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Fig. 1 Downsizing and weight
reduction by laser welding
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Fig. 2 Three elements of delayed cracking
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Fig. 3 Laser welding setup image

Cast iron

Weld bead

Carbon steel

Cutting line

Fig. 4 Cutting

Table 1 Experimental settings

Focus position (mm)
No. | Laser power (W) (from surface)
1 2,510 -2.5
2 2,650 -2.5
3 2,710 -2.5
4 2,510 -3.0
5 2,650 -3.0
6 2,710 -3.0
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Fig. 5 Distribution of Ni and crack rate
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Fig. 6 Hardness distribution of welded area
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@ Convert from emissivity to temperature
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@ Convert from location to time
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Fig. 7 Creating a temperature history graph
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