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Description

Technical Field

[0001] The present invention relates to a butt-welded joint of steel materials with which the steel materials are welded
to each other and to a method for manufacturing the same according to the preamble of claims 1 and 6 respectively
(see for example JP 2017 052005 A).

Background Art

[0002] In the related art, in a welded joint for welding together welding target materials, an improvement in a joint
strength has been desired, and various attempts have been made to improve the joint strength. For example, PTL 1
discloses a T-joint in which a welded portion has improved fatigue strength, which is achieved by remelting slag on the
surface of the weld bead, thereby smoothing the texture of the surface of the weld bead. Furthermore, PTL 2 discloses
a lap bonded joint in which a joint portion has improved cross tensile strength, which is achieved by radiating a laser
beam onto a metal sheet to form a bond portion that has been melted and solidified and, further, reradiating a laser
beam to an inside thereof, thereby providing, near a melt boundary of the bond portion, a reheated solidified portion
having excellent toughness. Furthermore, PTL 3 discloses one in which variations in fatigue strength have been corrected
as a result of performing rapid heating and rapid cooling repeatedly on the surface of a welded portion, thereby refining
the crystal structure of the welded portion. PTL 4 discloses a butt-welded joint, wherein a first weld metal is formed at
a butting portion of a pair of steel plates from a first surface side of the plates to a second surface side opposite the first
surface side and a second weld metal is formed to cover an end surface of the first surface side of the first weld metal.
PTL 5 discloses a method for laser beam welding, in which a weld seam is formed in a workpiece by means of a first
laser beam, and the workpiece is post-processed in at least partial region of the weld seam by means of a processing
laser beam. On the other hand, regarding the fatigue strength of a butt-welded joint, which is obtained by welding together
abutted steel materials that are to be joined together, although a further improvement is desired, weld structures that
focus on the improvement in the fatigue strength of butt-welded joints and methods for manufacturing the same have
not been known.

Citation List

Patent Literature

[0003]

PTL 1: Japanese Unexamined Patent Application Publication No. 59-110490
PTL 2: Japanese Unexamined Patent Application Publication No. 2017-52006
PTL 3: Japanese Unexamined Patent Application Publication No. 2002-256335
PTL 4: US 2012 / 237287 A1
PTL 5: DE 10 2014 203025 A1

Summary of Invention

Technical Problem

[0004] Technical objects of the present invention are to provide a butt-welded joint of steel materials that has excellent
fatigue strength and to provide a method for manufacturing the same.

Solution to Problem

[0005] This problem is solved by a butt-welded joint of steel materials according to claim 1 and a method for manu-
facturing a butt-welded joint of steel materials according to claim 6. Advantageous embodiments of the invention are
provided by the dependent claims. To achieve the technical objects described above, a butt-welded joint of steel materials
according to the present invention is provided. Base materials of the butt-welded joint are a pair of the steel materials,
with end portions of the steel materials being abutted against each other. The butt-welded joint includes a welded portion
formed to extend from surfaces of the base materials to an inner portion of the base materials and straddle the end
portions. The base materials have a carbon concentration of 0.1 mass% or greater and 0.35 mass% or less. The welded
portion includes a melted and solidified portion, a remelted and solidified portion, and a reheated solidified portion. The
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melted and solidified portion is a portion resulting from melting and solidification of the end portions of the pair of base
materials, the melting being caused as a result of first heating from the surfaces. The remelted and solidified portion is
a portion resulting from remelting and resolidification of the melted and solidified portion, the remelting being caused as
a result of reheating of the melted and solidified portion from a surface thereof. The reheated solidified portion is a portion
formed in an inner region relative to the remelted and solidified portion and having a structure resulting from a change
in a structure of the melted and solidified portion, the change being due to the reheating, the change involving no melting.
A width W0 of the melted and solidified portion, a depth d0 from a surface of the welded portion to a deepest portion of
the melted and solidified portion, a width W1 of the remelted and solidified portion, and a depth d1 from the surface of
the welded portion to a deepest portion of the remelted and solidified portion have the following relationships:

[0006] In this instance, it is preferable that an average Vickers hardness value of the reheated solidified portion be
lower than an average Vickers hardness value of the remelted and solidified portion.
[0007] Furthermore, it is preferable that a residual stress of a surface of the remelted and solidified portion be a
compressive stress in a center region in a width direction of the remelted and solidified portion.
[0008] Furthermore, it is preferable that, at a terminal portion in a circumferential direction of the welded portion, a
depth h, from the surface of the welded portion, of a recess formed in the remelted and solidified portion and the depth
d1 of the remelted and solidified portion have the following relationship: 

[0009] Note that in the present invention, it is preferable that the melted and solidified portion be formed as a result
of keyhole welding, and the remelted and solidified portion and the reheated solidified portion be formed as a result of
heat conduction welding.
[0010] In addition, the butt-welded joint of steel materials according to the present invention can be produced by a
method for manufacturing a butt-welded joint of steel materials. The method includes abutting end portions of a pair of
base materials made of the steel materials against each other and forming a welded portion in a manner such that the
welded portion extends from surfaces of the base materials to an inner portion of the base materials and straddles the
end portions. The base materials have a carbon concentration of 0.1 mass% or greater and 0.35 mass% or less. The
welded portion is formed by a first step and a second step. The first step includes forming a melted and solidified portion
by melting and solidifying the end portions of the pair of base materials, the melting being caused by first heating from
the surfaces. The second step includes forming a remelted and solidified portion and a reheated solidified portion by
reheating the melted and solidified portion from a surface thereof. The remelted and solidified portion is formed by
remelting and resolidification of the melted and solidified portion. The reheated solidified portion is formed in an inner
region relative to the remelted and solidified portion, with a structure of the reheated solidified portion resulting from a
change in a structure of the melted and solidified portion, the change involving no melting. A width W0 of the melted
and solidified portion, a depth d0 from a surface of the welded portion to a deepest portion of the melted and solidified
portion, a width W1 of the remelted and solidified portion, and a depth d1 from the surface of the welded portion to a
deepest portion of the remelted and solidified portion have the following relationship: 

[0011] In this instance, it is preferable that, in the first step, the melted and solidified portion be formed by keyhole
welding, and in the second step, the remelted and solidified portion and reheated solidified portion be formed by heat
conduction welding.
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Advantageous Effects of Invention

[0012] With the present invention, a butt-welded joint of steel materials that has higher fatigue strength than a base
material can be obtained.

Brief Description of Drawings

[0013]

[Fig. 1] Fig. 1 is a diagram schematically illustrating a welded portion and its vicinity of a butt-welded joint of steel
materials of the present invention.
[Fig. 2] Fig. 2 is a diagram schematically illustrating a cross-sectional structure of the welded portion of Fig. 1
[Fig. 3] Fig. 3(a) is a diagram schematically illustrating laser radiation for an instance in which keyhole welding is
performed, and Fig. 3(b) is a diagram schematically illustrating laser radiation for an instance in which heat conduction
welding is performed.
[Fig. 4] Fig. 4 is a diagram schematically illustrating a sample welded by butt welding.
[Fig. 5] Fig. 5 is a cross-sectional view schematically illustrating a state in which keyhole welding is being performed
during the preparation of the sample illustrated in Fig. 4.
[Fig. 6] Fig. 6 is a cross-sectional view schematically illustrating a state in which heat conduction welding is being
performed during the preparation of the sample illustrated in Fig. 4.
[Fig. 7] Fig. 7 is a diagram schematically illustrating a sample prepared by integral forming.
[Fig. 8] Fig. 8 is a diagram showing a hardness distribution of a sample welded exclusively by keyhole welding in a
first example.
[Fig. 9] Fig. 9 is a diagram showing a hardness distribution of a sample welded by keyhole welding and heat
conduction welding in a first example.
[Fig. 10] Fig. 10 is a diagram showing a hardness distribution of a sample welded under heat conduction welding
conditions different from the evaluation of the hardness distribution shown in Fig. 9.
[Fig. 11] Fig. 11 is a diagram showing a hardness distribution of a sample welded under heat conduction welding
conditions different from the evaluations of the hardness distributions shown in Fig. 9 and Fig. 10.
[Fig. 12] Fig. 12 is a diagram showing a hardness distribution of a sample welded under heat conduction welding
conditions different from the evaluations of the hardness distributions shown in Fig. 9 to Fig. 11.
[Fig. 13] Fig. 13 is a diagram showing a hardness distribution of a joint welded under heat conduction welding
conditions different from the evaluations of the hardness distributions shown in Fig. 9 to Fig. 12.
[Fig. 14] Fig. 14 is a diagram showing a hardness distribution of a joint welded under heat conduction welding
conditions different from the evaluations of the hardness distributions shown in Fig. 9 to Fig. 13.
[Fig. 15] Fig. 15 is a diagram showing a hardness distribution of a joint welded under heat conduction welding
conditions different from the evaluations of the hardness distributions shown in Fig. 9 to Fig. 14.
[Fig. 16] Fig. 16 is an enlarged photograph of a solidification terminal portion of a welded portion after keyhole
welding was performed in a first example.
[Fig. 17] Fig. 17 is a graph of measurements of a recess depth of the solidification terminal portion shown in Fig. 16.
[Fig. 18] Fig. 18 is an enlarged photograph of a solidification terminal portion of a welded portion after heat conduction
welding was performed in a first example.
[Fig. 19] Fig. 19 is a graph of measurements of a recess depth of the solidification terminal portion shown in Fig. 18.
[Fig. 20] Fig. 20 is a diagram showing a hardness distribution of a sample welded exclusively by keyhole welding
in S10C of a second example.
[Fig. 21] Fig. 21 is a diagram showing a hardness distribution of a sample welded by keyhole welding and heat
conduction welding in S10C of a second example.
[Fig. 22] Fig. 22 is a diagram showing a hardness distribution of a sample welded exclusively by keyhole welding
in S15C of a second example.
[Fig. 23] Fig. 23 is a diagram showing a hardness distribution of a sample welded by keyhole welding and heat
conduction welding in S15C of a second example.
[Fig. 24] Fig. 24 is a diagram showing a hardness distribution of a sample welded exclusively by keyhole welding
in S20C of a second example.
[Fig. 25] Fig. 25 is a diagram showing a hardness distribution of a sample welded by keyhole welding and heat
conduction welding in S20C of a second example.
[Fig. 26] Fig. 26 is a diagram showing a hardness distribution of a sample welded exclusively by keyhole welding
in S25C of a second example.
[Fig. 27] Fig. 27 is a diagram showing a hardness distribution of a sample welded by keyhole welding and heat
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conduction welding in S25C of a second example.
[Fig. 28] Fig. 28 is a diagram showing a hardness distribution of a sample welded exclusively by keyhole welding
in S35C of a second example.
[Fig. 29] Fig. 29 is a diagram showing a hardness distribution of a sample welded by keyhole welding and heat
conduction welding in S35C of a second example.

Description of Embodiments

[0014] An embodiment of a butt-welded joint of steel materials according to the present invention will be described in
detail below with reference to Fig. 1 to Fig. 7. As illustrated in Fig. 1 and Fig. 2, in a butt-welded joint 1 of steel materials
(hereinafter also referred to simply as a "joint 1"), according to this embodiment, base materials 2, 2 are a pair of identical
steel materials formed to have a cylindrical shape, and end portions 2a, 2a of the base materials 2, 2 are coupled to
each other by a welded portion 3. Specifically, the welded portion 3 is formed such that end faces 2b, 2b of the end
portions 2a, 2a of the base materials 2, 2 are abutted against each other (positioned to face each other) to be in contact
with each other, and welding is performed thereon annularly in a manner such that the welded portion 3 extends from
surfaces (outer circumferential surfaces) 2c, 2c of the base materials 2, 2 to an inner portion thereof along the end faces
2b, 2b, which are in contact with each other, and straddles the end portions 2a, 2a.
[0015] To be more specific, the welded portion 3 is formed in a manner in which keyhole welding is performed annularly
on the end portions 2a, 2a of the base materials 2, 2 from the surfaces (outer circumferential surfaces) 2c, 2c, and
thereafter, heat conduction welding is performed annularly from the surface, in an overlapping manner, on the portion
on which the keyhole welding has been performed. In this instance, the keyhole welding and heat conduction welding
are both performed with radiation of, for example, a beam 7 having a high power density, as illustrated in Fig. 3(a) and
Fig. 3(b); here, an instance in which a laser 7 is used will be described. In the keyhole welding, heating (first heating) is
performed with a laser 7 having a high power density, and, accordingly, a depression (keyhole) is formed in the end
portions 2a, 2a of the base materials 2, 2. The laser 7 travels to an inner portion of the base materials 2, 2 through the
depression, and, accordingly, deeper welding can be accomplished. In this instance, the portion melted by the keyhole
welding is solidified by subsequent cooling to form a melted and solidified portion 3d, and a hardness thereof is higher
than a hardness prior to the welding.
[0016] On the other hand, in the heat conduction welding, a laser 7 having a lower power density than that for the
keyhole welding is used. In the heat conduction welding, the surfaces 2c, 2c and their vicinities of the melted and solidified
portion 3d in the end portions 2a, 2a are reheated (second heating) and accordingly remelted and resolidified to form a
remelted and solidified portion 5, and, concurrently, an inner region relative to the remelted and solidified portion 5 (a
region at a greater depth from the surfaces) is modified by the reheating, without involving melting, to form a reheated
solidified portion 4. Thus, as a result of the keyhole welding and the heat conduction welding, the welded portion 3 is
formed to straddle the end portions 2a, 2a of the base materials 2, 2.
[0017] That is, the welded portion 3 is formed of the melted and solidified portion 3d, the remelted and solidified portion
5, and the reheated solidified portion 4. The melted and solidified portion 3d is a portion formed as a result of melting
and solidification of the end portions 2a, 2a of the pair of base materials 2, 2, the melting being caused as a result of
first heating (keyhole welding) from the surfaces 2c, 2c. The remelted and solidified portion 5 is a portion resulting from
remelting and resolidification of the melted and solidified portion 3d, the remelting being caused as a result of reheating
(heat conduction welding) of the melted and solidified portion 3d from the surfaces. The reheated solidified portion 4 is
a portion that is formed in an inner region of the base materials 2, 2 relative to the remelted and solidified portion 5 (a
region at a greater depth from the surfaces), and which has a structure resulting from a change in a structure of the
melted and solidified portion 3d, the change being due to the reheating, the change involving no melting. In this instance,
the structure of the reheated solidified portion 4 is a structure modified by tempering the structure of the melted and
solidified portion 3d, which has been martensitized by the keyhole welding, by performing the heat conduction welding,
and, therefore, a hardness is lower than that of the melted and solidified portion 3d, which results in improved toughness.
On the other hand, a structure of the remelted and solidified portion 5 is a structure resulting from the remelting of the
melted and solidified portion 3d, which is caused by the heat conduction welding, and the resolidification thereof, which
is caused by the subsequent cooling, and, therefore, a hardness is higher than that of the reheated solidified portion 4.
[0018] Note that the melted and solidified portion 3d is deepest at a center in a width direction thereof (which is the
location indicated by the dash-dot line of Fig. 2 and which, in this embodiment, substantially coincides with the location
where the end faces 2b, 2b of the base materials 2, 2 are in contact with each other). A depth from the surface 3a of
the welded portion 3 (i.e., a surface 5a of the remelted and solidified portion 5) to a deepest portion of the melted and
solidified portion 3d is d0. Furthermore, the remelted and solidified portion 5 is also deepest at a center in a width direction
thereof (which substantially coincides with the center in the width direction of the melted and solidified portion 3d). A
depth from the surface 3a of the welded portion 3 (the surface 5a of the remelted and solidified portion 5) to a deepest
portion of the remelted and solidified portion 5 is d1, which is smaller than d0. That is, the welded portion 3, the melted
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and solidified portion 3d, and the remelted and solidified portion 5 are formed such that the centers in the width directions
thereof substantially coincide with one another, with symmetries being substantially formed about the centers, in the
width direction.
[0019] It is known that a general property of steel materials such as chromium-molybdenum steel and carbon steel
for machine structural use is that in a case where a carbon concentration thereof (i.e., a carbon content, specifically, a
mass percentage of the carbon present in a base material) is high, a hardness of the steel material is high whereas a
toughness thereof is low, and, on the other hand, in a case where the carbon concentration is low, the hardness of the
steel material is low whereas the toughness thereof is high. Accordingly, to improve the fatigue strength of the joint 1,
in which steel materials are base materials, it is necessary to ensure that the carbon concentration of the steel material
is within a specified range so as to prevent an instance in which one of the hardness of the base material and the
toughness thereof is low. Hence, herein, a carbon concentration (carbon content) of the base materials 2, 2 as a whole
is specified to be 0.1 mass% or greater and 0.35 mass% or less.
[0020] From the results of an experiment, which will be described later, it was observed that in a case where base
materials 2, 2 having a carbon concentration as described above are used, a butt-welded joint 1 having a higher rotating
bending fatigue strength than that of the base materials 2, 2 can be obtained, provided that a width W0 of the melted
and solidified portion 3d, the depth d0 of the melted and solidified portion 3d, a width W1 of the remelted and solidified
portion 5, and the depth d1 of the remelted and solidified portion 5 satisfy the relationships of formula (1) and formula
(2) below: 

[0021] Furthermore, portions of the surface 5a (i.e., the surface 3a of the welded portion 3) of the remelted and solidified
portion 5, which is formed by performing keyhole welding and heat conduction welding in an overlapping manner, have
residual stress generated therein. The residual stress is a compressive stress in a center region in the width direction
of the remelted and solidified portion 5 (i.e., a center region in the width direction of the welded portion 3) and is a tensile
stress in a region outside of the center region in the width direction. As a result, cracks are inhibited from forming in the
center and its vicinity in the width direction of the welded portion 3, in the surface 5a of the remelted and solidified portion 5.
[0022] Furthermore, in both the keyhole welding and the heat conduction welding, the welding is carried out in a
manner such that a starting portion of the weld and a terminal portion thereof (a solidification terminal portion 6, shown
in Fig. 16 and Fig. 18), with respect to a circumferential direction, overlap each other at the same location. In the keyhole
welding, a recess due to the radiation of the laser 7 is formed in the terminal portion at the completion of the keyhole
welding (see Fig. 17). A depth (maximum depth) h of the recess from the surface of the welded portion can be reduced
by, in the heat conduction welding, remelting and solidifying the welded portion resulting from the keyhole welding (i.e.,
the melted and solidified portion 3d), and, consequently, concentration of the stress that acts on the solidification terminal
portion 6 can be inhibited. In addition, from the results of an experiment, which will be described later, it is desirable that
the depth h of the recess from the surface 3a of the welded portion 3 and the depth d1 of the remelted and solidified
portion 5 have the following relationship: 

[0023] Note that in the joint 1, the end faces 2b, 2b of the abutted base materials 2, 2 have a circular shape, but the
shape is not limited thereto, and it is sufficient that the surfaces 2c, 2c of the abutted base materials 2, 2 are disposed
substantially in the same plane; for example, the end faces 2b, 2b of base materials 2, 2 to be abutted against each
other may have substantially the same shape and the same size.

EXAMPLES

[0024] Now, first examples of the present invention (test conditions 2 to 7 in Table 1 and Table 2) and second examples
thereof (test conditions 10, 12, 14, 16, and 18 in Table 3 and Table 4) will be described in comparison with first comparative
examples (test conditions 1 and 8 in Table 1 and Table 2) and second comparative examples (test conditions 9, 11, 13,
15, and 17 in Table 3 and Table 4), respectively. Specimens 8 used in the first and second examples were prepared as
follows: as illustrated in Fig. 4 to Fig. 6, a sample 10, which served as the base material 2, in which a hollow cylindrical
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body portion 9a was integrally formed with a hollow end portion 9b, which was tapered toward a distal end from the body
portion 9a, were used; and end portions 9b of a pair of the samples 10 were butt-welded together by keyhole welding
and heat conduction welding as described above.
[0025] In the first examples, laser welding conditions for the heat conduction welding were varied to change a size of
the remelted and solidified portion 5, and thus, a variety of physical property values of the welded portion 3, which
accordingly changed, were measured with the specimens 8 and evaluated. On the other hand, in the second examples,
the carbon concentration (carbon content) of the sample 10 was varied, and thus, a variety of physical property values
of the welded portion 3, which accordingly changed, were measured with the specimens 8 and evaluated.
[0026] Note that regarding the sample 10 used, a full length thereof was 80 mm, an outside diameter of the body
portion 9a was 20 mm, an outside diameter of the distal end face of the end portion 9b was 14 mm, and inside diameters
of the body portion 9a and the end portion 9b were 12 mm.
[0027] The sample 10 used in the first examples was made of chromium-molybdenum steel material (SCM415) and
contained 0.13 mass% to 0.18 mass% C, 0.15 mass% to 0.35 mass% Si, 0.60 mass% to 0.90 mass% Mn, 0.030 mass%
or less P, 0.030 mass% or less S, 0.25 mass% or less Ni, 0.90 mass% to 1.20 mass% Cr, and 0.15 mass% to 0.25
mass% Mo. In the first examples, under the conditions in which a laser output, a welding speed, a focal point diameter
(spot diameter) for the keyhole welding were fixed (i.e., the width W0 and the depth d0 of the melted and solidified portion
3d were fixed), the laser output, the welding speed, and the focal point diameter (spot diameter) for the heat conduction
welding were varied to change the width W1 and the depth d1 of the remelted and solidified portion 5; accordingly, the
residual stress of the surface 3a of the welded portion 3 and its vicinity, an average hardness of the welded portion 3,
the recess depth h of the solidification terminal portion 6 of the welded portion 3, and the rotating bending fatigue strength
of the prepared specimens 8 were measured.
[0028] In the keyhole welding and the heat conduction welding, a fiber laser welding machine was used. By radiating
a laser 7 by using the welding machine, welding of the sample 10, which served as the base material 2, was carried out.
The switching between the keyhole welding and the heat conduction welding was carried out by moving a condenser
lens of the welding machine in a direction of an axis L of the joint 1, that is, in a direction perpendicular to an abutting
direction, thereby changing the focal point diameter of the laser 7, which was radiated onto the abutted portion of the
end portions 9b, 9b of the pair of samples 10, 10 (the contact portion of the end faces). In performing the keyhole welding,
which required a higher power density, a laser 7 having a narrowed, small focal point diameter was used, as illustrated
in Fig. 3(a). On the other hand, in performing the heat conduction welding, in which the power density needed to be
reduced compared with that of the laser 7 for the keyhole welding, a laser 7 having a focal point diameter larger than
that for the keyhole welding was used, as illustrated in Fig. 3(b).
[0029] Furthermore, the specimens 8 of the first comparative examples (Conditions 1 and Conditions 8) were prepared
from a sample that had the same shape and size and was made of the same material (SCM415) as the sample 10 used
in the first examples. In this instance, the specimen 8 for Conditions 1 was prepared by butt-welding a pair of the samples
10 together, exclusively by keyhole welding. On the other hand, the specimen 8 for Conditions 8 was prepared by butt-
welding a pair of the samples 10 together, under welding conditions in which the width and the depth of the remelted
and solidified portion 5 were reduced compared with those of the specimens 8 of the first examples 1, by changing the
laser output, the welding speed, and the focal point diameter for the heat conduction welding that was performed after
the keyhole welding. In the first comparative example, for the prepares specimens 8, the residual stress of the surface
3a of the welded portion and its vicinity, an average hardness of the welded porton 3, the recess depth of the solidification
terminal portion 6 of the welded portion 3. and the rotatin bending fatigue strength were measured. The welding conditions
and the measurement results of the first examples and the first comparative examples are shown in Table 1 and Table
2 below.
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[0030] As shown in Table 1, in all of Conditions 1 to 8, the welding conditions for the keyhole welding were such that
a laser output was 850 W, a welding speed was 50 mm/s, a focal point diameter was 05. mm, and nitrogen was used
as s shielding gas for shielding the welding site from air. Accordingly, melted and solidificated portions 3d having a width
W0 of 1mm and a depth d0 of 1 mm were formed. Furthermore, regarding Conditions 1 to 8, the welding conditions for
the heat conduction welding were adjusted such that a laser output was 350 W to 850 W, a welding speed was 50 mm/s
or 200 mm/s, a laser focal point diameter was 0.4 mm to 2.2 mm, and nitrogen was used as a shielding gas. Accordingly,
remelted and solidified portions 5 having different widths W1 and depths d1 were formed.
[0031] The residual stress of the welded portion 3 and its vicinity in the surface were measured by using an X-ray
stress measurement method in which an X-ray having a specific wavelength was radiated onto a surface of the specimens
8. As illustrated in Fig. 6, under Conditions 1 to Conditions 8, the residual stress was measured at each of three points,
namely, a measurement point A1, which was located on the surface 3a of the center in the width direction of the welded
portion 3; a measurement point A2, which was located 1.5 mm to the proximal end side (one end side of the specimens
8) of the sample 10 from the measurement point A1; and a measurement point A3, which was located 1 mm further to
the proximal end side from the measurement point A2. In this instance, under Conditions 1, the residual stress at the
center point in the width direction of the melted and solidified portion 3d was measured at the measurement point A1,
and the residual stress at points where the structure had not been changed by the welding was measured at the
measurement point A2 and the measurement point A3. Furthermore, under Conditions 2 to Conditions 8, the residual
stress at the center point in the width direction of the remelted and solidified portion 5 was measured at the measurement
point A1, and the residual stress at points where the structure had not been changed by the welding was measured at
the measurement point A2 and the measurement point A3.
[0032] The results demonstrated that under Conditions 2 to 8, the residual stress at the measurement point A1 was
a negative value, that is, a compressive stress was present at and near the measurement point A1. Accordingly, under
Conditions 2 to Conditions 8, the formation of cracks can be inhibited at and near the measurement point A1 of the
remelted and solidified portion 5. Furthermore, under Conditions 2 to Conditions 7, the residual stress at the measurement
point A1 was less than or equal to -100 MPa. Under these conditions, as will be described later, the rotating bending
fatigue strengths of the specimens 8 were higher than that of a specimen 11 for comparison (i.e., the base material
itself), which had the same shape and size as the specimens 8 and were seamlessly integrally formed of the same
material (SCM415) as that for the sample 10. On the other hand, it was demonstrated that in the specimen 8 for Conditions
1, the residual stress at the measurement point A1 of the melted and solidified portion 3d was a positive value, and,
therefore, a tensile stress was present at and near the measurement point A1. Accordingly, under Conditions 1, the
formation of cracks at and near the measurement point A1 cannot be inhibited, and, moreover, the formation and
propagation of cracks may be promoted.
[0033] Regarding the hardness of the specimens 8, the Vickers hardness of the base material that included the reheated
solidified portion 4 and the remelted and solidified portion 5 of the specimens 8 was measured and evaluated. For the
measurement of the Vickers hardness, a typical Vickers’ microhardness tester was used. The specimens 8 were cut
along the axial direction, and, on the cut surface, the Vickers hardness was measured at an interval of 0.1 mm in a
longitudinal direction (the lateral direction in Fig. 8 to Fig. 15) and in a transverse direction (the vertical direction in Fig.
8 to Fig. 15). As shown in Fig. 9 to Fig. 15, the results indicated that under Conditions 2 to Conditions 8, an average
Vickers hardness value of the reheated solidified portion 4 was lower than an average Vickers hardness value of the
remelted and solidified portion 5.
[0034] As shown in Fig. 8, a measurement of the Vickers hardness associated with Conditions 1 revealed that the
numerical value of the Vickers hardness of the melted and solidified portion 3d, which resulted from melting by keyhole
welding and solidification, was higher than the numerical values of the Picker’s heights of other portions of the joint.
Presumably, this is because the structure of the melted and solidified portion 3d had been martensitized by the keyhole
welding. Furthermore, at the site of (0.1 mm, 0.7 mm) and the site of (0.2 mm, 0.5 mm), which corresponds to (vertical,
lateral), shown in Fig. 8, the Vickers hardness of the joint was 660 Hv, which was a very high numerical value compared
with those of the other sites. Presumably, this is because the two sites were located at or near the boundary between
the melted portion associated with the keyhole welding and the heat affected zone, which was hardened under the
influence of the heating for the keyhole welding, and, therefore, a cooling rate after the keyhole welding was fast, and,
consequently, the structure at and near the boundary was martensitized.
[0035] Furthermore, as shown in Fig. 16 to Fig. 19, the recess depth h of the solidification terminal portion 6 of the
welded portion 3 is a maximum height difference of a crater (recess), which was formed in a region onto which the laser
was finally radiated when the base materials 2, 2 were welded together. The recess depth h of the solidification terminal
portion 6 was 0.14 mm under Conditions 1, in which keyhole welding was exclusively performed, whereas the recess
depth h was 0.01 mm to 0.06 mm under Conditions 2 to Conditions 8, in which heat conduction welding was performed
after keyhole welding. Furthermore, under Conditions 2 to Conditions 8, the recess depth h of the solidification terminal
portion 6 of the remelted and solidified portion 5 and the depth d1 of the remelted and solidified portion 5 had the
relationship of formula (3) mentioned above.
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[0036] Hence, by performing heat conduction welding after keyhole welding, the recess depth h of the solidification
terminal portion 6 can be reduced, and as a result, concentration of the stress that acts on the solidification terminal
portion 6 can be inhibited.
[0037] Regarding a rotating bending fatigue test (ISO 1143:2010) for measuring the rotating bending fatigue strength,
an ONO-type rotating-bending fatigue tester of the four-point loading type was used. In the tester, both ends of the
specimen were held by the distal ends of a pair of spindles, and the load at which breakage occurred (i.e., a maximum
value of the cyclic stresses that acted on a center portion (welded portion 3) in the axial direction of the specimen 8) in
a case where rotation was performed 20 million times at a rotational speed of 2000 rpm was measured. Furthermore,
to evaluate the measured rotating bending fatigue strength of the specimens 8, the rotating bending fatigue strength of
the above-mentioned specimen 11 for comparison was measured in a similar manner. The result was that under Con-
ditions 1, the rotating bending fatigue strength of the specimen 8 was a value lower than that of the rotating bending
fatigue strength of the specimen 11 for comparison. Presumably, this is because in a case where keyhole welding was
exclusively performed, the structure of the welded portion was martensitized and, consequently, had a fragile construction.
[0038] Furthermore, in the cases of Conditions 2 to Conditions 7, that is, in the cases where the width W0 of the melted
and solidified portion 3d, the depth d0 of the melted and solidified portion 3d, the width W1 of the remelted and solidified
portion 5, and the depth d1 of the remelted and solidified portion 5 simultaneously satisfied the relationships of formula
(1) and formula (2) mentioned above, the rotating bending fatigue strengths of all the specimens 8 were higher than the
rotating bending fatigue strength of the specimen 11 for comparison (that is, the rotating bending fatigue strength of the
base material itself (base material strength). Presumably, this is because as a result of performing heat conduction
welding in an overlapping manner on the portion on which keyhole welding had been performed, the reheated solidified
portion 4, which was formed in an inner region relative to the remelted and solidified portion 5 in the welded portion 3
(a region at a deeper location with respect to the surface 3a), had a low hardness and, therefore, had a high toughness
compared with the remelted and solidified portion 5, which was formed in a region closer to the surface 3a of the welded
portion 3, and, consequently, even if cracks had been formed in the surface 3a of the welded portion 3, the cracks would
not have easily propagated to an inner portion. On the other hand, under Conditions 8, the rotating bending fatigue
strength of specimen 8 was a value lower than that of the rotating bending fatigue strength of the specimen 11 for
comparison. Presumably, this is because the energy density of the laser in performing the heat conduction welding was
lower than those for the other conditions, and, consequently, the reheated solidified portion 4 was not formed deeply
into an inner portion of the welded portion.
[0039] From the measurement results described above, it was determined that under Conditions 2 to Conditions 7,
the fatigue strength was improved, because the rotating bending fatigue strengths of the specimens 8, which were
prepared by butt-welding together the samples 10, 10, which served as the base materials 2, 2, were higher than the
rotating bending fatigue strength of the specimen 11 for comparison (base material itself), which was integrally formed
of a single base material. Furthermore, it was determined that under Conditions 1 and Conditions 8, the fatigue strength
was not improved, because the rotating bending fatigue strengths of the specimens 8, which were formed by butt-welding
together the pair of samples 10, 10, were lower than the rotating bending fatigue strength of the specimen 11 for
comparison.
[0040] Now, the second examples of the present invention will be described in comparison with the second comparative
examples. In the second examples, a sample 10, which served as the base material 2, was formed from carbon steel
for machine structural use, and specimens 12, which were obtained by butt-welding a pair of the samples 10, 10 together
by keyhole welding and heat conduction welding, were used. In this instance, the sample 10 used had the same shape
and size as that used in the first examples. Furthermore, as the carbon steel for machine structural use that formed the
sample 10, S10C, S15C, S20C, S25C, and S35C were used. The S10C contained 0.15 mass% to 0.35 mass% Si, 0.30
mass% to 0.60 mass% Mn, 0.030 mass% or less P, 0.035 mass% or less S, and 0.08 mass% to 0.13 mass% C. The
S15C contained the same mass percentages of Si, Mn, P, and S as the S10C and 0.13 mass% to 0.18 mass% C. The
S20C contained the same mass percentages of Si, Mn, P, and S as the S10C and 0.18 mass% to 0.23 mass% C. The
S25C contained the same mass percentages of Si, Mn, P, and S as the S10C and 0.22 mass% to 0.28 mass% C. The
S35C contained the same mass percentages of Si, P, and S as the S10C, 0.60 mass% to 0.90 mass% Mn, and 0.32
mass% to 0.38 mass% C.
[0041] On the other hand, specimens 12 of the second comparative examples were prepared by butt-welding together,
exclusively by keyhole welding, a pair of samples 10, 10, which had the same shape and size as the sample 10 used
for each of the welding conditions of the second examples and were made of the same carbon steel for machine structural
use. For each of the specimens 12 of the second examples and each of the specimens 12 of the second comparative
examples, the residual stress of the surface 3a of the welded portion 3 and its vicinity, the average hardness of the
welded portion 3, the recess depth h of the solidification terminal portion of the welded portion 3, and the rotating bending
fatigue strength were measured and evaluated. The welding conditions and the measurement results of the second
examples and the second comparative examples are shown in Table 3 and Table 4 below. Note that regarding S45C,
which contained the same mass percentages of Si, Mn, P, and S as the S35C and 0.42 mass% to 0.48 mass% C, cracks
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were formed in the welded portion at a stage when the melted portion resulting from the keyhole welding was solidified,
and thus a tendency for cracking was exhibited; therefore, it was determined at this stage that the fatigue strength was
evidently low, and, accordingly, the variety of measurements and associated evaluations were not conducted.
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[0042] The residual stress of the surface 3a of the welded portion 3 was measured by using a measurement method
similar to that for the first examples. In this instance, under Conditions 9, Conditions 11, Conditions 13, Conditions 15,
and Conditions 17, which are for the comparative examples, the residual stress at the center point in the width direction
of the melted and solidified portion 3d was measured at the measurement point A1, and the residual stress at points
where the structure had not been changed by the welding was measured at the measurement point A2 and the meas-
urement point A3. Furthermore, under Conditions 10, Conditions 12, Conditions 14, Conditions 16, and Conditions 18,
which are for the examples, the residual stress at the center point in the width direction of the remelted and solidified
portion 5 was measured at the measurement point A1, and the residual stress at points where the structure had not
been changed by the welding was measured at the measurement point A2 and the measurement point A3.
[0043] The results demonstrated that under all of Conditions 9 to 18, the residual stresses at the measurement point
A1 were negative values, that is, a compressive stress was present at and near the measurement point A1. Furthermore,
the residual stresses at the measurement point A1 of the specimens 12 under Conditions 10, Conditions 12, Conditions
14, and Conditions 16, that is, the residual stresses at the measurement point A1 of the specimens 12 resulting from
the heat conduction welding, which was performed after the keyhole welding, were negative values smaller than the
residual stresses at the measurement point A1 of the specimens 12 under Conditions 9, Conditions 11, Conditions 13,
and Conditions 15, respectively, that is, the residual stresses at the measurement point A1 of the specimens 12 resulting
from the keyhole welding exclusively performed. Accordingly, under Conditions 10, Conditions 12, Conditions 14, and
Conditions 16, in which heat conduction welding was performed after keyhole welding, the formation of cracks at and
near the measurement point A1 can be inhibited to a further degree than under Conditions 9, Conditions 11, Conditions
13, and Conditions 15, in which keyhole welding was exclusively performed.
[0044] Note that in the cases of Conditions 17 and Conditions 18, that is, in the case where the specimen 12 was
formed of S35C, the residual stress at the measurement point A1 in the example (Conditions 18), in which heat conduction
welding was performed after keyhole welding, was a negative value slightly greater than the residual stress at the
measurement point A1 in the comparative example (Conditions 17), in which keyhole welding was exclusively performed.
However, considering the fact that the value was a negative value smaller than those of Conditions 13, Conditions 15,
and Conditions 17, which are other comparative examples, inhibition of the formation of cracks at and near the meas-
urement point A1 can also be expected for the example of Conditions 18, in which S35C was used, as with the other
examples in which S10C to S25C were used.
[0045] Regarding the hardness of the joint 1 under Conditions 9 to Conditions 18, the Vickers hardness of the base
material that included the reheated solidified portion 4 and the remelted and solidified portion 5 of the specimen 12 was
measured and evaluated in a manner similar to that for Conditions 1 to Conditions 8 of the first examples. As shown in
Fig. 21, Fig. 23, Fig. 25, Fig. 27, and Fig. 29, the results were that under Conditions 10, Conditions 12, Conditions 14,
Conditions 16, and Conditions 18, an average Vickers hardness value of the reheated solidified portion 4 was lower
than an average Vickers hardness value of the remelted and solidified portion 5. Furthermore, as shown in Fig. 20, Fig.
22, Fig. 24, Fig. 26, and Fig. 28, under Conditions 9, Conditions 11, Conditions 13, Conditions 15, and Conditions 17,
the Vickers hardness of the melted and solidified portion 3d was a numerical value higher than that of other portions of
the joint that had not been melted by the keyhole welding.
[0046] As shown in Fig. 27, under Conditions 16, at the site of (0.3 mm, 0.4 mm), which corresponds to (vertical,
lateral), the hardness was 726 Hv, and at the site of (0.3 mm, 0.5 mm), the hardness was 655 Hv; the numerical values
were very high compared with those of the other sites. Presumably, a reason that the Vickers hardness was high at the
above-mentioned two sites is similar to a reason that a site having a high hardness was formed under Conditions 1.
That is, presumably, this is because these two sites were located at or near the boundary between the melted portion
associated with the keyhole welding and the heat affected zone, which was hardened under the influence of the heating
for the keyhole welding, and, consequently, the structure at and near the boundary was martensitized.
[0047] Furthermore, the recess depth h of the solidification terminal portion 6 of the welded portion 3 was 0.1 mm
under Conditions 9, Conditions 11, Conditions 13, Conditions 15, and Conditions 17, in which keyhole welding was
exclusively performed, whereas the recess depth h was 0.01 mm to 0.06 mm under Conditions 10, Conditions 12,
Conditions 14, Conditions 16, and Conditions 18, in which heat conduction welding was performed after keyhole welding.
Furthermore, the numerical values of the recess depth h of the solidification terminal portion 6 of the remelted and
solidified portion 5 and the depth d1 of the remelted and solidified portion 5 were 0.05 mm for h and 0.23 mm for d1
under all of Conditions 10, Conditions 12, Conditions 14, Conditions 16, and Conditions 18. Accordingly, the recess
depth h of the solidification terminal portion 6 of the remelted and solidified portion 5 and the depth d1 of the remelted
and solidified portion 5 had the relationship of formula (3) mentioned above. Hence, regarding the second examples,
too, by performing heat conduction welding after keyhole welding, the recess depth h of the solidification terminal portion
6 can be reduced, and as a result, concentration of the stress that acts on the solidification terminal portion 6 can be
inhibited.
[0048] Regarding the rotating bending fatigue strength, specimens 12 formed of the respective materials, S10C to
S35C, were prepared, and, in a manner similar to that for the first examples, the specimens 12 were mounted to the



EP 3 815 836 B1

16

5

10

15

20

25

30

35

40

45

50

55

ONO-type rotating-bending fatigue tester, and the load at which breakage occurred (i.e., a maximum value of the cyclic
stresses that acted on a center portion (welded portion 3) in the axial direction of the specimen 12) in a case where
rotation was performed 20 million times at a rotational speed of 2000 rpm was measured. Furthermore, to evaluate the
measured rotating bending fatigue strength of the specimens 12, the rotating bending fatigue test was similarly conducted
on each of specimens 13 for comparison, which had the same shape and size as the specimens 12 and were seamlessly
integrally formed of the respective materials, S10C to S35C, and thus, the rotating bending fatigue strength of the base
material itself (base material strength) was measured.
[0049] The results were that in all of the specimens 12 of Conditions 10, Conditions 12, Conditions 14, Conditions 16,
and Conditions 18, the width W0 of the melted and solidified portion 3d, the depth d0 of the melted and solidified portion
3d, the width W1 of the remelted and solidified portion 5, and the depth d1 of the remelted and solidified portion 5 satisfied
the relationships of formula (1) and formula (2) mentioned above, and thus, rotating bending fatigue strengths that were
higher than those of the integrally formed samples 13 (i.e., the base material itself) were achieved. Presumably, this is
because, as with the specimens 8 of the first examples, in the specimens 12 of the second examples, the reheated
solidified portion 4, which was formed in an inner region relative to the remelted and solidified portion 5 in the welded
portion 3, had a low hardness and, therefore, had a high toughness compared with the remelted and solidified portion
5, which was formed in a region closer to the surface 3a of the welded portion 3, and, consequently, even if cracks had
been formed in the surface 3a of the welded portion 3, the cracks would not have easily propagated to an inner portion.
[0050] From the measurement results described above, it was determined that under Conditions 10, Conditions 12,
Conditions 14, Conditions 16, and Conditions 18, which were for the second examples, the fatigue strength was improved
for all of the steel materials having a carbon concentration (carbon content) in a range of 0.1 mass% to 0.35 mass%,
because the rotating bending fatigue strengths of the specimens 12, which were prepared by butt-welding together the
samples 10, 10, which served as the base materials 2, 2, were higher than the rotating bending fatigue strength of the
specimen 13 for comparison (base material itself), which was integrally formed of a single base material. On the other
hand, under Conditions 9, Conditions 15, and Conditions 17, which were for the second comparative examples, the
rotating bending fatigue strengths of the specimens 12 were higher than the rotating bending fatigue strengths of specimen
13 for comparison, and, therefore, it can be determined that the fatigue strength was improved; however, in the cases
of Conditions 11 and Conditions 13, the rotating bending fatigue strengths of the specimens 12 were lower than that of
the specimen 13 for comparison, and, therefore, it cannot be said that the fatigue strength was improved. Accordingly,
regarding the specimens 12 obtained by exclusive keyhole welding, it cannot necessarily be said that the fatigue strength
was improved for all of the steel materials having a carbon concentration (carbon content) in a range of 0.1 mass% to
0.35 mass%.

Reference Signs List

[0051]

1 Butt-welded joint
2 Base material
3 Welded portion
3d Melted and solidified portion
4 Reheated solidified portion
5 Remelted and solidified portion
6 Solidification terminal portion
8, 12 Specimen
10 Sample
11, 13 Specimen for comparison

Claims

1. A butt-welded joint of steel materials, base materials of the butt-welded joint being a pair of the steel materials, with
end portions of the steel materials being abutted against each other, the butt-welded joint comprising a welded
portion formed to extend from surfaces of the base materials to an inner portion of the base materials and straddle
the end portions, wherein

the base materials have a carbon concentration of 0.1 mass% or greater and 0.35 mass% or less,
the welded portion includes a melted and solidified portion and a remelted and solidified portion, the melted
and solidified portion being a portion resulting from melting and solidification of the end portions of the pair of
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base materials, the melting being caused as a result of first heating from the surfaces, the remelted and solidified
portion being a portion resulting from remelting and resolidification of the melted and solidified portion, the
remelting being caused as a result of reheating of the melted and solidified portion from a surface thereof,
wherein the welded portion also includes a reheated solidified portion, the reheated solidified portion being a
portion formed in an inner region relative to the remelted and solidified portion and having a structure resulting
from a change in a structure of the melted and solidified portion, the change being due to the reheating, the
change involving no melting, and
being characterised in that:
a width W0 of the melted and solidified portion, a depth d0 from a surface of the welded portion to a deepest
portion of the melted and solidified portion, a width W1 of the remelted and solidified portion, and a depth d1
from the surface of the welded portion to a deepest portion of the remelted and solidified portion have the
following relationships.

2. The butt-welded joint of steel materials according to Claim 1, wherein an average Vickers hardness value of the
reheated solidified portion is lower than an average Vickers hardness value of the remelted and solidified portion.

3. The butt-welded joint of steel materials according to Claim 1, wherein a residual stress of a surface of the remelted
and solidified portion is a compressive stress in a center region in a width direction of the remelted and solidified
portion.

4. The butt-welded joint of steel materials according to Claim 1, wherein, at a terminal portion in a circumferential
direction of the welded portion, a depth h, from the surface of the welded portion, of a recess formed in the remelted
and solidified portion and the depth d1 of the remelted and solidified portion have the following relationship. 

5. The butt-welded joint of steel materials according to Claim 1, wherein the melted and solidified portion is formed as
a result of keyhole welding, and the remelted and solidified portion and the reheated solidified portion are formed
as a result of heat conduction welding.

6. A method for manufacturing a butt-welded joint of steel materials, the method comprising abutting end portions of
a pair of base materials made of the steel materials against each other and forming a welded portion in a manner
such that the welded portion extends from surfaces of the base materials to an inner portion of the base materials
and straddles the end portions, wherein

the base materials have a carbon concentration of 0.1 mass% or greater and 0.35 mass% or less,
characterised in that:

the welded portion is formed by a first step and a second step, the first step including forming a melted and
solidified portion by melting and solidifying the end portions of the pair of base materials, the melting being
caused by first heating from the surfaces, the second step including forming a remelted and solidified portion
and a reheated solidified portion by reheating the melted and solidified portion from a surface thereof, the
remelted and solidified portion being formed by remelting and resolidification of the melted and solidified
portion, the reheated solidified portion being formed in an inner region relative to the remelted and solidified
portion, with a structure of the reheated solidified portion resulting from a change in a structure of the melted
and solidified portion, the change involving no melting,
such that a width W0 of the melted and solidified portion, a depth d0 from a surface of the welded portion
to a deepest portion of the melted and solidified portion, a width W1 of the remelted and solidified portion,
and a depth d1 from the surface of the welded portion to a deepest portion of the remelted and solidified
portion have the following relationships. 
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7. The method for manufacturing a butt-welded joint according to Claim 6, wherein, in the first step, the melted and
solidified portion is formed by keyhole welding, and in the second step, the remelted and solidified portion and
reheated solidified portion are formed by heat conduction welding.

Patentansprüche

1. Stumpfschweißverbindung aus Stahlwerkstoffen, wobei die Grundwerkstoffe der Stumpfschweißverbindung ein
Paar der Stahlwerkstoffe sind, wobei Endabschnitte der Stahlwerkstoffe aneinanderstoßen, wobei die Stumpf-
schweißverbindung einen Schweißabschnitt umfasst, der so ausgebildet ist, dass er sich von Oberflächen der
Grundwerkstoffe zu einem inneren Abschnitt der Grundwerkstoffe erstreckt und die Endabschnitte überspannt, wobei

die Basismaterialien eine Kohlenstoffkonzentration von 0,1 Massenprozent oder mehr und 0,35 Massenprozent
oder weniger aufweisen,
der geschweißte Abschnitt einen geschmolzenen und verfestigten Abschnitt und einen umgeschmolzenen und
verfestigten Abschnitt umfasst, wobei der geschmolzene und verfestigte Abschnitt ein Abschnitt ist, der aus
dem Schmelzen und Verfestigen der Endabschnitte des Paars von Basismaterialien resultiert, wobei das
Schmelzen als Ergebnis einer ersten Erwärmung von den Oberflächen her verursacht wird, wobei der umge-
schmolzene und verfestigte Abschnitt ein Abschnitt ist, der aus dem Umschmelzen und Wiederverfestigen des
geschmolzenen und verfestigten Abschnitts resultiert, wobei das Umschmelzen als Ergebnis einer Wiederer-
wärmung des geschmolzenen und verfestigten Abschnitts von seiner Oberfläche her verursacht wird,
wobei der geschweißte Abschnitt auch einen wiedererwärmten verfestigten Abschnitt aufweist, wobei der wie-
dererwärmte verfestigte Abschnitt ein Abschnitt ist, der in einem inneren Bereich relativ zu dem umgeschmol-
zenen und verfestigten Abschnitt ausgebildet ist und eine Struktur aufweist, die aus einer Änderung in einer
Struktur des geschmolzenen und verfestigten Abschnitts resultiert, wobei die Änderung auf das Wiedererwärmen
zurückzuführen ist, wobei die Änderung kein Schmelzen beinhaltet, und
dadurch gekennzeichnet, dass eine Breite W0 des geschmolzenen und verfestigten Abschnitts, eine Tiefe
d0 von einer Oberfläche des geschweißten Abschnitts zu einem tiefsten Abschnitt des geschmolzenen und
verfestigten Abschnitts, eine Breite W1 des umgeschmolzenen und verfestigten Abschnitts und eine Tiefe d1
von der Oberfläche des geschweißten Abschnitts zu einem tiefsten Abschnitt des umgeschmolzenen und ver-
festigten Abschnitts die folgenden Beziehungen aufweisen: 

2. Stumpfschweißverbindung aus Stahlwerkstoffen nach Anspruch 1, wobei ein durchschnittlicher Vickers-Härtewert
des wiedererwärmten verfestigten Abschnitts niedriger ist als ein durchschnittlicher Vickers-Härtewert des umge-
schmolzenen und verfestigten Abschnitts.

3. Stumpfschweißverbindung aus Stahlwerkstoffen nach Anspruch 1, wobei eine Restspannung einer Oberfläche des
umgeschmolzenen und verfestigten Abschnitts eine Druckspannung in einem mittleren Bereich in Breitenrichtung
des umgeschmolzenen und verfestigten Abschnitts ist.

4. Stumpfschweißverbindung aus Stahlwerkstoffen nach Anspruch 1, wobei an einem Endabschnitt in Umfangsrichtung
des geschweißten Abschnitts die Tiefe h einer in dem umgeschmolzenen und verfestigten Abschnitt ausgebildeten
Vertiefung von der Oberfläche des geschweißten Abschnitts und die Tiefe d1 des umgeschmolzenen und verfestigten
Abschnitts die folgende Beziehung aufweisen: 
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5. Stumpfschweißverbindung aus Stahlwerkstoffen nach Anspruch 1, wobei der aufgeschmolzene und verfestigte
Abschnitt durch Schlüssellochschweißen und der umgeschmolzene und verfestigte Abschnitt und der wiederer-
wärmte verfestigte Abschnitt durch Wärmeleitungsschweißen gebildet werden.

6. Verfahren zur Herstellung einer stumpfgeschweißten Verbindung von Stahlwerkstoffen, wobei das Verfahren das
Aneinanderstoßen von Endabschnitten eines Paares von Basismaterialien, die aus den Stahlmaterialien hergestellt
sind, und das Bilden eines geschweißten Abschnitts in einer solchen Weise umfasst, dass sich der geschweißte
Abschnitt von Oberflächen der Basismaterialien zu einem inneren Abschnitt der Basismaterialien erstreckt und die
Endabschnitte überspannt, wobei

die Basismaterialien eine Kohlenstoffkonzentration von 0,1 Massenprozent oder mehr und 0,35 Massenprozent
oder weniger aufweisen,
dadurch gekennzeichnet, dass der geschweißte Abschnitt durch einen ersten Schritt und einen zweiten Schritt
gebildet wird, wobei der erste Schritt das Bilden eines geschmolzenen und verfestigten Abschnitts durch Schmel-
zen und Verfestigen der Endabschnitte des Paars von Basismaterialien umfasst, wobei das Schmelzen durch
ein erstes Erhitzen von den Oberflächen her verursacht wird,
dass der zweite Schritt das Bilden eines umgeschmolzenen und verfestigten Abschnitts und eines wiederer-
wärmten verfestigten Abschnitts durch Wiedererwärmen des geschmolzenen und verfestigten Abschnitts von
einer Oberfläche davon umfasst, wobei der umgeschmolzene und verfestigte Abschnitt durch Umschmelzen
und Wiederverfestigen des geschmolzenen und verfestigten Abschnitts gebildet wird, wobei der wiedererwärmte
verfestigte Abschnitt in einem inneren Bereich relativ zu dem umgeschmolzenen und verfestigten Abschnitt
gebildet wird, wobei eine Struktur des wiedererwärmten verfestigten Abschnitts aus einer Änderung in einer
Struktur des geschmolzenen und verfestigten Abschnitts resultiert, wobei die Änderung kein Schmelzen bein-
haltet,
so dass eine Breite W0 des geschmolzenen und verfestigten Abschnitts, eine Tiefe d0 von einer Oberfläche
des geschweißten Abschnitts zu einem tiefsten Abschnitt des geschmolzenen und verfestigten Abschnitts, eine
Breite W1 des umgeschmolzenen und verfestigten Abschnitts und eine Tiefe d1 von der Oberfläche des ge-
schweißten Abschnitts zu einem tiefsten Abschnitt des umgeschmolzenen und verfestigten Abschnitts die fol-
genden Beziehungen aufweisen: 

7. Verfahren zur Herstellung einer Stumpfschweißverbindung nach Anspruch 6, wobei im ersten Schritt der aufge-
schmolzene und verfestigte Abschnitt durch Schlüssellochschweißen und im zweiten Schritt der umgeschmolzene
und verfestigte Abschnitt und der wiedererwärmte verfestigte Abschnitt durch Wärmeleitungsschweißen hergestellt
werden.

Revendications

1. Joint soudé bout à bout de matériaux en acier, les matériaux de base du joint soudé bout à bout étant une paire de
matériaux en acier, avec des portions d’extrémité des matériaux en acier mises en butée les unes contre les autres,
le joint soudé bout à bout comprenant une portion soudée formée de manière à s’étendre à partir de surfaces des
matériaux de base vers une portion intérieure des matériaux de base et à chevaucher les portions d’extrémité, dans
lequel

les matériaux de base présentent une concentration en carbone de 0,1% en masse ou supérieure et de 0,35%
en masse ou inférieure,
la portion soudée inclut une portion fondue et solidifiée et une portion refondue et solidifiée, la portion fondue
et solidifiée étant une portion résultant d’une fusion et d’une solidification des portions d’extrémité de la paire
de matériaux de base, la fusion résultant d’un premier chauffage à partir des surfaces, la portion refondue et
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solidifiée étant une portion résultant d’une refusion et d’une solidification de la portion fondue et solidifiée, la
refusion résultant d’un réchauffage de la portion fondue et solidifiée à partir d’une surface de celle-ci,
dans lequel la portion soudée inclut également une portion réchauffée solidifiée, la portion réchauffée solidifiée
étant une portion formée dans une région intérieure par rapport à la portion refondue et solidifiée et présentant
une structure résultant d’une modification d’une structure de la portion fondue et solidifiée, la modification étant
due au réchauffage, la modification n’impliquant pas de fusion, et
caractérisé en ce que :
une largeur W0 de la portion fondue et solidifiée, une profondeur d0 à partir d’une surface de la portion soudée
jusqu’à une portion la plus profonde de la portion fondue et solidifiée, une largeur W1 de la portion refondue et
solidifiée, et une profondeur d1 à partir de la surface de la portion soudée jusqu’à une portion la plus profonde
de la portion refondue et solidifiée présentent les relations suivantes : 

2. Joint soudé bout à bout de matériaux en acier selon la revendication 1, dans lequel une valeur de dureté Vickers
moyenne de la portion réchauffée solidifiée est inférieure à une valeur de dureté Vickers moyenne de la portion
refondue et solidifiée.

3. Joint soudé bout à bout de matériaux en acier selon la revendication 1, dans lequel une contrainte résiduelle d’une
surface de la portion refondue et solidifiée est une contrainte de compression dans une région centrale dans une
direction de largeur de la portion refondue et solidifiée.

4. Joint soudé bout à bout de matériaux en acier selon la revendication 1, dans lequel, au niveau d’une portion terminale
dans une direction circonférentielle de la portion soudée, une profondeur h à partir de la surface de la portion soudée,
d’une cavité formée dans la portion refondue et solidifiée et la profondeur d1 de la portion refondue et solidifiée
présentent la relation suivante :

5. Joint soudé bout à bout de matériaux en acier selon la revendication 1, dans lequel la portion fondue et solidifiée
résulte d’un soudage keyhole, et la portion refondue et solidifiée et la portion réchauffée solidifiée résultent d’un
soudage par conduction thermique.

6. Procédé de fabrication d’un joint soudé bout à bout de matériaux en acier, le procédé comprenant la mise en butée
de portions d’extrémité d’une paire de matériaux de base constitués de matériaux en acier les unes contre les autres
et la formation d’une portion soudée de telle façon que la portion soudée s’étend à partir de surfaces des matériaux
de base vers une portion intérieure des matériaux de base et chevauche les portions d’extrémité, dans lequel

les matériaux de base présentent une concentration en carbone de 0,1% en masse ou supérieure et de 0,35%
en masse ou inférieure,
caractérisé en ce que :

la portion soudée est formée par une première étape et une deuxième étape, la première étape incluant
la formation d’une portion fondue et solidifiée par fusion et solidification des portions d’extrémité de la paire
de matériaux de base, la fusion étant causée par un premier chauffage à partir des surfaces,
la deuxième étape incluant la formation d’une portion refondue et solidifiée et d’une portion réchauffée
solidifiée par réchauffage de la portion fondue et solidifiée à partir d’une surface de celle-ci, la portion
refondue et solidifiée étant formée par refusion et re-solidification de la portion fondue et solidifiée, la portion
réchauffée solidifiée étant formée dans une région intérieure par rapport à la portion refondue et solidifiée,
avec une structure de la portion réchauffée solidifiée résultant d’une modification d’une structure de la
portion fondue et solidifiée, la modification étant due au réchauffage, la modification n’impliquant pas de
fusion,
de telle façon qu’une largeur W0 de la portion fondue et solidifiée, une profondeur d0 à partir d’une surface
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de la portion soudée jusqu’à une portion la plus profonde de la portion fondue et solidifiée, une largeur W1
de la portion refondue et solidifiée, et une profondeur d1 à partir de la surface de la portion soudée jusqu’à
une portion la plus profonde de la portion refondue et solidifiée présentent les relations suivantes : 

7. Procédé de fabrication d’un joint soudé bout à bout selon la revendication 6, dans lequel, dans la première étape,
la portion fondue et solidifiée est formée par soudage keyhole, et dans la deuxième étape, la portion refondue et
solidifiée et la portion réchauffée solidifiée sont formées par soudage par conduction thermique.
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