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Table 1 Mechanical properties of base metals.

Fig.1 Optimum welding conditions.

Tensile )
Materials strength Elongation Hardness
(MPa) (%) (HK 0.025)
Welding direction
AZ61 286 11 85
A5052 237 12 95
Table 2 Welding conditions.
Pulse frequency F (H2) 20
Pulse width PW (ms) 2.5,5.0,7.5,10.0
Laser output Q W) 160~300 : A s
Welding speed V. (mm/min) 500, 600, 700 (PW=7. s, Q=260W) Imm
Assist gas flow late Ga  (¢/min) 30 Fig.2 Bead appearances of welded joints.
Backing gas flow late  Gb (¢/min) 30 (V=600mm/min)

Mechanical Properties of Laser Welded of
AZ61 Magnesium Alloy/5052 Aluminum Alloy Sheet.
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Fig.3 Macro- and microstructures of welded joints.
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Fig.4 Results of tensile shear test.
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Fig.5 Hardness distributions of welded joints.
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