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Effect of laser MAG hybrid welding parameters on weld formation of Q355C high strength steel
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[ Abstract] Laser MAG hybrid welding method was used to carry out plate surfacing process teston 25 mm
thick Q355C high strength steel, and the influence of main parameters (wire spacing, wire feeding speed,
defocusing amount, laser power and welding speed) on weld formation was studied. The results show that the
weld formation is the best when the wire spacing is 3 mm; the weld penetration and width increase with the
increase of wire feeding speed; the increase of negative defocus is more helpful to increase the weld penetration;
the laser power plays a leading role in the weld penetration; the weld penetration decreases with the increase of
welding speed. The results show that the coupling effect between laser and arc is good, and the weld with deep
penetration and no defects can be obtained under the specific parameter combination of laser MAG hybrid
welding.
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1 22 0.9
2 22 0.9
3 22 0.9
4 22 0.9
5 22 0.9
6 22 0.9
7 22 0.9
8 22 0.9
9 22 0.9
10 22 0.9
11 22 0.9
12 22 0.9
13 22 0.9
14 22 0.9
15 22 0.9
16 20 0.9
17 21 0.9
18 22 0.9
19 23 0.9
20 24 0.9
21 23 0.8
22 23 0.9
23 23 1.0
24 23 1.1
25 23 1.2

11.5 1 -5
11.5 2 -5
11.5 3 -5
11.5 4 5
1.5 5 -5
10.0 3 -5
10.5 3 -5
11.0 3 -5
1.5 3 -5
12.0 3 -5
11.5 3 -20
115 3 -15
11.5 3 -10
115 3 -5
11.5 3 0
1.5 3 -10
11.5 3 -10
1.5 3 -10
11.5 3 -10
1.5 3 -10
11.5 3 -10
11.5 3 -10
11.5 3 -10
11.5 3 -10
11.5 3 -10
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