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— Abstract jﬁ

We have studied on welding dissimilar materials of cold-reduced carbon steel sheet and stainless steel sheet together
by using laser beam. It is well known that stainless steel is so strong againt rust and heat, while cold-reduced carbon
steel is widely used in various parts of industry. In this research we have performed some experiments to know the
possibility of welding dissimilar materials using laser beam by adjusting the power output of 3kW laser. Other
conditions of the experiments were as follows : the welding speed was varied in the range between 2m/min and 7m/min,
argon gas and helium gas were used as shield gas, the flow value of shield gas was ranged between 10¢/min and
300/min, and the gap of two materials was ranged between Omm and 0.3mm. In order to ascertain of the welded
surface, we have done the tensile strength testing, the hardness testing and the microscope observation. As a result,
we have found that tensils strength was the highest at the condtion of the welding speed of 4, the flow value of
208/min, the gap of two materials 0, and the use of helium gas.

Above testings have also showed that the tensile strength was generally satisfactory since the penetration of welding
was almost complete due to the thinness of the materials. In addition, the formation of the welded area was excellent
when it had the highest tensile strength.
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Fig. 2 Schematic illustration of butt welding
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