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The characteristic of strength weld according to patterns of
weld bead on CO, laser welding
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ABSTRACT

In the remote welding system using CO, laser, laser beam can be rapidly transferred to a workpiece

by moving mirrors of scanner system. So, it makes reducing the cycle time of welding process. We can

also use and apply various patterns of weld beads by linear controlled mirrors. But most of the domestic

car makers have usually applied use stitch-shaped weld bead. In that case, we don't have the merit of

remote welding system efficiently. Therefore, in this paper, we investigated the characteristic of weld

strength according to patterns of weld bead on CO, laser welding. And we also studied the relationship

between shape of weld bead and value of tensile load.
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Table 1 Chemical composition of specimen(wt.%)

Material C Si Mn p S
SPRC 0.08 | 0.02 1.38 | 0.017 | 0.003
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Fig. 2 CO; laser resonator with scanner system and
control computer.

Fig. 3 Laser welding system and jig.
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Fig. 4 Bead patten for laser welding system and jig.
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Fig. 5 Photograph of front bead, back bead and fracture
of specimens.
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Fig. 7 Micro structure for each geometry of weld bead.
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Fig. 8 Joining width for each geometry of weld bead.
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