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CO, Laser Welding of Titanium
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This paper describes the technical merits of CO, laser welding for titanium using simple shielding

system. As the results of CO, laser welding for titanium plates, excellent mechanical properties were

obtained without after shielding. It was found from the results of calculating the thermal fields of

specimen during the welding process that in the laser welding , both temperatures of the welding zone

and of the heat affected zone rose rapidly as the heat source was approaching and subsequently fell

rapidly after the heat source passed through. So atmospheric contamination (oxidation and nitriding)

in the laser welding was thought to be less than in the TIG arc welding.
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Schematic diagram of laser welding system
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Relationship between tensile strength and welding parameters
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