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Feedback control of laser welding diamond saw by acoustic signals

Zhuang Qiren, Zhang Wernzhen, Chen Weizhong, Du Xuri
(Department of Electrical Engineering and Automation, Huaqiao Unwversity, Quanzhou, 362011)

Abstract: The diginctive acoustic signal emited by plasma while laser welding diamond saw is regarded
as a signal which is produced when a carrier wave with frequency of 16kHz is modulated with a periodical signal
wih frequency of 300Hz. A method to obtain the diagnestic signal, the acousic feedback control system and the
principle of laser welding diamond saw are described in the paper. Experimental resuls prove that in terms of
welding qualities, acoustic feedback method is better than ordinary laser welding method.

Key words: diamond saw laser welding diagnostic acoustic signal feedback conirol

[1~3]

(00}

( 16kHz )
300HZ"




25 3

171

1
2
2.1
Mn Cr
, f100mm, 1.2mm;
,  2mm, 6mm,
Ni G
0. Imm
Al x(e)
seomor | \[ampiitter | ekt miter radiodtector— A (1)

utator]y 300H filter

et 2

Fig. 2 Schematic diagram for obtaining the diagnostic acoustic
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Fig. 3 The relatiorship between the intensity of diagnosgic acustic signal and the

welding depth i different laser power
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Fig. 4 The relationship between the intensity of diagnostic acoustic signal and the weld
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