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Laser type CO2 laser (CW)

Laser power 2 kW

Beam spot shape Quasi-elliptical

Minor axis : 2.5 mm

Beam spot size Major axis : 3.5 mm

Welding speed 5 ~ 35 mm/s
Roller pressure 1 kN
Drr 25 mm
Overlapped width 5 mm
Shielding gas Ar : 20 I/min
Insert Flux-cored wire

Drr : Distance between laser and roller
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