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Fig.1 Shape and size of specimen.

Table 1 Laser welding conditions.

Laser output LOW) 500
Pulse width PW(ms) 2.0, 4.0, 6.0
Pulse frequency | FR(Hz) 20, 30, 40
Welding speed | V(mm/min) | 588~1512
Over lap rate OL(%) 10~30
Gasflow | Assist | GA(2/min) 25
rate | Backing | GB(¢min) 25
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Fig.2 Relation between welding conditions and
bead appearances.

Pulsed YAG Laser weldability of Al alloy, pure Ti, pure Cuand Mg alloy sheets.
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Fig.3 Tensile strength of welded joints.
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Fig.4 Hardness distributions of welded joints.
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