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Evaluation of the welding joint of A5052 aluminum alloy and mild steel sheets with pulsed YAG laser.
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and bead appearances.
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tensile strength of welded joints.
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Fig.7 Hardness distribution of welded joint.
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Fig.8 Macrostructure of welded joint.

Al Map Fe Map

Fusion zone analyzed by EDAX analysis.
(L=1.7mm OLrate=45%)

Fig.9

SE R

1) WBEEN, “OVULRAYAG L—HIZk D
5052 T LI =17 Kid & KRR O
SR EIE R P SRR
55 51 B BAr sk s (2012)
Al 5 303 ‘

2)  FILIER], /NIFnE, gk, T
7 F v REiA W — MERPUARBEE DM
S/ TV = AORMBEAICET D
e GEUR) - et aim B
Hl4k H25 p.314-320 (1996)

— 710 —



