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Laser-Arc Hybrid Welding Process of Aluminum Alloy

Kyoung-Don Lee
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Fig. 1 Flow diagram to determine the process
condition of hybrid welding
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Fig. 2 Bead appearance and current wave form
according to welding condition
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Fig. 4 Welding current change during one cycle
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(a) MIG leading

Fig. 6 Surface defect due to leading type at
hybrid welding

(b) Laser leading
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Fig. 9 Welding & laser shielding gas (48A, 19V,
feed rate current due to arc 3m/min)
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