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The Effect of Pulsed Laser Welding Parameters on
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Abstract: Compared with continuous laser welding, pulsed laser welding has the advantage of precise and
controllable heat input. Focusing on the connection demand of titanium alloy thin plate, this paper studied the pulsed
laser welding of titanium alloy thin plate and titanium bar. By designing orthogonal experiments, the influence law of
process parameters such as laser power, welding speed and pulse cycle on the melting depth was explored, and the key
process parameters affecting the melting depth were clarified based on range analysis and variance analysis. The results
show that in a certain range of melting depth fluctuation, welding speed and laser power are significant factors affecting
the melting depth, and welding speed is the most significant factor.
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