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Laser welding is an important technology in the assembly of automotive. In this paper, Nd:YAG
laser welding of applications for auto body assembly will be introduced. This paper will describe
characteristics of the CW Nd:YAG laser lap-joint welding, and laser welding of specific
configurations for a Zinc-coated steel. Experimental results indicated that the weld quality of auto
body assembly using the CW Nd:YAG laser welding technology.
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