The effects of nozzle shape and gas pressure on the weldability of
A3003 Al thin sheet by Nd:YAG laser beam
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Table 1. Nozzle Conditions
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Table 2. Experimental design of gas pressure and flow rate
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Gas Conditions

Fig. 1. Relative max. temperature comparison with gas conditions

Fig. 2. Temperature distribution Fig 3. Cross section of specimen
and detecting area after welding
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Fig 4. Surface contamination of C2 nozzle
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