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Prevention and m echanical analysis of porosity foormation in pulsed
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Abstract Porosity fomatbn n high pow er laserw e ding which is rlated to the characteristics of high pow er hserweldng
is an m portant pob lem of welding quality The pulsed CO, hserweldingw as emp byed to prevent powsity in partial penetration
The expermental resulis reveal that the porosity ratb decrease with increasing pulse frequency when the pulse frequency & bebw
S0H z and is nearly kept constant in the range of S0H z~ 200H z M oderate ncrease of the duty rato is benefit to the reduction of
pomwsity
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Fig 8 Porwsily fomation process during pulse laserweld ng
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