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A study of infrared surface temperature measurement on CO; laser
welding(2)
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Figure 1 Sketch of the surface temperature measurement system
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Figure 2 Relationship between heat

input and penetration depth of 1.2mm
thick cold rolled steel sheets
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(b) 1500W and (c) 2000W

temperature profile
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Figure 4 Relationship between penetration
depth and maximum temperature
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Table 1 Regression results for the relationship
between penetration depth and maximum

temperature
a Yo R?
6 mm 0.0017 -0.7644 0.9851
8 mm 0.0013 -0.2672 0.8856
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