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Study on Keyhole Behavior Based on Image Processing of High-Speed Photography
~—Analysis of Keyhole Phenomena in Laser Welding (Report. 3)—

by Kiyoyasu Ishikawa, Takuomi Maiwa, Noriaki Nishi, Etsuji Ohmura and Isamu Miyamoto
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Fig. 3 Transition with time of plume area in the
images taken at aiming angle of 5 degrees in full
penetration welding of steel 0.8 mm thick
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Fig. 5 Transition with time of plume area in the
images taken at aiming angle of 60 degrees in
partial penetration welding of steel 4 mm thick
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Fig. 4 Images of plasma plume by high-speed
photography in partial penetration welding of
steel 4 mm thick. Upper and lower images are
taken at aiming angle of 5 and 60 degrees,
respectively.
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Fig. 6 Transition with time of plume arca in the
images taken at aiming angle of 5 degrees in
partial penetration welding of steel 4 mm thick
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Fig. 7 Frequency of blowing-out angle of plume

from keyhole opening in partial penetration

welding of steel 4 mm thick
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