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Heat sources interaction of laser-arc hybrid w elding

GAOM ing', ZENG X wwo~yan', YAN Jun',HU Q iznwu', WANG Fu~de, DENG Yeping’
( L N atonal Eng neering R esearch C enter brlLaser Processing H uazhong University of Science and T echnology W uhan 430074,
China 2 Angel Yeast Co Lid, Y ichang 443003, China)

Abstract The nvestigaton on the nteracton of hser induced phsna and arc plasna n the laserarc hybrid weld ng
process benefits the understand ng of comp licate physical phenanenon and the optim zaton of welling pamam eters So far the
research m aterials about ths are few. A detail experment of laser-arc hybrid weld ng was carried out on 3mm thickness 316L
stain kss steelby a SkW CO, hser togetherw ih a T IG( tungsten nert gas) welder A dimension kss paraneter the ncrement of
m elting efficiency of hybrd welding § is defined to ndicate the heat sources nteracton of laser and arc W ih the bead shape
phsma shape and § the effect of heat sources dis@ and energy matb of laser and arc was san +quantitative analyzed The
resu lts show thatw ith the optim ized comb natbn of weldng paran eters 6 can reach 83 &% .M oreover the preheating of arc on
the w ok—piece can mprove the efficiency of hser paver and enhance he heat sources interacton but the laser-arc interaction is

the key m echanisn to inpwove the heat sources mteraction
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Fig 4 Efectofwelding paraneters on the phsna shape of hybrid welding
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