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Effect of Welding Conditions on the melting characteristics and defects
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Fig. 1 bead shape of A7NO1 alloy with various laser power
(welding speed: 4m/min)
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Fig. 2 bead shape of A7NO1 alloy with various welding speed
(laser power: 4kW)

< 4F A A A A

E

E 3 A A A A

°

o

a 2 A A A @

o

:g il A ° PS A 3¢ Sound bead : () Partial penetration

° @ Full penetration

= 2 2 A 1 Poor bead : A Partial penetration
0 4 5 6 7 ’ A Full penetration

Laser power ( kW)

Fig. 3 Classification of bead shapes
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Fig. 4 Susceptibility of porosity according to welding speed
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Fig 5 Classification of porosity according to occurred region

3. $34d449 2334
AdukAQ AlIgFe dolA fHAdE dge TS TATY ¥A FES 2 APAd @
g B5sEW Table 13 2ok, 248 #9L center lineg @et & FE(Cwo), TAZAT T
(Cwp), HAZAI A weld metal2 $AF #9, 2=8A¢ vehd 7, 835 7 UA JH9
ripple lineg wa Jeld FEEo] #2EHAY FIEFAA S Yebd okl Fig6e 29 §HSE
=7} Im/ming @ #lolA £¥o] 4, 5,6, 7 kW, $HEE7 2m/min¥ o HolA EHo| 6, TkW

-120 -



281 EHEE7E 3m/ming W #HolA EHo] TkWRl A S-olE cracke] #AEHA Agton o
oj9je] ZANMT cracke] #ZHUH. TAE 7153 wAAA L BFEAH} N BEEY2E
FoIA Blastd B FigblAE & F %ol @59 ZAfde Zdo] #AHA ok, ud
9 Aoz F2 FFHAG

Table 1 Classification of crack

Type Position Shape
Cwc WM Vertical
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Fig. 6 Susceptibility of crack according to welding speed

and laser power
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