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A study on the thermal behavicr characteristic of LASER welding
joint by numzrical simulatior
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(a) Top-view (b) Side-view
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(c) Front-view

Fig. 1 Temperature distribution considered moving heat effect
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(a) Welding speed 0.5 m/s (b) Welding speed 0.6 m/s

Fig. 2 Comparison of temperature distribution due to the welding speed
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Table 1. Welding parameter
Power Welding speed Shielding gas Focus Pulse mode | Active medium
6 KW 0.3 ~ 06 m/min N, -1 mm CwW CO:

Fig. 3 Specimen size (Unit:mm)

-122 -




(a) Cross-Section
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