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Fig.1 Principle of laser-TIG hybrid welding
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Fig.2 Joint geometry
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Fig.3 Weld appearances at different speed
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Fig.4 Bead cross-section at different welding speed
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Fig.5 Influence of welding speed on weld penetration
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Fig.6 Influence of laser focus position on weld penetration
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Fig.7 Influence of D, on weld penetration
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Fig.8 Influence of TIG welding current on weld width
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Fig.9 Test specimen for tensile shear strength of
lap-welded joint
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Table | Shearing strength of lap joints by laser-
TIG hybrid welding

K HN SR BB A
v/(mm + min~') 7/MPa %
900 193.3 80.1
1000 164.9 68.3
1100 149.8 62.1
1200 111.5 46.2
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