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A Study on the Solidification Microstructures
in CO; Laser Welding for High Strength A7N01 Alloy.
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Photo 1 Macrostructures of bead of joints welded with laser power.
( welding speed : lm/min )
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Photo 3 Microstructures of bead of joint welded with 7kW laser power
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(E) equiaxed dendrite

(C) cell (D) cellular dendrite

(A) cell (B) cellular dendrite
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Photo 4 Microstructures of bead of joint welded and solidification types
with lm/min welding speed and 7kW laser power.( laser power @ 7kW)
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