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In-Process Monitoring of Weld Qualities using Multi Photo-Sensor System
in Pulsed Nd: YAG Laser Welding
- Study on High Power YAG Laser Welding (Rept.2) —
by T.Ikeda, T.Kojima, I.Miyamoto, T.Ishide, S. Tsubota and T.Nagashima
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Fig.2 Spectral sensitivities of Fig.3 Typical relationship between
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Fig.1 Experimental setup for
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Fig.6 Laser-keyhole opening interaction.

z o K ~0.06

g HEisking velocity S “ <995 [Hinger part

S 0.08 [ Oy | o keyhole D e, 2 004 b

= i & .04 | opening N s o

— 0.06 et S S 4

: «% | 3 : &

Q 2 \2! E E )-

2 0.04 oe¥ §0.02 stV = 0.02 Ty

509 [a 5> 0e §o.01 |

g’ 90 sensor [7’ U_) .

’ ° , , : Y A A A 0 A ! 1

0 2 4 6 8 0 2 4 6 8 0 ) ) ; 5
Penetration depth (mm) Penetration depth (mm) Penesation depth (om)

(a) (b) "

Fig.5 Estimation of penetration depth (t=22mm).
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