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Experiments on Welding of Ceramics
by Use of High Power Laser

C. Y. Byun®

Abstract

In comparison to the conventional brazing, laser welding of ceramics has adventages of direct bonding
without filler material, which causes the thermal stress due to the differences of thermal expansion
coefficients. In pulse-mode, laser welding of dispersion ceramic having high thermal resistance is possible
at relatively low preheating temperature of 1300C. In CW-mode, alumina can be welded at high prehea-
ting temperature 1500 T under the condition of low feed rate of 500 mm/min, respectively. Further
studies on developing mechanism of pores in the bead during laser welding of ceramics is required.
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