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Development of Different Thickness Butt Welding Technology by Direct Diode Laser for Railway Vehicle
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Laser welding is applied butt and lap joints of stainless steel sheet in manufacturing of railway vehicle. Here
is another example of application laser-welding. It is different thickness butt welding by using YAG laser. These
joints thickness are 3.0mm and 4.5mm. YAG laser welding has two problems. These problems are underfill of
(DDL)
has rectangle and long length beam spot. This beam spot can provide long heating time more than beam spot of

weld defect and little gap tolerance. This study use direct diode laser to solve these problems. DDL

YAG laser. As a result DDL welding can reduce welding heat input comparison with YAG laser welding. In
addition, strength of welded joint is equivalent to base metal.
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Butt welding tensile specimen 1A JIS Z 3121
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