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High speed key-hole welding by fiber laser
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ABSTRACT

The present study examined the characteristics of high speed welding thin metal sheet using

single mode fiber laser of averaged maximum output power 300 W. Due to the fiber laser that

has a good quality of beam can make a very small focusing beam size, thin metal sheet welding

and high speed key hole welding can be performed by high power density.
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Fig.1 Experimental set up
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Fig.2 Focusing beam size (diameter of 1/e®)
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Fig. 3 Power density of (A) , (B) optical system
( Output power of Laser beam: 300W)
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Fig.4 Bead formation in different beam
power & welding speed
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Fig.5 Photographs of bead Cross section
( STS304 , Thickness:50um)
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Fig.8 Bead formation in different beam
power & welding speed
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