dolA BHEA vAe Bxrlie] 4%

Effect of assist gas on laser weld formation
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Table 1 Chemical compositions of test material

C Si Mn P S
0.12 0.41 0.75 0.01 0.01

Table 2 Laser welding conditions

Laser source Carbon dioxide / multi mode
Power 24 kW (CW)

Focal length 190 mm

Position of focus - 05 mm

Gas flow rate 10 - 60 I/min

Nozzle 5.0 mm dia. / straight

Fig. 1 Effect of assist gases on weld formation.



