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Weld pool monitoring of edge joint in pulsed Nd:YAG laser welding
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(a) edge joint with thickness change (b) monitoring parameters

Fig.1 Target and monitoring parameters
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(a) 0.4ms time delay

(b) 1.0ms time delay

Fig.2 Weld pool images with time delays
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Fig. 3 Time delay for weld pool monitoring
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Fig. 4 Penetration and welding parameters
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Fig. 5 Weld pool size and welding parameters



