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1. Introduction

The diffusion of generated heat in the electronic devices is an important issue. The heat
would be diffused from electronic devices by passive strategies, which would be carried out
by the use of high thermal conductivity materials as a heat sink. The development of
advanced materials with the superior high-thermal properties and the high strength-to-
weight ratio has led to new metal matrix composites (MMCs) as a great attractive material in
the electrical and electronic industries. Aluminum and its alloys are widely used for the
manufacturing of MMCs, which have reached the industrial stage in some areas (Barekar et
al., 2009). In order to manufacture practical components from MMCs, a technique for joining
MMCs to other similar composites or to monolithic materials is strongly required.
Therefore, the development of reliable and economic joining technique is important for
extending the applications of MMCs. It is well-known that laser welding is the most flexible
and versatile welding technology, and it has succeeded in the welding of MMCs (Niu et al.,
2006; Bassani et al., 2007).

Recently, a super thermal conductive (STC) aluminum-graphite (Al-Gr) composite with the
high thermal conductivity and the low coefficient of thermal expansion (CTE) was
developed (Ueno et al.,, 2009). The properties of thermal conductivity versus thermal
expansion coefficient are summarized in Figure 1, where the upper ellipse zone shows the
STC composite materials, and the other of conventional thermal conductive materials
such as Cu, Al, Al-SiC, Cu-W, Cu-Mo, AIN and Si are also indicated. It is difficult to weld
STC Al-Gr composite material compared with existing MMCs, since the graphite material
only can be melted under the high pressure with the high temperature (Kirillin &
Kostanovskii, 2003). In the laser welding, the use of standard pulse profile is limited to
joint this material, since the uncontrolled heat input generates an overshoot, which leads
to undesirable welded joints. The control of heat input by a pulse waveform is very
important to achieve a suitable welding penetration, preventions of overheating and
unacceptable welding defects.

In this study, the welding of STC Al-Gr composite was experimentally and numerically
investigated by using a pulsed Nd:YAG laser with the control of pulse waveforms, which
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can provide a well-controlled heat input with high energy density. These investigations
have led to an optimum welding condition proposed for a pulsed laser welding with
minimum weld defects. The experimental work was carried out in two sections, namely the
bead-on-plate welding of STC Al-Gr composite, and the overlap welding of pure aluminum
and STC Al-Gr composite. The welding characteristics of STC Al-Gr composite were
discussed by the observation of joint part with optical microscope, scanning electron
microscope (SEM) and energy dispersive spectroscopy (EDS). Moreover, the temperature
distributions in the laser micro-welding process were numerically analyzed to discuss the
proper heat input. The weld strength was also evaluated by a shearing test for the overlap
welding with and without the control of pulse waveform.
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Fig. 1. Thermal conductivity and thermal expansion coefficient of STC composites and other
materials

2. Background and overview

Each material has its own unique properties. In many applications, it has been found that there
is a need for the combination of several properties together. These desired material property
combinations can be achieved by the development of new composite materials. Composite
materials are usually classified by the type of material used for the matrix. The four primary
categories of composites are polymer matrix composites (PMCs), metal matrix composites
(MMCs), ceramic matrix composites (CMCs), and carbon-carbon composites (CCCs) (Kutz,
2002). In this study, the viewpoint was MMCs, which having the properties of lightweight,
high specific strength, wear resistance, and a low coefficient of thermal expansion.

Aluminum has many properties such as high thermal and electrical conductivity, high
corrosion resistance, low cost and lightweight that make it ideal for use in MMCs. In
addition, aluminum can be recycled and offers intriguing environmental and economical
opportunities (Cannillo et al., 2010). From the chemical point of view, the aluminum reacts
with carbon to form only aluminum carbide (Al4C3) intermetallic compounds as shown in
the Figure 2. The Al4C; is known as the only stable intermediate in the Al-C binary system.
However, it is very brittle at the ambient temperature (Lu et al., 2001). Based on the Al-C
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phase diagram (Massalski et al., 1990), it can be seen that the coexistence of liquid aluminum
and solid carbon requires the existence of an intermediate phase Al;Cs. At equilibrium
phase, it is impossible to directly dissolve solid carbon into liquid aluminum unless the
temperature is above the melting point of Al;Cs (Lu et al., 2001). Graphite, in the form of
fibers or particulates has been recognized as a high-strength and low density material
(Barekar et al., 2009). The material combination of aluminum and graphite could produce an
advanced aluminum-graphite (Al-Gr) composite, which has an unique thermal properties,
due to to the opposite thermal expansion coefficients of aluminum and graphite.
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Fig. 2. Al-C phase diagram

Recently, a super thermal conductive(STC) Al-Gr composite was developed, which have
been prepared by utilizing a pulsed electric current sintering method (Ueno et al., 2009)
to realize the properties of higher thermal conductivity and lower thermal expansion
coefficient. The material properties of STC AIl-Gr composite are shown in Table 1. It
shows that the thermal conductivity, thermal expansion coefficient and bending strength
are anisotropic due to the directional properties of graphite and their designed
orientation in xy plane-direction (top view) and xz thickness-direction (section view) as
shown in Figure 3.

The demand for lighter and thinner products has led MMCs to be manufactured, especially
in welding process. The welding process of MMCs has attracted various industries by the
reduction of material weight and costs, and improvement of design flexibility. Therefore, the
development of efficient, flexible and reliable joining technique is significantly important to
increase the potential of MMCs. Compared with the conventional fusion welding
techniques, laser welding has numerous advantages such as narrow heat-affected zone
(HAZ), good quality of weld bead, precise positioning and control of irradiation beam and
its movement, the ease of automation and the high production speed (Behler et al., 1997; Pan
et al., 2004). Laser welding is characterized by intermittent laser beam powers that would

www.intechopen.com



164 Nd YAG Laser

allow melting and solidification consecutively. The great advantage of laser welding is
keyhole effect by very high power densities involved in the laser welding, which makes
laser welding technique widely used in many industrial productions.

Material properties Value
Thermal conductivity Kyx , Kyy 450 W/ (m-K)
Kz, 40 W/ (m-K)
Specific heat C 810 J/ (kg-K)
Density P 2450 kg/m3
Thermal expansion coefficient  oxx, dyy 17x107¢/K
Ozz 8x1076/K
Bending strength My 65 MPa
Mg, 7 MPa
Tensile strength o 49 MPa
Young modulus G 31 GPa
Electrical resistivity R 17x1078 Qm

Table 1. Material properties of STC Al-Gr composite
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Fig. 3. Schematic illustration and optical micrographs of STC Al-Gr composite

Since the STC Al-Gr composite is a new composite in MMCs, no work has been reported
concerning the welding behaviour on this composite by laser welding technique. There are
several published papers related to the laser welding of MMCs, especially in the composites
with combination of Al and SiC. Niu et al. (2006) reported that the welding of Al-SiC can be
successfully realized by using laser welding. It is possible to control the geometry of weld
bead by precisely controlling the laser output parameters (Yue et al., 1996). However, the
reaction between SiC and Al in the weld zone generates a formation of needle-like brittle
AlyC3, which can degrade the mechanical properties of Al-SiC composite. It dissolves in
aqueous environments resulting in a loss of integrity to the weld zone (Lienert et al., 1993).

www.intechopen.com



Micro-Welding of Super Thermal Conductive Composite by Pulsed Nd:YAG Laser 165

In addition, the Al4C3 formation reduces the toughness of the weld bead, even it results in
the increase of hardness (Bassani et al., 2007). Therefore, preventing the formation of the
AlyCs during welding process is important for successful welding of Al-SiC composites
(Wang et al., 2000).

There are severe heterogeneity of the material structure and the great difference in both
physical and chemical properties between the aluminum matrix and graphite particles. This
point would make the welding of STC Al-Gr composites to a challenging technological
problem for applying the laser welding technique in the industrial application. In this study,
the pulsed Nd:YAG laser was used as a laser source. Square shape pulses are the standard
output of this laser with the constant power distribution during its duration time. By
utilizing the ability of pulsed Nd:YAG laser to shape the temporal power profile of each
pulse offers the high flexibility in optimising the weld parameters. This pulse waveform
allows the control of penetration, melt pool geometry and keyhole formation. It also has
been reported that pulse waveform to be an effective method to reduce or eliminate the
weld defects (Zhang et al., 2008).

3. Experimental procedures

A schematic diagram of experimental setup is shown in Figure 4. In this study, a pulsed
Nd:YAG laser (LASAG SLS200 CL8) of 1064 nm in wavelength was used as a laser source.
The laser beam was collimated to 15 mm in diameter and delivered by an optical fiber of 50
pm core diameter. The collimator was installed between the optical fiber and the bending
mirror, and the collimated laser beam was focused on the specimen surface by a lens of 50
mm in focal length. In order to avoid the back-reflection of incident laser beam, the
processing head was aligned by 10 degrees to the perpendicular axis of the specimen
surface. The irradiation experiments were carried out in two sections, namely the bead-on-
plate welding of STC Al-Gr composite, and the overlap welding of pure aluminum and STC
Al-Gr composite. The welding experiments were done in a shielding gas of nitrogen with
13L/min flow rate. The stage controller could determine the movement of X-Y-Z stage, and
it also synchronized the laser pulse.
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Fig. 4. Schematic diagram of experimental setup
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After the laser welding, the sectioned surface of welded specimen was ground, polished and
etched for the observation of weld bead by an optical microscope, scanning electron
microscope (SEM) and energy dispersive spectroscopy (EDS). In addition, the shearing test
was carried out to measure the shear strength of the overlap welded joints with a Shimadzu
EZ-L test machine. The specimen for shear strength of overlap welding was designed with
five seam lines and 1.5 mm distance between each line as shown in Figure 5. The cross-head
speed was set to 0.5 mm/min. The specimen was gripped by the clampers, which are placed
in the fixture blocks. Then, a shear load was slowly increased at the suitable increments by
the mechanical lever system until the welded joint of specimen was fractured. The shear
strength was calculated by using fracture load and welding area. The value of shear strength
was the average of three specimens. Then, the fracture surfaces were examined with SEM
and EDS analysis.
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N |
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: . Top view 30 mm
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\ 7 e
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Section view

Fig. 5. Configuration of shearing test specimen

4. Thermal analysis by finite element method

In this study, the further analysis of the welding phenomenon was discussed by the heat
conduction analysis with finite element method (FEM) to simulate the thermal process of
laser welding. The analysis model is based on the fundamental heat transfer for the laser
welding process. Based on the first law of thermodynamics, the heat flow in a three-
dimensional solid can be expressed as equation (1) (Kannatey-Asibu, 2009)

o0 o 00 0 00 0 56
P-C(e)a=§{k(9)§}+g{k(6)6—y}+g{k(e)§}+QV )

where p, c(0), k(0) and Qy are the material density, the temperature dependent specific heat,
the temperature dependent thermal conductivity and the volumetric heat source term which
varies with a laser power. 6=0(x,y,zt) is the resulting three-dimensional and temporal
temperature distribution in the material. t is time, and X, y, z are the spatial Cartesian
coordinates.

Figure 6 shows the developed finite element models for bead-on-plate welding and overlap
welding. Fine mesh resolution is given at and near the heat source, while a fairly coarse
mesh density is considered at the region far from the heat source. A portion of the
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specimens was designed in the analysis model in order to reduce the calculation time. In
addition, the half model with symmetric conditions is used in the analysis. As the heat
source of laser beam is symmetric in the x-z plane, only half the heat source is considered.
The heat source comprises a Gaussian plane heat source on the top surface and a conical
shape heat source along the thickness of the specimen. To simplify the analysis, it was
assumed that the alignment of laser spot was perpendicular to the specimen surface and a
single spot of laser irradiation was utilized in the heat conduction analysis. The convective
heat transfer condition of air was considered after the set time of laser irradiation. Except for
a laser beam irradiated area, the convective heat transfer condition of air was also assumed.
The main FEM analytical conditions are shown in Table 2.

Pure Al

Al-Gr
composite

= composite

Irradiation point Irradiation point

(Single spot) | (Single spot)
7 Symmetry plane ' o Symmetry plane
(a) Bead-on-plate welding of Al-Gr composite (b) Overlap welding of pure Al and Al-Gr composite

Fig. 6. Finite element models for investigation of temperature distributions

Parameter/condition Beif};;f;te Szle;iig
Laser power P 20, 30,40 W 400 W
Pulse width T 1.5 ms 2.7,3.0,5.0 ms
Beam diameter d 50 pm
Heat transfer coefficient h 10 W/ (m2K)
Room temperature Broom 293 K

Table 2. FEM analysis conditions

5. Bead-on-plate welding

In the bead-on-plate welding experiment, the STC Al-Gr composite of 1 mm thickness was
used as the specimen. The specimen was mounted by clamping fixture with the alumina-
ceramic plates, which are located on the bottom surface of specimen to minimize the heat
loss during welding experiments. The rectangular shape of laser pulse was fixed as the
standard output of laser source. The experiments were conducted with laser power up to 50
W, pulse width from 1 to 5 ms and scanning velocities varied between 12 to 72 mm/min.
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5.1 Influence of welding parameters

In the first experiment, the welding condition on the top surface of Al-Gr composite was
investigated by changing the power of laser pulse. The pulse width, pulse repetition rate
and scanning velocity were kept constant at 1 ms, 5 Hz and 12 mm/min, respectively. The
results of this experiment are shown in Figure 7. It can be noticed that the laser power
significantly affected the welding condition. As shown in figure, when the laser power is
insufficient high, the molten zone was discontinuous. At the lower 20 W of laser power, the
molten zone can be observed only on the aluminum material, while the graphite material is
non-molten phase. It is consider that the insufficient laser energy would not react the
graphite material.

It is assumed that too high laser power leads to the generation of weld defects with
increasing the power density. In practice, the power density below 107 W/cm? is generally
advisable to avoid severe ejection of molten material (Cao et al., 2003). At the 50 W of laser
power it seems too high power density resulting blowholes and a poor quality of weld
surface. The power density on the specimen surface can be reduced to prevent the porosities
at the weld pool surface by reducing the laser power. Therefore, the acceptable condition of
weld surface is obtained between 30 W to 40 W of laser power. However, since the graphite
element only can be melted under the high pressure with high temperature (Kirillin &
Kostanovskii, 2003), the existence of this element in the molten zone of Al-Gr composite is
important to identify. It might be considered that the required laser power to generate
molten zone in this composite is relatively smaller than the welding of pure aluminum, even
it has a higher thermal conductivity.

P:20W P:30W P: 40 W P:50W

Shielding gas: N,, T 1ms, v: 12 mm/min, R.: 5 Hz 50 um
Fig. 7. Influence of laser power on the top surface of weld bead

In order to identify the presence of graphite element in the molten zone, the energy-
dispersive X-ray spectroscopy (EDS) technique was used for the elemental analysis. Figure 8
shows the distribution map of elements Al and C on the top surface of molten zone. As
shown in the figure, the element Al is the main composition detected in the molten zone.
However, the EDS mapping shows that only small particles of graphite were observed on
the top of the solidified aluminum. Judging from the distribution maps of elements, it can be
presumed that the graphite was not mixture with aluminum, and it was ruptured into small
particles. Even the aluminum material of Al-Gr composite was melted with the low laser
power, the graphite material could not be melted. Because, the graphite only can be melted
at the high temperature (Omelr: 4765 K) under the high pressure (Fmer: 100 bar) (Joseph et al.,
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2002) compared with the melting point of aluminum (Omer: 933 K). In addition, since the
graphite is soft and brittle material, the graphite would be smashed only by direct irradiated
laser beam to form the small particles during keyhole welding process.

22N [ow High| Low High

SEM image Al G
Shielding gas: N, P: 40 W, 1:2ms, R:: 5 Hz, v:12 mm/min

Fig. 8. SEM photographs and element mapping of Al and C

In the second series of welding experiments, the influence of pulse width was investigated.
Figure 9 shows the appearance of weld beads under the various pulse widths at a constant
laser power. It shows that the longer pulse width would generate more molten volume
because the weld pool remains for an extended period of time. The widest welds are
generated by the longer pulse width, which is considered due to the longer heating time. As
a result, the irregular shapes and large size of cavities or blowholes are generated
periodically when the pulse width was more than 1 ms. The tendency of blowhole
occurrence and weld bead imperfections were drastically increased in the case of longer
pulse width due to instabilities of the keyhole. In addition, the adverse effect of long pulse
width on the weld penetration was believed due to a higher proportion of heat conducted
laterally into the specimen. The results reflect that the higher energy input would enlarge
processed zone. As mentioned later in section 5.2, based on the thermal analysis by FEM, a
very short pulse width is enough to initiate the melting of aluminum and the evaporation of
graphite on the welding of Al-Gr composite.

T1ms .2 ms T.3ms T. 4 ms T.5ms

Shielding gas: N2, P:30W, v:.12mm/min, R..5Hz S{Em

Fig. 9. Influence of pulse width on the top surface of weld bead

In order to keep the continuity of the penetration, the overlapping ratio was kept constant at
20 %. An increase in scanning velocity would increase the pulse repetition rate in the pulsed
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laser welding. The influence of scanning velocity on the top surface of weld bead was
shown in Figure 10. It is noted that with the decrease of scanning velocity led to the
enhancement of the molten zone surface, in which the weld seam surface showed an
uniform surface ripple formation without blowholes. It can be seen that the effect of the
remaining energy of the previous pulse is significant to interact the Al-Gr composite by the
subsequent laser pulse. However, the size of molten zone was wider at the higher scanning
velocity with the blowholes and poor quality of weld surface. Because the scanning velocity
matches an opposite with the heat input, and the increasing of the scanning velocity means
the decreasing of the average power per unit weld length exerted on the welding line,
thereby producing a small amount of intermixed melt. Therefore, the lower scanning
velocity is required to produce acceptable welded joints and maintain welding quality.

v: 12 mm/min v: 24 mm/min v: 72 mm/min

{Ry: 5 Hz) (Re: 10 HZ) (Rs: 30 H2)
Shielding gas: N,, P:40W, 1. 1ms, OL:20% 50 um

Fig. 10. Influence of scanning velocity on the top surface of weld bead

5.2 Temperature field induced in STC Al-Gr composite

A thermal analysis was carried out, in order to study the temperature field induced in the
welding process of Al-Gr composite. Figure 11 and 12 show the influence of laser power and
pulse width on temperature distribution of Al-Gr composite spatially and temporally. It can
be clearly clarified that the absorbed energy on the Al-Gr composite was quickly removed in
x-direction compared to the z-direction due to the higher thermal conductivity in x-direction
(kex: 450 W/ (m K)), which is more than ten times of the thermal conductivity in z-direction
(kzz: 40 W/ (m K)). It can be seen that the increase of laser power and pulse width could
enable an elevated temperature. This can be described that an enhanced laser energy input
is absorbed by Al-Gr composite. In particular, when the low laser power of 20 W and 30 W
are applied, the maximum temperatures are approximately 2400 K and 3500 K, respectively,
which reaches to the melting and evaporation temperature of aluminum material below
evaporation temeparture of graphite material. At the higher laser power of 40 W, the
evaporation of graphite material occurs because the peak temperature of 4607 K exceeds the
evaporation temperature of graphite. However, the influence of pulse width shows the
slight increasing on the temperature after the melting of aluminum or evaporation of
graphite was achieved. According to the thermal analysis results, it can be concluded that
the laser power is significantly influenced on the evaporation of graphite. Judging from
these results, a very short pulse width is required to initiate the melting of aluminum and
the evaporation of graphite on the welding of Al-Gr composite.
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Ml Temperature 6 K
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Fig. 11. Spatial temperature distributions in bead-on-plate welding
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Fig. 12. Temperature histories in bead-on-plate welding

6. Overlap welding

In the overlap welding experiment, the pure aluminum sheet of 0.3 mm thickness and the
STC Al-Gr composite of 1 mm thickness were used as the specimens. In order to achieve an
optimum welding condition, the rectangular and controlled pulse waveforms of laser pulses
were utilized as the output of laser source.
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6.1 Rectangular pulse waveform

The variations of laser power from 300 to 550 W with constant 1 ms pulse width were
irradiated on the specimen of 0.3 mm thickness aluminum and 1.0 mm Al-Gr composite
plate as shown in Figure 13. It could be seen that the laser pulse energy less than 400
m]J/pulse was insufficient to form a molten geometry for joining both materials, in which
the penetration depth was shallow. The higher pulse energy was crucial to achieve the
sufficient penetration depth and control the formation of molten geometry. However, the
cross-section view above 450 mJ/pulse showed signs of porosity and bump defects.
Moreover, the undercut defect was observed at the higher pulse energy of 550 mJ/pulse.
Judging from these observation results, it was confirmed that the higher laser power (more
than 400 W) causes destructive effects, and lower laser power (less than 400 W) will restrict
the penetration depth and joining. From these viewpoints mentioned above, the next
welding experiments were carried out under the constant 400 W laser power with various
pulse widths in the rectangular pulse waveform.

Shielding gas: Ny, Ry: 1 Hz L nyercul
= v 2.4 mm/min, OL: 20 %
- Large bump
LS ¥ Welded joint and porosity
# No joint
=
o 500
@
=
(=]
=
3 400
m
-
300
3 ! 200 pm
200 ! | 1 | l | | 1 | 1

0 0.2 0.4 0.6 0.8 1.0
Pulsewidth T ms

Fig. 13. Welding results with rectangular pulse waveform

Figure 13 shows welding results with the rectangular pulse waveform for various pulse
widths and laser powers. As shown in the figure, the width of laser pulses had a
significant role on the penetration depth. The weld joint between aluminum plate and Al-
Gr composite can be seen at the pulse widths more than 0.3 ms. The penetration depth
and bead width gradually increased with increasing the pulse width. However, these
increments led to the increase of bump size in the weld joint. On the other hand, the
penetration depth increased gradually with increasing the laser pulse energy, and a
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joining part between pure aluminum plate and Al-Gr composite was obtained with
porosity and bump defects. According to the observation results of cross-section in the
welding with rectangular pulse waveform, the pulse width of 0.6 ms was better condition
with the deeper penetration, smaller porosities and bumps.

6.2 Controlling pulse waveform

As mentioned in the above observation results of normal rectangular pulse waveform, the
bump and porosity defects were the major problem in the overlap welding between pure
aluminum and Al-Gr composite. In order to overcome these problems, a controlled pulse
waveform is discussed, since it is considered that an appropriate controlled laser pulse
waveform could generate a better welded joint. Figure 14 shows the controlled pulse
waveform named as a spike pulse waveform. The spike pulse waveform is divided into two
phases. At the phase one, the laser power of 400 W and pulse width of 0.6 ms were selected
according to the previous experimental results of rectangular pulse waveform. Phase two is
a subsequent function of the phase one by adding the heat to melt the bump generated in
the phase one. This re-melting process is intended to remove the porosity in order to obtain
a better joining state. Therefore, the experiments were carried out to discuss an appropriate
value of laser power P; and time period t; at the phase two of spike pulse waveform.

From the cross-section observation as shows in Figure 15, it was seen that the porosity and
bump have remained at a range of laser power 50-125 W, while an undercut was generated
at the laser power more than 200W. The observation results of laser power 150 W and 175 W
showed acceptable joining conditions, and 175 W was selected as the laser power of phase
two (P2) for the deeper penetration and less porosity defect. The next experiment was
carried out to define an optimum pulse width to set the time period t; at the phase two of
spike pulse waveform as shown in Figure 14.

e [ & 4 z
S | =400 & 400
2|5 5
-
|3 3
= o a P2
W i &
o =1 0 08 -t 0o 06 t:
Time 1t ms Time t ms
&= S
'% ,5 & oy
=
52
53
W=

Phase 1 Phase 2

Fig. 14. Schematic illustration of welding process with spike pulse waveform

The pulse width was set less than 5 ms due to the limitation of maximum pulse width in the
laser system used in this study. Figure 16 shows the cross-section views for various pulse
widths under the same laser power of phase two to define the appropriate value of pulse
width at the phase two for the spike pulse waveform. An appropriate irradiation time is
necessary to melt and reduce a bump during a welding process. Within the range 1.5-2.5 ms
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of pulse width (t;), the results show that the welding defect of bump was not removed.
Moreover, it could be cleared that the longer irradiation time (t: 3.5-5.0 ms) generated the
larger size of bump. On the other hand, the pulse width t, of 3 ms showed an acceptable
penetration depth. Judging from these results, 3 ms is selected as an appropriate value of t,
at the phase two in the case of spike pulse waveform due to the stable penetration and
smaller bump without porosities.

Pz EDW P! ?EW . P2 125W Pz 150 W
(Ep: 460 mJ/pulse) | (Ep: 570 mdipulse) | (Eo: 790 mJ/pulse) (Ep: 900 mJ/pulse)

S 8

Px175W | Pz 200 W P»225W |  Pa250 W

(Ep: 1010 mJdipulse) | (Es: 1120 mJ/pulse) | (Ep: 1230 mJ/pulse) | (Ep: 1340 mJ/pulse)
Shielding gas: N;, Re: 1 Hz, v: 2.4 mm/min, OL:20 % 200 pm

Fig. 15. Influence of laser power (P») in phase 2 of spike pulse waveform
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Fig. 16. Influence of pulse width (tz) in phase 2 of spike pulse waveform

In addition, the elemental analysis was performed to observe the element distribution at the
welded parts using a SEM equipped with the energy dispersive spectroscopy (EDS). Figure
17 showed the results of EDS mapping analysis in the case of spike pulse waveform. The
shape of molten zone at the Al-Gr composite can not be seen clearly because of too much
carbon particles on the molten zone, which can not be melted during the welding process. It
could be seen that the coarse carbon located at the welded joint between pure aluminum
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and Al-Gr composite. It is considered that the severe convection of graphite particles with
aluminum materials might be occurred in the molten zone. In other words, when Al-Gr
composite is evaporated, an over-pressure is developed in the keyhole. This phenomenon
would cause graphite particles pushed up from the prior zone in Al-Gr composite to the
zone in the pure aluminum with melting phase, and finally the carbon particles would be
redistributed during the re-solidification. However, it could be seen that a lack of fusion
defect was generated by the spike pulse waveform. It could be detected by using an accurate
microscopic observation in the high magnification condition. The lack of fusion defect in the
molten zone can be identified by its string-like appearance, and it had randomly oriented
curvature. It is considered that the lack of fusion defect is not pore, since the carbon element
could be seen in this area.

= Spike pulse waveform
o 400
g Ep2: 420 mJ/pulse
2175|— )
© !
0 06 30
Time t ms

SEM image Al C

Fig. 17. SEM images and EDS mappings with spike pulse waveform

From the observation results by the spike pulse waveform, the use of controlled pulse
waveform has a positive effect on molten zone to remove the porosity and minimize the
bump. However, the rapid cooling after welding process would generate the coarse
carbon particles and lack of fusion defect in the molten zone. Therefore, an improvement
of heat input at the end of laser pulse is necessary by introducing an approach of ramp-
down on the phase two to relieve the internal stress during re-solidification process,
which would generate a better welded joint. The new controlled pulse waveforms are
expressed as the annealing pulse waveform, and the trailing pulse waveform is also
shown in Figure 18, in which the setting profile and the actual signal of three controlled
pulse waveforms are also shown. Since the phase two of spike pulse waveform generated
a stable weld bead compared with the rectangular pulse waveform, the amount of
energy at the phase two for the annealing and the trailing pulse waveforms was
conducted under the same energy of 420 m]. The main difference between the annealing
and the trailing pulse waveforms are the laser power and irradiation time during the
phase two. The annealing pulse waveform has the higher laser power with the shorter
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interaction time, while the trailing pulse waveform has the lower laser power with the
longer interaction time.
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Fig. 18. Setting shape and actual signal of controlled pulse waveform

The difference of temperature change by spike, annealing and trailing pulse waveforms was
investigated with the thermal calculation. Spike, annealing and trailing pulse waveforms are
finished at the time of 3.0 ms, 2.7 ms and 5.0 ms, respectively. The temperature distributions
were similar until 0.6 ms for three pulse waveforms, since they have similar pulse shape
(laser power and pulse width) at the phase one. The main difference appeared at the pulse
shape of phase two even under the same energy (Ey2: 420 m]). Figure 19 and 20 show the
temperature histories and distributions by these three controlled pulse waveforms. It can
be seen that spike pulse waveform shows the constant temperature distribution during
the phase two. Therefore, it is considered that the rapid cooling at 3 ms during the
solidification generates internal stress, and it might cause the lack of fusion defect. From
this disadvantage of spike pulse waveform, the slow cooling process is required during
the solidification phase. As shown in the figures, the annealing pulse waveform shows the
rapid decreasing of temperature distribution at the phase two. On the other hand, the
trailing pulse waveform indicates the gradual decreasing of temperature distribution at
the phase two, which means that slow cooling could be realized. In other words, the
longer time of laser irradiation is useful at the phase two in order to overcome the lack of
fusion problem.

SEM images and EDS mappings of cross-section with annealing and trailing pulse
waveforms are shown in Figure 21. In the SEM image, the shape of molten zone can be seen
clearly if there are existences of aluminum element on the Al-Gr composite material.
Compared with the spike pulse waveform, the size of carbon particles was much smaller in
the case of annealing pulse waveform. However, it shows that the lack of fusion was
appeared around the carbon particles. In the case of trailing pulse waveform, it can be seen
that the specimens have been molten well with an acceptable weld bead state without lack
of fusion defect. It also shows that a better weld bead state was obtained by applying the
trailing pulse waveform. Furthermore, the sufficient long time during welding process. In
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other words, the slow cooling process during re-solidification is necessary to avoid the
appearance of carbon particles and minimize the lack of fusion defect in the molten zone.
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Fig. 19. Temperature histories by three controlled pulse waveforms
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Fig. 20. Spatial temperature distribution by three controlled pulse waveforms
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Fig. 21. SEM images and EDS mappings of cross-section with (a) annealing and (b) trailing
pulse waveforms

6.3 Evaluation of mechanical strength

In order to evaluate the weld strength on the overlap welding with and without the control
of pulse waveform under the constant laser pulse energy (E,: 660 m]J/pulse), the shearing
test was carried out. Figure 22 shows the shear strength for various laser pulse waveforms.
As shown in the figure, the weld joint with controlled trailing pulse waveform indicated the
greater weld strength compared to the uncontrolled pulse waveform. The lower strength of
the uncontrolled pulse waveform is attributable to the fact that the existence of porosity
reduced the strength of weld joint. Meanwhile, it shows that the spike pulse waveform was
less significant to increase the weld strength compared to the uncontrolled pulse waveform.
It can be noted that the lack of fusion defect was affected on the lower weld strength.
Therefore, it is cleared that the the appropriate controlled laser pulse configurations are
effective to improve the weld joint between aluminum and STC Al-Gr composite.

Figure 23 shows the fracture part on the top surface of Al-Gr composite after the shearing
test. As can be seen from the figure, the fracture with uncontrolled pulse waveform
occurred at the weld bead boundary in the Al-Gr composite and the presence of groove
could be observed. It could be noticed that the existence of groove defect clearly
influenced the weakness of weld joint strength. However, the fracture in the welding with
the control of pulse waveform appeared inside the weld bead, which is located at the
interface between pure aluminum and Al-Gr composite without the groove defect. In
other words, the interfaces of aluminum and STC Al-Gr composite were expected to be
the weak points of the weld joint. It is also considered that a weld joint without weld
defects would increase the weld strength.
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Fig. 22. Shear strength of the welding with and without the control of pulse waveforms (R:
Rectangular, S: Spike, A: Annealing, T: Trailing)
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Fig. 23. SEM photographs of fracture on the top of STC Al-Gr composite

Figure 24 shows the side fracture surface of aluminum and STC Al-Gr composite, which
were obtained from the shearing test under the welding condition with trailing pulse
waveform. It can be seen that the fracture appearances show the brittle fracture. This
fracture along the welding interface would deteriorate the weld strength of aluminum and
STC Al-Gr composite joint. Figure 24 also shows the distribution map of elements Al and C
on the fracture zone, where spot analysis of points 1 to 10 are listed in Table 3. It can not be
detected the aluminum carbide Al4Cs at the fracture zone, since the solid graphite can not be
solidified into liquid aluminum. EDS mapping on the bottom surface of aluminum confirms
that after the shearing test, the fine and coarse graphite particles were found sticks on
melted aluminum without mixture with solidified aluminum.

In the case of fracture zone on the top surface of STC Al-Gr composite, it also can be seen
that the solidified aluminum was squeezed out towards the edge of weld joint region, which
showed the aluminum and graphite can not mixed together between both materials.
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Furthermore, the formation of the ALLCs during welding process was successfully prevented
during the welding process, which could deteriorate the strength of weld joint. In addition,
the SEM observation revealed the crack was propagated in the fracture zone, which restricts
the further strength of weld joint. However, compared to the bending strength of STC Al-Gr
composite which is 7 MPa in the thickness direction, the weld strength between the
aluminum and STC Al-Gr composite showed the relatively higher strength. Therefore, it is
clearly performed that the controlled laser pulse configurations are effective to produce a
higher strength of joint for welding between an aluminum and STC Al-Gr composite.

—— | LOW High| Low High

SEM image Al C
(b) Top surface of STC Al-Gr composite

Fig. 24. SEM photographs and EDS mappings of fracture with trailing pulse waveform on
the (a) bottom surface of aluminum and (b) top surface of STC Al-Gr composite

Point No. 1 2 3 4 5 6 7 8 9 10
Al wt. % 49.67 | 30.94 | 62.84 | 41.16 | 64.45 | 52.45 | 35.68 | 48.66 | 64.65 | 48.01
C wt. % 50.33 | 69.06 | 37.16 | 58.84 | 35.55 | 47.55 | 64.32 | 51.34 | 35.35 | 51.99

Table 3. Element composition of points 1-10 in Figure 24

7. Conclusion

The pulsed Nd:YAG laser micro-welding of a super thermal conductive (STC) aluminum-
graphite composite was experimentally and numerically investigated. In the bead-on-plate
welding of STC Al-Gr composite, the laser power and pulse width had a great influence on
the top surface condition of weld bead. Laser power more than 30 W was required to melt
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the STC Al-Gr composite without evaporation of the graphite element in the composite. The
graphite was not mixed with aluminum during welding process to prevent the formation of
aluminum carbide, which can degrade the weld joint. The overlap welding of aluminum
and STC Al-Gr composite was successfully carried out using an appropriate controlled
pulse waveform. Porosity and bump were observed as remarkable weld defects in overlap
welding without a control of laser pulse. The proper control of laser power and pulse width
could perform a positive result with largely free of weld defects and a relatively small
bump. The controlled pulse waveform with slow cooling at the end of laser pulse was
essential to relieve internal stress during solidification, since the lack of fusion was observed
on the joining zone due to the rapid cooling. The higher shearing strength could be obtained
by the control of pulse waveform compared with the uncontrolled rectangular pulse
waveform.
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