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Study on the porosity source of aluminum alloy welds
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Fig. 1 Measurement of electrical
resistance of bar shaped sample.
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Fig. 3 X-ray radiographic image of
rectangular bar samples containing pores.
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Fig. 5 Variation of electrical resistances
of weld metal using He shielding gases

with different hydrogen contents.
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Fig. 2 Variation of electrical resistances
of welds made using plates where
surfaces where pre-treated prior to
laser welding (10kW, 6m/min).

Fig. 4 Variation of electrical resistances
of weld metal made using filler wires
pre-treated prior to laser welding.
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Fig. 6 Variation of electrical
resistances of weld metal using
He shielding gases with different
flow rates and humidity levels.

-210-



