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A Study on the Butt Welding of Zircaloy-4 Sheets Using Nd:YAG Laser
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ABSTRACT Laser beam weldability of Zircaloy-4 was investigated using a pulsed Nd:YAG laser
of H50W average power. Mechanical properties and microstructure of laser butt welded
Zircaloy-4 test specimens were examined. The influence of laser generated during laser welding
was analyzed and optimum laser welding parameters were investigated.
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Fig.3 Effect of defocusing on th weld formation
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Fig.4 Microstructure of laser Beam welded Zr-4 specimens
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