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Fig. 5 Laser beam hybrid welding at Audi:
OEM in Ingolstadt applies the
process for 4.5m of weld seams in
the roof area of the new A8 and
thus achieves higher welding speeds
and stronger seams. (Photo: Audi)
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Fig. 8 Laser brazing; fillet weld on the lap joint
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Fig. 9 Laser brazing. fillet weld at flanged joint
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