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Welding characteristics of Dissimilar Metal by High Power Laser

Ho-Jun Shin*, Young-Tae Yoo, Kie-Gon Im"™, Dong-Gyo Ahn™"

ﬁl Abstract Ir

speed, shielding gas, and wave length of laser were tested.

Key Words : Laser welding (&]o]%] &%), Dissimilar welding (0]5-8-5), SM45C (&

For many years and primarily for economical reasons, Dissimilar Metal Welds have been used as transition joints in
a variety of equipment and applications. But Dissimilar Metal Welds have several fabrication and metallurgical drawbacks
that can often lead to in-service failures. In this paper, the laser weldability of STS304 stainless steel and SM45C at dissimilar
metal welds using a continuous wave Nd:YAG laser are experimentally investigated. An experimental study was conducted
to determine effects of welding parameters, on eliminating or reducing the extent welding zone formation at dissimilar
metal welds and to optimize those parameters that have the most influence parameters such as focus length, power, beam
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Fig. 1. Schematic diagram of the experimental setup
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Fig. 3. Effect of travel speed on the weld penetration
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Fig. 4. Effect of laser power on the weld penetration
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Fig. 5. Effect of travel speed on the weld penetration
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