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Development of Laser—Rotating Arc Hybrid Welding Process

A B, 2 A8,

4 &71°

, 3 A, o] 48"

* Advanced Welding and Joining Team, KITECH, Incheon 406-130, Korea
** Department of Precision Mechanical Engineering, Hanyang University, Seoul 133-791, Korea

1. M =

1970 ] &5+ W. M. Steen©ll 9@ A714 =
o] -ola sFtelBIE HHFTAHL 7| H oA
a5 835 o3 &3S EFsle 39 AL
AL FgA7]7] 9% Yoz 850 g
golx et o}ae 2oz AMEHT Y 1
£8 g o|A-ola FolBIYE {HAME FE
COzello] A 9} oF1 #o] ], oy Eﬂolﬂ %01
#olx A2=2 ol&FHEd COElelAY 7 Lﬂ
ol Yo AFA EFAA= E:rL?ih— F&
HEA3 228, JdHo= AP kW3 714
o2 Qlale T stolB = LHAA FHE
72 o, dlolBg= &L 93 of3 &F
Ahe g s &AL ALgo] 7538}
L o]F GMASHE o] &3 A AL 9o]o]
o] Aol 2 27 PAE A 51‘"-47P g g g
= 7t %3 5 38y gwrt 7hssta 9o
olejo] #H7IZ Qg &HF Y sMA] M F
A 7MA 32 AP,
ol3¢] 3& B AYPL A4 FFe= Q%
AdAFY FEg HFA Y AGE S PAF +
RE WY F9 slyold, ¢l3E nEo = 3 A
A7l YL 7143 ZAE ol&sie W, A
A718 & ol&dt= W, A e YoldE
o] &3l W EO] lon, o] F RHE o &
gt Z1AIA o= FHAI7I= Rl GMA%@OH
A ol %547 Ayt otz mEoz
slHsts A4S H FYE vE=E7} d’“ﬂ‘ji
V aFde9l "8 {Fo| HFslo 7hFo digh
t-s8o] FAA AdF ATyt LEEHo UG
8 g 1% A ofaAE o] &dE AL ofa
Al A AQA WX (sensitivity) 2} %‘é“é
(responsiveness)?] @AFEo] ofa4AM 9 A&
o] FAHY, 7o SHE ol ¢Fvw T
9] &AM E HBo] 7153 FHE 7/HA 1
9)

_;

¥

o

dFdA<e Ho|H-ol= SolEzE 3
| ZEHE o8¢ 3HotaE HEstod T4

2
3
Fol we gamzo E4E Ssgod,

o]
9

3L
]
Ll

£
H
>
s

)
op
U
olf
oX
o
oY
i
e,
bl
..
32
£

B oA o)A AMERE CO.#l0l A ¢ GMAEF 9
° EIE%ZE‘OH S|FolaE =EYUT FolB=
< Fig. 13} Z. o3& 34
98t Ziéﬁ‘ HEE o]&3 olasA

o] 28ttt mAlo] FHoT ZAIHE
A Az 7|20 A EAE
oy, #HolAY ZAIEG dAT AZYE
T3 A& AN sl AFE GMA Ao
S| A= FX 3.

Ago| A =12kWH CO2 dol#x < 500A F
I EEF7E SHAYez oo, B
e 244 A grade ZAIE o] &3t BOP§A
I 8mm FA FAjo| didte Zor] &3 L
Tt ol=mrt I AFA YL FlolEI=
SH4AgA AT FARYTE 7|EoE FF
o] Wigle] e &30 = 63'}}% S E g e
% wWrol odFol gl & AFA ALLH
LAZHE Table 13} Zth

Rotation radius
/ !
Y

& /

? /
(\r}/

/'/V} Torch angle
Intel-\%LcinJgEtween laser and center of arc

rotation

BN X
el S, M N,
43im1m
iR_ﬁ

o

Laser beam

y‘\ Rotating

electrode
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3.5V -

(c) Gap; 2mm, WFS; 22m/min, Voltage;
3.1V
Fig. 2 Cross-sectional bead shapes for butt
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welding with various joints gaps
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Fig. 3 Correlation between offset distance and
area difference
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