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A study on the real time quality estimation in laser tailored blank welding
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Abstract

Welding using lasers can be mass-produced in high speed. In the laser welding, performing real-time
evaluation of the welding quality is very important in enhancing the efficiency of welding. In this study, the
plasma and molten metal which are generated during laser welding were measured using the UV sensor and
IR sensor. The results of laser welding were classified into five categories such as optimal heat input, little
low heat input, low heat input, focus off, and nozzle change. Also, a system was formulated which uses the
measured signals with a fuzzy pattern recognition metbod which is used to perform real-time evaluation of the
welding quality and the defects which can occur in laser welding. Weld quality prediction program was
developed using previous weld results and statistical program which could show the trend of weld quality and
signal was developed.
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Fig. 1 Schematic diagram of monitoring system
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