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Schematic diagram of high-throughput laser weld-
ing characteristics test method
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Fig. 2 Determination method of defocus of “sawtooth pla-
te” laser beam
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Fig. 3 Schematic of sawtooth melting width measurement
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15 KW; (d) 20 kW; (e) 25 kW; (f) 30 kW

Effect of laser power on weld formation at different positions on sawtooth plate surface. (a) 5 kW; (b) 10 kW; (c)
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Fig. 5 Effect of laser power on weld surface forming quality. (a) 5 kW; (b) 10 kW; (c) 15 kW; (d) 20 kW; (e) 25 kW; (f)

30 kW

-20[P=5kW: P=10kW; [P=15kW; [P=20kW; [P=25kW; P=30kW ;
-15} i i i ; i X i; ; % Pl
g -10} 13 i ¥ i H P
E st } i £ 4 ot ¢ S A
S 0 g e 1 J b T . e S T
O S T et i i = - S I
& Sr ¢ E B ! 3 X 7 ®
T 10} (R ;1 £ ¢ L s 3 &

15+ { 3 Z

20 & A e =ml .i’. @ F .“‘:. S -.;'x. .""::

-3-113 =3-113 -3-113 -3-113 -3-113 -3-11 3

J5 58 wimm

E 6 AEBMAEIIETEESXEEELEENII
Fig. 6 Relationship between different defocusing distance and sawtooth melting width
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Fig. 9 Effect of defocus on spatter formation at 10 kW.
(a) variation of spatter area; (b) number of spatter
varies
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