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Spectral Analyses of Light and Acoustic Emission in Laser Welding
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Fig. 2 Comparison of AE and LE near
initiation of laser irradiation
measured during pulsed CO, laser
welding of A5083 alloy
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Fig. 3 FFT results of LE signals Fig. 5 Raw AE and LE signals measured
measured during CO; laser in Fig. 4(b), showing drastic
welding of STS304 at various change in signal intensities after
welding speeds in He gas. formation of unsound beads.
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