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The relationship between plsn a optic signal and penetration
depth during partiakpenetration hser welding

WANG Chun-m ing, HU Lun~i H U X i-yuan
(Deparm ent ofM ateriak Science and T echnology HU ST, W uhan 430074 Ch ina)

Abstract At sane process conditbn the weld fusbn area ncrease lhnearly wih heat nput and for the two common
paran eters of hser power and weld speed hser pover hasmore nfluence on penetration whileweld speed has more nfluence on
weldw dth The phsna optic signal at 400mm ~ 600nm corresponds to variaton of he weld penetratbn and the sgnal s RM S
value ncreasesw ih the penetratbn i a quadratic curve mode The nherent re htion bewv een plasm a optic signal and penetration
is also analyzed The results provide theoretical and practical guidance for reaktin e penetration monior and pred iction in partant
penetration laser welding
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