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Analysis on Welding Defects and Weld Formation of Cemented Carbide
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Abstract: With the development of powder metallurgy and welding technique, cemented carbide was widely used in
different applications. Moreover, the ratio increases sharply. According to such welding defects as non-penetration, gas
porosity and cracks, the welded joints between cemented carbide and invar alloy were investigated using laser-TIG (tungsten

inert gas) hybrid welding. The reasons and influencing factors on the weld formation, gas porosity and cracks were analyzed

followed by discussion on the characterization of welding defects and distribution.
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Tab.l Welding process parameters
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9 | 89 32 58 | 8 10
9 | 89 32 581 8 10
10 | 8~9 32 140 |13.8 10
10 | 8~9 32 157|15.6 10
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