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Fig. I The maximum allowable gap between welded parts Fig. 2 The structure of the cathod core of an electron
in penetration welding is indicated as 0. 25 ¢, tis gun. 1 cap; 2. bushing and 3. flare

the thickness of the underneath part
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Table 1 The typical material and thickness of the cathode core of an electron gun

Symbol Name of part Thickness (mm) Material
1 Cap 0.1 Alloy Ni
2 Bushing 0.019 Rd
3 Flare 0.15 Ni
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Fig. 3 Temperature distribution at surfaces of welded Fig. 4  Minimun laser energy needed for welding as a
parts when heated by a pulsed YAG laser. The function of the gap between two weldeu parts

solid curves represent a laser pulse duration was
3.5 ms and the dotted curves represent a pulse

duration of 5 ms
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Fig. 5 Percentage of perfact welding vs Fig. 6 Simulated laser pulse for perfact

laser pulse width welding of thin workpieces
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Research of Processing Technology for Assembly of
CRT Electron Gun Using Pulsed Laser Welding

Huang Weiling You Lide Li Jiawei Chen Zemin Liu Yiaolan
( Huazhong University of Science and Technology , Wuhan 430074)

Abstract This paper discribed briefly features of pulsed YAG laser welding technology in
production of CRT clectron gun. The theoretical basis of laser welding of electron gun and
the selection of processing parameters have been discussed.

Key words laser weiding; CRT; multispots welding simultaneously
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