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Welding Phenomena in Lase-GMA Hybrid Welding Process with and without Arc Rotation

Cheol-Hee Kim, Hyun-Byung Chae, Jun-Ki Kim and Jeong-Han Kim
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Fig. 1 Schematic diagram of laser-rotating arc
hybrid welding process

Table 1 Welding conditions used in experiments

Electrode 1.2mm solid wire
Laser power 8 kW
Shielding gas He 50%+Ar 38%+CQ: 12%
Gas flow rate 50 I /min
Wire feed rate 9.9 m/min

Welding voltage 25V
. Travel speed 1.5 m/min
Torch angle 31 des.
Interspacing distance 6 mm
CTWD 20 mm
Rotation diameter 3 mm
Rotation frequency 8 Hz
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Fig. 2 High speed images of welding phenomena in laser-rotating arc hybrid welding process
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