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Effect of Welding Conditions on the varing microstructure of weld metal
in A7NO1 alloy by CO; laser welding .
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(a) 4 kW (b) 5 kW | (c) 6 kW | _ (d) 7 kW

Photo. 1 Macrostructures of bead of joints welded with laser power.
( welding speed : 1Im/min )

(a) lmin . | b) m/min [ () 3m/min

Photo. 2 Macrostructures of bead of joints welded with welding speed. (laser power:7kW)




Photo. 4 Microstructure of bead of joint welded and solidification types
with Im/min welding speed and 7kW laser power.( laser power : 7TkW)
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