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Research progress of laser-arc hybrid welding processing parameters

CUI Li, HE Ding-yong,LI Xiao-yan, JIANG Jian-min, WANG Zhi-hui
( College of Materials Science and Engineering, Beijing University of Technology, Beijing 100124, China)

Abstract; Laser-arc hybrid welding, as an innovative fusion welding technology, has attracted tremendous attention recently
and has already been investigated for applications in many fields. However, laser-arc hybrid welding, as the combination of laser
welding and arc welding process, involves a large number of parameters. These parameters and identified settings have important
influence on the welding stability and weld quality. The effects of process parameters such as laser types assistant power supply,

welding direction, focal point position, laser-arc distance, ratio of laser to arc power, shielding gas on the weld shape were

reviewed. The future work should be made in this area was presented at last.
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