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Fig. 1 Whole distribution and its feature model of plasma

size signals in non-scanning laser welding

T8 2 R A B, B AR AN TR A5 T 3R
P05 B IR RS 500 A0 A 1 AR & A7 7 22 57
B, AER TR BRI 2 5528 ) oA v A —
A3 A Y B B DX IR, e X B AT DAk 31 45 B T AR T
BUGES e rp B A5 5 50 BE B, i T (e
(gl EREZ TS TE A S S N e N (Y
feBEH, R o] A0 A IR A A R 1) — TR AR S T T 2
B, HCR I, i T5 S5 R A B R S R A
PRI ARSI AL (8 A5 R R /N — P R 2 R g 22
SRMEAFAE—E B B, 75 55 3 RS 5 5 Ko A
e ST NN S =R AR DV o B =N OE L
FERUE, il 2 WP R SEE R R IEN

@ =0 (Xpu) (1)
K o HIAE ;0 N T FUE SR % 5
A0 PRy, S B TR ARG SR % R A
KA (% ).

P N R =g 151 o T S S o 5 3
LD LI AN B X3l P A ) R 2 X S8 4 A0 R
FEAEAER, FOR BB S M &R 2 52 313k 28 55 B0
B M A R R ) B R . B S R
BT | H AP A AR AR X S A RO T P AR
P SRR, SC R R Al A 45 B AR T BUE
B AR P AR AE S50 R B sh 8, HAUE vl AR 35
SEBRAT 5 B9 HE 5 % R 43 A AR B B (B R AR a0
E 2w s, Bl i Rk =

B = fc A D) | (k) - dk (2)
Ao . g AEEENE ; € A ELEITE A E NG S
YN AT — UG TR o (k) A kS5 A ARE
RIEPEE D) M kS SEAER 5.

£1:8 %37 %

30

S

<)

wm 151

¥

ES
0

EGRER S (BER)

B2 SHiEAR
Fig. 2 Diagram of parameter explaining
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Table 1 Results of circular scanning laser welding with
different frequencies
JCHRERE S JBIA f/ Ha SALE (%) BEN{E W

1A41 60 0.5 8.76
1A42 80 0.4 7.07
1A43 110 0.3 7.12
1A44 130 0.6 10.62
1A45 150 1.0 12.96
1A46 170 1.2 14.12
1A46 190 1.5 16.27
1A48 240 1.7 19.66
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Fig. 3 Contrast detection results of different welding types

(laser power 4000 W)
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Fig. 4 Linear relationship between restless parameter and
porosity
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