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Observation of laser induced plasma in welding of steel
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Table 1 Chemical compositions of base metal

C Si Mn P S Ni Cr Cu

0.14 0.43 1.02 0.018 0.050 0.20 0.44 0.24

Table 2 Test conditions of high speed photometry

Gas(Ar) flow rate Filming condition Welding condition
0 ¢/min, Camera: PHOTEC-4 Beam mode: TEMgi*
Lens : 200 mm Power: 2.1 kW
10 ¢/min. Speed : 5,000 fps Speed: 1.2m/min,
Film : Kodak 7297 Focus: -1 mm
40 ¢/win, E1 250

Fig.1 High speed filming results(LIP) Fig.2 Humping bead formation



