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A study on monitoring and classification of laser weld quality
in high tensile TRIP steel for car body
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Table 1 Weld quality classification
Tensile Bead .
Class Strength Width Quality
Class I B B
Class II B M Good
Class III M B
Class IV M M
Class V M L
Bad
Class VI L M
Class VII L L
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Fig. 3 Bead width according to
welding speed
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Fig. 5 Example of classification program
(class II)



