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A Study for welding characteristics of both-sided laser welding
between steel sheet and sintered metal
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Fig 1. Schematic drawing of saw blade
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Fig 3. Comparison of depth vs. welding Fig 4. Comparison of depth vs. welding
speed for varying power levels in speed for varying power levels in low
sintered cobalt. carbon steel.
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Fig 5. Comparison of the area of overfill
and porosity at various of energy inputs
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Fig 6. Comparison of the area of overfill
vs. welding speed for varying power levels

in sintered cobalt.

Welding Method
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Fig 7. Comparison of bending
strength of both sides in saw
blade at different welding
methods
A. Both-sided laser welding

at twice.
B. Both-sided laser welding

at once.
C. One-sided laser welding

for once.

Fig 8. Microhardness profile
across the welding zone of
segment tip and shank
A. Both-sided laser welding
at once.
B. Both-sided laser welding
at twice
C. One-sided laser welding

for once.



