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Development of Monitoring System for Weld Quality in Aluminum Laser Welding
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Fig. 1 Laser welding and monitoring system
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Fig. 3 Algorithm for quality prediction
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Fig. 4 Example of monitoring program

5 & &
=& g 28e gH 2o
1) &Fug doA &M ZYEHY & F
A= AEFE TS 4 2 ¥ A%
€ ASFso E4sAu
2) ol & 7INtez §3F9 FHAL AIT #
Je ¢aUFES AFW EdH HA I

1S o83t TEIAUL, °lF Z2IaYH
g
TR

1. M. Pastor, H Zhao, R. P. Martukanitz, and T.
Debroy : Porosity, Underfill and Magnesium Loss
during Continuous Wave Nd:YAG Laser Welding of
Thin Plates of Aluminum Alloys 5182 and 5734,
Welding Journal, 78-6 (1999), 207s-216s.

2. J. W. Yoon, Y. S. Lee, K. D. Lee, and K. Y. Park :
Effect of Filler Wire Composition on the
Solidification Cracking of 6061 Aluminum Alloy
Laser Aelds, Proceedings of the 2003 Fall Annual
Meetings of KWS, 41 (2003), 98-100

3. A. Sun and E. Kannatey-Asibu, Jr. ! Sensor System
for Real-time Monitoring of Laser Weld Quality,
Journal of Laser Applications, 11-4 (2001), 153-168.

4. Y. W. Park, H. Park, S. Rhee, and M. Kang : Real
Time Rstimation of CO; Laser Weld Quality for
Automotive Industry, Optics and Laser Technology,
34-2 (2002), 135-142.

- 151 -



