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Fig. 1 Schematic diagram of weld formation parameters

with Nd: YAG laser + CMT arc hybrid horizontal
welding

2 RBREREG /A

2.1 KZ[EEEXHRAER LA
B2 BROEIEHR P =1.4 kW JREHH 1=
150 A KA BE 4 vy =0. 6 m/min, YAG + CMT &

B PGB KR AR G 32 1 B 2 BB D't 22 1) B Y A5 f.



110 B

# %131 %

H0K 20 B 7R, S5 AR A TE B G £2 ) B v 585 010 2 7
AN FCELIRVEE Dy =2 mm B, R B RA(E 3. 08
mm XA T 42 [a) B AN, o 9 S B R
BOCT=A T BRI SRR T, BB RE
ARG  H0 22 ) FE O JH 8 e, o Frer
W2 AR e BAE ISR BB A ; MO 2 IR
BRI E MBI B E 24 T, BE
. XA R U8 M A YO L B ) LI YAG +
CMT & &G SRR A B B A

3.6! l 3,2[ ]
a3 26~
£ sop—" ‘ £ 2,4|~ ‘
= \ H -
€ 20" A"
™ z.i ~— s f e
24 16
2t | 2 ]
0t 2 3 4 5 & 7 [ | 2 % 4 5 6 7
AR O, fm ¥i# (@R D, fmm
(a) SEERRA 2 () BE SO T 4K (b Al B A 22 (B A A0 1

25

Buu

Af

 p.26

?024/\ -— \ |
X ml 00 T ‘

Y 3 e s 1 2 3 4 5 6
Fei M D,_Jmm HsRE I, oo
e} Ak -3 T ELRE 228 IR Y 4k (dy PR 2 BB 3 AL

"

—a— R \
|

L]

B2 YAGHX+CMTBIESRARRERENATEER
Fiti e 22 (B) BE iy FE 4L
Fig. 2 Variation of figuration parameters of YAG laser +
CMT arc hybrid horizental welding bead with space
between light thread
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Fig. 3 Variation of figuration parameters of YAG laser +
CMT arc hybrid horizontal welding bead with faser
power
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Fig. 4 Variation of figuration parameters of YAG laser +
CMT arc hybrid horizontal welding bead with weld-
ing speed
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Fig. 5 Variation of figuration parameters of YAG laser +

CMT arc hybrid horizontal welding bead with arc

power
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Fig. 6 Variation of figuration parameters of YAG laser +
CMT arc hybrid horizontal welding bead with off-fo-
cus distance
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