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Invegtigation o the porosity defect phenomenon during
laser welding of powder metal material

Zhou Jinxin, Tang Xiahui , Zhou Yi , He Yanyan, Zhu Gudu
(Inditute of Laser Techrology & Engineering ,HUST ,Wuhan ,430074)

Abdract: Welding porodty is the main defect during laser welding. In this paper we briefly andyze the mechanism of
engendering pores in powder metad meaterid (FM) ,and gudy the irfluence of welding peed and active gas for welding porosty
defect. We find that the pore number will be reduced through depresing metdlic vapour if welding geed is increased with
oongant laser power. Usng N, ,O, as active gas the fluidity of the meting metd can be inproved , blowholes may be avoided.
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Table 1 Technicd parametersdf PM sntering
conponent dnter temparature/ snter press/’ (MPa- m™?) density/ (g-m™9) gedific reddivity/ Q- m) shidding anogphere
100 % Fo 820 0.68 7.9 8.6x10°® reduci bility
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