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Technical Investigation on Nd:YAG Laser - GMA Hybrid Welding
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Fig. 2 Nd'YAG laser - GMA hybrid welding system
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Fig. 3 Arc voltage and welding current waveform in
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Fig. 4 Arc voltage and welding current waveform in
hybrid welding
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Fig. 5 Metal transfer in GMA welding
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Fig. 8 Appearance of bead in hybrid welding
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