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Characteristics of Light and Acoustic Emission in Laser Welding
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Fig. 2 Comparison of AE and LE near initiation of laser

irradiation measured during pulsed CO, laser seam
welding of A5083 alloy.

FFT results of LE . P1i=5 kW, v=100 mm/s, fa=0. in Ar
SUS304 (10 mm*); P1=5kW, fe=0mm, inHe
25 mm/s
0.003 1
0.002
0.001
0 »
, 100 mmy's
~ 0.001
3 /
S ———w Welding direction o
" 0.0005
3 Fig. 4 Examples of sound and unsound CO,
3 " laser weld beads formed in A5083 alloy.
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Flg 3 FFT results of LE signals measured Fig. 4(b), showing drastic change in

during CO, laser welding of STS304
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