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Table 1 Chemical compositions of base metals.
TP340C Pure Titanium

H o} N Fe Ti

0.002 0.1 0.01 0.07 Bal.

5052 Aluminum Alloy

Si Fe Cu Mn | Mg Cr Zn Ti Al

0.09 | 0.27 | 0.02 | 0.02 | 2.45 | 0.20 | 0.00 | 0.01 | Bal.

Table 2 Mechanical properties of base metals.

Tensile
Elongation Hardness
Materials strength
(MPa) (%) (HK0.025)
TP340C 343 43 149
A5052 274 9.7 87

Table 3 Laser welding conditions.

Laser output Q (w) 140~380
Pulse width PW (ms) 7.5
Pulse frequency f (Hz) 20
Welding speed V  (mm/min) 600
Laser head angle 5] (deg.) 20
Shielding gas Surface Gs (2/min) 30
flow rate Backing Gb  (2/min) 30

The Effect of Insert Metals on Lap Weldability of Pulsed YAG Laser Welded Sheets.

Kan WATANABE and Toshikatsu ASAHINA



WA E L, m KRB J) 5500 (&
j(/\/lxxa:zlexﬂ?»—.mj)@/\/l/x
YAG L —WEEEEAMSEHL, L—H
HMAORREEEOMARIZ LV &KX
400W LA Pz ®E Lz, WESM%
Table 314, L—H -~y KL, ft
M6 O H % BT D720
M A2, BB VI L A o5 Mt
LI TWB 20° L. Lo

XL E S B EE 80mm D L X & fF
L, EAfMEZHAMOEmE L.
V=NV RKRTABIONNy 7 v — L K
H AN Ar &2 L, i & R
F X DAL EBIET D20 S
KRR ® 300/min & L7-. WHILE
AR E 20mm 3%, WES EITELE S
miZxt L CEAELE., T =w
LB ZEL, -0 —¥K
ERE LT WVWE®, EREEEZELE
Wi Ti, 2O FicA % — M, T
M2 AB052 L L7, £ % — D
JE &% 100pum & T 5728, THLZEN
DEH I0MERDZ L TEREIT-
7= .

BonzfkFlZoOoWNTE— FAE
B, MTREE O~ 7 o R %S
ZATo7-. 7=, #F %0 25mm O H
FlomIT L, sl REAMRARE LV
g if £ 6.6mm CTEIFTRR 21T -
7=
3. ERBREPSLUEE
3T AVH—FHELTDATDHER

Table4 & f A % — b2 AW
rHAEOwEESEERT. 4P —
M LT Ag AT D LT, It
BN & A BRI e Y IR
Loz, ZoOZ X, Ag OFLEN
1235k T & v, A5052 o fhfig iR B
(922K) Itk L TEL, AfzEoD
PERE L 720 % — &R — L D JE RS N
Lol THDH Y. Z OREEIX
Zr B LONL & H#g L TH, [FAEED R
ENRBELONTWDL I ERHALNE R
S, L2 L, Ag D@ S Zr B X O
Ni @S s LT B00K % L < i
U EEWEY, Bifse— %

Table 4 Relation between insert metals and

welding condition (PW=7.5ms).

Insert metal

Laser
output (W)

N
N
z
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Fig. 1 Typical bead appearances of welded
joints.
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Fig. 2 Macrostructures of welded joints.
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Fig. 5 Relationship between tensile shear load and insert metal thickness.
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