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A Study on Hybrid Welding with Pulsed Nd:YAG Laser & GMA Heat Sources
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Fig. 1 — Comparison of penetration depth with
respect to welding speed in laser welding
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Laser keyhole welding
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Fig. 2 — 3D Lap-joint weld shape in laser keyhole

welding(a), dip-transfer DC GMA welding(b), and pulsed

laser-dip-transfer DC GMA hybrid welding w/ and w/o

pulse control technique(c)

(@) ()
Fig. 3 — (a): schematic of defects generation of pulsed
laser welding, (b): physical model of dip-transfer DC
GMA welding for anti-deep transfer
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Fig. 4 — Physical model of pulsed laser-dip-transfer DC
GMA hybrid welding
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