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Progress in Laser Fusion Welding-Brazing of Dissimilar Alloys

Xiao Rongshi Dong Peng Zhao Xudong

(Institute of Laser Engineering , Beijing University of Technology . Beijing 100124, China)

Abstract Laser fusion welding-brazing processes are methods to metallurgically join dissimilar alloys with different
melting points by laser heating to melt materials (substrate and filler material) with lower melting point, and by the
interaction between the weld pool and the solid substrate with higher melt point at the joint interface. Laser fusion
welding-brazing processes of dissimilar alloys are classified according to the laser energy absorption mechanisms. The
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development and state of the art of laser fusion welding-brazing processes are reviewed.
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Fig. 1 Schematic diagram of laser thermal conduction fusion-brazing by indirect irradiation
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