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Effect of Welding condition and Pulse shape on YAG Laser
Weldability of 7NO1 Al alloy
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Table 1 Chemical composition of 7N01 Al alloy

. Chemical Composition(wt%) Treatment
Materials - .
Si Fe | Cu | Mn{ Mg | Cr | Zn Ti Al | Condition
TNO1 0091018 (010{041 { 1231019 | 4521} 002 | bal TH*

¥ * aging(120C X 25hrs)
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Fig. 1 Bead shapes of laser spot weldig in 7NO1 Al alloy with various lamp power.
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Fig. 2 Bead shapes of laser spot weldig in 7NO1 Al alloys with various pulse time.
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Fig. 3 Fractographs & EDX of welding fusion zone in 7NO1 Al alloy
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Fig 4 Fractographs of welding fusion zone in 7NO1 Al alloy
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