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Present situation and prospect of laser filler welding

Hu Junhui, Zeng X iaoyan, X ie Changshen
( Department of Materials Science & Engineering, HUST, W uhan, 430074)

Abstract: The laser filler welding is a important and wide applied technology. This paper summarizes

the dassification and characteristics of laser filler welding, illustrates the advantages, present situation and

the problems of laser wire filler welding.
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Optical properties of tube lasing medium

Zhu Changhong, Li Zhengjia, Liu Anping, Zhang Jun
(Institute of Laser T echnology & Engineering, HUST, W uhan, 430074)

Abstract: T he paper puts forward the idea about “ C | dscrimination” and “ thermally induced prin-
cipal optical axi’ for thermal lasing effect in tube lasing medium. The parameter C; is a factor of the see-
ond term of the temperature distribution expression in the cross section of the tube lasing medium. The
positive or negative value of C indicates the direction of the gradient between the inner wall and outer
wall, relatively indicates the operating mode of the laser. In the effect of thermal lensing, basically the
temperature gradient determines the distribution of refractive index in the radial direction. So it is called
“ thermally induced principal optical axis’ . This paper derives two dimension transfer matrix of ray and

the focus length of the thermal lens, meanwhile points out the main method of improving beam quality.
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