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2 Commonly used laser welding processes  for

automotive body
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Fig.] Schematic diagram of laser deep penetration welding
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Fig.2 Overall tensile strength depending on the heat input
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Fig.3 Schematic diagram of laser filler welding process
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Fig.5 Schematic setup of thetrifocal brazing process
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Fig.6 Thermal images of the brazing

processes:(a)monofocal brazing;(b)trifocal brazing
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Fig.7 Effect of different Si content of brazing materials
on the quality of laser brazing
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