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TRANSACTIONS OF THE CHINA WELDING INSTITUTION
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Fig. 1 Schematic drawing of laser beam trajectory
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Fig. 2 Schematic drawing of welding system

B3 NBEOETR N 5 kW EE R 2 m/min FE
R OGBSI (AR 48 B B AL A . AT
DI R RIS i HAUE/NLAVR AL, X5
R R KA BB O DGR S i 4
SRR TAR R AR, AR B T AN R /NFL A AL
] A A 375 KR . I R FH OIG A OR 48 6 4% 3R 1T A
R X SN R AE HEAT TR | R KR4 vh /<,
FLIEBL. SR Matlab K2 Origin %A% /NFL I A% A 45
BT AOCTE BRI A7 A BN GE 3T, RAS /N FL A 1 A
B B OIS RRIE 1 AR At 2.

(b) IEHIXTR{%

(o) AL RS

() REFRIMSEM{S

(d) R EER

3 SERAKFEHIEEMFERSFLS T (5 kKW -2 m/min
-0 mmbD;)
Fig. 3 Weld quality under parameter
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Fig. 4 Weld quality of titanium alloy under different process parameters
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Fig. 5 Keyhole images with beam weaving welding and non-weaving welding(5 kW, 2 m/min)
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Fig. 6 Plasma images with beam weaving welding and non-weaving welding (5 kW, 2 m/min)
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Fig. 7 Variation of plasma spectrum intensity with beam
weaving welding and non-weaving welding
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Fig. 8 Force state of keyhole wall in laser welding
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