Wt%  Error
CK 1.73 +0.17
PK 0.09 +0.04
SK 0.05 +0.03
MnK 056 +0.06
FeK 9758 +0.39
Total  100.00

Puc. 6. Pacnipenenene XUMMYECKOTO COCTaBa MO Pa3MYHBIM 30HAM CBAPHOW TOYKHU

JIOCTh OCHOBHOTO MeTaia. O0beM 3Toit 30HBI — 25 %
OT 0011Iero 0obeMa MeTajuia 1mBa. 3oHa 2 umeeT 27,5 %
B 00llleM 00beMe MeTajlia 111Ba, CTPYKTYpy OeilHuTa
OTITyCKa U MUKPOTBEPIAOCTH, Ha 65% MpeBBIIAIONTYIO
MHUKPOTBEPIOCTh OCHOBHOTO MeTaJla.

4. Tlo MUKPOCTPYKTYpe YCTaHOBJiEeHA CTaluii-
HOCTB (popMUpOBaHUs cBapHOTO 1rBa. [1pn eqmHmMY-
HOM BO3ICHCTBHM JIA3€PHOTO U3TyUYeHUS TIPOVCXOIUT
KaK MTHOBEHHOE pacIlIaBJIeHUE BCETO 00beMa MeTal-
JIa TIIBa, TaK W KPUCTAJTN3AIMs MeTalljla, HaunmHalo-
masica ¢ JUHUM CIUIaBlieHus. BeIcoKMe cKopocTu
KPUCTAJUTU3AIIAH CITOCOOCTBYIOT Pa3BUTHIO ACHIPUT-
HOW CTpYKTYpHI 30HHI 1. HarpeB OKOJIOIIIOBHOM 30HBI
CITOCOOCTBYET YCIIOBUSM PAaBHOMEPHOTO OTITyCKa 30H
2 1 3 1 00pa3oBaHUIO CTPYKTYP COOTBETCTBEHHO
OefiHuTa M copOMUTa OTITyCKa.

5. KoHTpob KauecTBa HEPa3beMHOTO COEIUHE-
HUS U3MEPEHUEM TBEPIAOCTH TT0 TTOBEPXHOCTH CBap-
HOTO IIIBa MOXeT ObITb He3((EKTUBHBIM, TaK KakK
MIPUITOBEPXHOCTHAS TBEPIOCTh MOXET CUIIBHO OTJIM -
YaThCs OT MUKPOTBEPIOCTH MTPUKOHTAKTHOM C JTMHU-
e CIIaBJIeHHsT 30HBI 1, MAKCUMAaJIBHBINA pa3Mep KO-
TOPOIT TaKKe 00YCIIaBIMBAET M MEXaHUUEeCKIEe CBOT-
CTBa CBapHOTO coeaWHEHUs B IesioM. [Toatomy st
obecreYeHnsT paBHOTIPOYHOCTH CBAapHOTO COCIMHE-
HUSI C OCHOBHBIM METAJIJIOM JaxKe JIJIsT HU3KOYTIIePO-

JIIACTHIX CTajJel HEOOXOAMMO PEKOMEHIOBATH OTITYCK
JUUIS CHATHUS OCTATOYHBIX HATPSKEHUIA M YaCTUYHOMN
MepeKPUCTAUIM3ALUY 30HbI 2.
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Abstract

Laser welding technology application in the
aerospace industry will significantly reduce the weight
of the aircraft structure, material consumption and
production time for parts and accessory
manufacturing.

The thermal cycle of laser welding ensures
minimum time of the area staying in the overheated
state, eliminating thereby the possibility of grain
growth and mechanical properties reduction of steels.

The article presents the studies of structural
changes in the weld metal obtained by the unity effect
of laser radiation on the steel surface.

The performed microstructural analysis allows
establishing the weld metal formation staging, and its
components, including the microhardness defining in
each particular zone, which contributes to
understanding and predicting the behavior of the weld
metal while parts or structures operation.

The three most pronounced zones were defined
while the unit laser impulse effect. They are:

1 —the arc-like zone of the dendrite structure.

2 —the recrystallization zone, located
symmetrically to the zone 1. The structure of this zone
is distributed randomly, the tempering bainite mainly
prevails.

3 —the tempered perlite zone with uniformly sized
grains of an average diameter of 40—70 microns. Zone
3 adjoins zone 2 and the welding spot surface.

One more zone with extremely insignificantly
distorted structure of the basic metal is being observed
under the weld-fusion line towards the basic metal.

Analysis of the average area of the zones revealed
the following: zone 1 has a predominant area of 51.2%
of the total weld metal area, and 47.5% along the
computed volume.

High crystallization rates contribute to the
dendritic structure development of zone 1, and the
heat-affected heating zone therewith contributes to the
uniform tempering of zones 2 and 3 and formation of
structures of bainite and tempering sorbite respectively.

It was established as well that in the process of
exposure, temperature conditions are being created for
recrystallization and tempering of quenching
structures. Thus, to ensure equal strength of the welded
joint with the base metal, it is necessary to recommend
tempering to relieve residual stresses and partial
recrystallization of zone 2 even for low carbon steels.

Keywords: permanent joints, laser welding, laser
impulse, welding of low-carbon steels, precision laser
welding of aviation products, pulsed solid-state laser,
structural changes in the weld metal.
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