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Autogenous Welding Properties of Aluminum Alloys by Multi Wavelength Laser

Jeong-Mook Kim, In-Ho Kim, Byung-Kew Choi and Jong-Do Kim
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Table 1 Chemical compositions of aluminum alloys

Si | Fel Cu | Mn | Mg Cr 7n Al

A1050[0.25| 0.4 | 0.05 [ 0.05]0.05| - |0.05 | bal.
A3003[ 0.6 | 0.7 0.1 | 13| - | - [ 0.1 | bal
A4047]12.0| 0.6 | 0.30 [ 0.15 | 0. 0.20 | bal.
A5052[0.15 0.3 |0.015/ 0.04 0.009| bal.
A6061| 05| 0.7 | 0.25 | 0.15 0.25 | bal.
808nm . Vision 1064nm
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Fig. 3 Configuration of optics
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Fig. 7 The shapes of A3003 weldment by multi-
wavelength Laser
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33 U2EM AE(He leak test)
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