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Pulsed Laser Weldabilities of Electron Gun Parts in Braun Tubes (ReportIl)
- Effect of Assist Gas on Laser Weldabilities -
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- Bead on plate spot welding, STS 304 (0.6mu(t)), 6.84)/p, 12.5ms, f4=0, GI600
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Fig. 2 Variation of weld bead shape and induced plasma by shielding situation.

- Bead on plate spot welding, STS 304 (0.6mm(f)), 20ms, f3=0, GI600
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Fig. 3 Spattering situation in atmosphere and N shielding gas.
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- Bead on plate spot welding, STS 304 (0.6emm(t))
- 8.45]/p, 20ms, fi=-1, GI600,, shield gas: N
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Fig. 4 Variation of shape weld bead by shielding condition.
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Fig. 6 Variation of weld bead shape and bead appearance for shield gas species.
(Nozzle position : 10mm from weld spot)
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