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A Study on Inconel 600 Laser Welding Characteristics
by Optical Fiber Transmission
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INPUT COUPLING

OPTICAL FIBER

QUTPUT COUPLING

Fig. 1 Optical! fiber beam delivery system

Table 1 Chemical composition & mechanical properties of Inconel 600

Element C Mn P S Si Cr Ni Cu Fe

wt (%) | .03 .22 - .00l .11 15.48 74.38 .36 9.42
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Fig. 2 Penetration depth and bead width dependence on defocus
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Fig. 3 Peneration depth and bead width dependence on pulse width
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Fig. 4 Penetration depth and bead width dependence on pulse energy
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Fig. 5 Comparison of penetration depth and bead width
in various shield gas
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Fig. 6 Comparison of penetration depth dependence on
pulse shaping modes
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