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Fig. 1 Schematic experimental setup for Fig. 2 Schematic arrangement of X-ray transmission imaging
observation of  laser-induced system for observation of keyhole and porosity in
plasma and spatter laser welding
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Lap welding; P=6kW, v=lm/min, fe&=-2, tp(sem)=S(30)+L(60), He(15 ¢ /min),
n=1,000FPS, $~1/20,000
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Fig. 3 High speed photographs of laser-induced plasma and spatter in lap welding
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Lap welding; P=S5kW, v=15m/min, #(m)=S(15+L1(30)+L,(30), f=0(~381mm), G.(mm)=0,
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Fig. 5 X-ray transmission images of kyehole and bubbles or porosity during CW CO; laser lap
welding of primer-coated steel
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