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Influences of Welding Parameters on Weld Appearance in Nd:YAG Laser + Pulsed MAG Hybrid Cladding

QIN Guo-liang LEIZhen LIN Shang-yang HE Shi WANG Xu-you = WANG Wei
(Harbin Welding Institute, China Acdemy of Machinery science & technology Harbin 150080)

Abstract: The reinforcement-width ratio was used to indicate the welding metal spreadability, and to evaluate the welding
appearance of bead-on-plate in Nd:YAG laser + pulsed MAG(Metal Active Gas) hybrid cladding. The influences of hybrid
welding parameters on welding appearance of bead-on-plate were studied by experiments. The results showed that their
influence will be strengthened with increasing of laser power in variation of arc power,. The combination of Nd:YAG laser
energy into pulsed MAG welding can not only improve the hybrid weld appearance, but also greatly increase the welding
speed. The influence of Nd:YAG laser on hybrid weld appearance is light in variation of laser-arc distance and defocusing
distance.
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