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Micro welding with fiber laser and its applications
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Table 1 Chemical composition of Mg alloy AZ31 (mass%)

Al Zn Mn Si Cu Mg

328 | 084 | 034 |0.061 |O% 1956

‘__Collimatcd beam
{Dia: 4. 5mm)

L. > Condensing lens

{£:200)
Shield Box
AI 328 ‘Weld direction

Fig. 1 Experimental set up
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Laser P: 300W
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Thickness: 1.4mm B B:Widh
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Fig 2 Characteristics of bead at different
welding speed
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Fig 3 Cross sections of bead at different welding speed
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Materials: GA( t=0.7mm) + GA(+=0.7mm)
Power300W, Speed:1m/min, Shield gas: Ar

Fig 4 Top surface & Cross sections ofbead in lap welding
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Materials: Mg (+=04mm) + GA(+=0.7mm)
Power:300W, Shield gas: Ar
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Fig5 Cross sections of bead in lap welding
(Mg alloy ~ GA steel)
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Power300W, Speed Sm/min, Shield gas Ar

Top bead surface

Cross sections

Fig 6 Top surface & Cross sections of bead in lap welding
{ GA steel - Mg alloy )
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