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Table 5.2.1 Experimental condition. (Shielding gas)

Welding speed, m/min

Laser power, W 1500

Spot shape, mm ¢0.1
Laser irradiation angle, deg 10

0.74

Ar shielding gas, L/min 20

25

Table 5.2.2 Experimental condition. (Welding speed)

Ar shielding gas, L/min

Laser power, W 1500

Spot shape, mm ¢0.1

Laser irradiation angle, deg 10
Welding speed, m/min 0.6 0.74 0.96

20

Fig 5.2.1 Fixture.
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Fig 5.2.2 Experimental appearance.

, EERE%Z

Figh.3.2 1277, WiEIIFRGEEZ oIk LB L-. BrEEE» D, WE 25L/nin OFETIIT LV
T ORETIT VR BRESBBEFICRE L, EEBA~NZATE LI R L Rolzl-d T VI Uk

&1 20L/min & L T.




10mm Welding direction

(¢) 25L/min

(b) 20L/min

Fig 5.3.1 Bead appearance. (Shielding gas)

(d) 25L/min
Fig 5.3.1 Cross-section. (Shielding gas)
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Fig 5.3.3 Bead appearance. (Welding speed) () 0.6 m/min
Fig 5.3.4 Cross-section. (Welding speed)




0.5mm

AA5052 AA6061

10mm Welding direction

(m) 0.96 m/min

(D 0.74 m/min

Fig 5.3.5 Bead appearance. (Butt welding)

(n) 0.74 m/min

Fig 5.3.6 Cross-section. (Butt welding)
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