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Table 1 Compositions of A7N01P-T4 and filler metal
g Si Fe Cu Mn Mg Cr Zn Al
ATNO1 =<0.30 =0.35 =0.20 0.20~0.70 1.0~2.0 <0.30 4.0~5.0 =8
ER5356 <0.25 =0.10 <0.10 0.05 ~0.20 4.5~5.5 0.05~0.20 =<0.10 B

p2
IR

L
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Fig. 1 Schematic of Laser-MIG hybrid weldingcoupled by
high frequency pulses( HFP)
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Table 2 Build-up welding parameters of A7N01P-T4 alloy

P BOEThE (A TR R A BB 7 QR A
i P/ kKW o/(me-min~') Lag/ A usv Turp/ A Ey o/ (kJrem™")
Laser-MIG 1 0.6 15.6 - 4.97
HFP + Laser-MIG 1 0.6 19.6 30 5.85
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Fig. 2 Voltage and current waveforms of laser-MIG hybrid
built-up welding
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Fig. 3 Images of meso-spray transfer in A7NO1 aluminum alloy laser-MIG hybrid built-up welding
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Fig. 4 Voltage and current waveforms of laser-MIG hybrid
built-up welding coupled by high frequency pulses
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Fig. 5 Images ofspray transfer in aluminum alloy laser-MIG hybrid built-up welding coupled by high frequency pulses
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Fig. 6 Surface morphology of layer built up on A7NO1 a-
luminum alloy by laser-MIG hybrid welding
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Fig. 8 Microstructure photograph of layer built up on A7NO1 aluminum alloy by laser-MIG hybrid welding
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