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ABSTRACT The combination of laser welding with pulsed gas metal arc welding (GMAW-P)
forms laser + GMAW-P hybrid welding which can not only enhance capability of the two processes,
but also compensate the deficiencies of each individual. Therefore, laser + GMAW-P hybrid welding is
an increasingly accepted joining technology for a variety of industrial sectors. As applications become
more widespread, there is growing need to understand the fundamental issues of this new welding
process, such as the relationship between the numerous process parameters and the weld quality. For
key factors determining the weld quality, the thermal field characteristics of heat affected zone (HAZ) in
welding, such as HAZ width and thermal cycle parameters, have significant effects on the microstructure
and properties of welded joint. In this paper, an adaptive combined heat source model developed for
laser + GMAW-P hybrid welding was employed to conduct the numerical analysis of thermal field in
hybrid welding. The influence of different levels of arc power on the HAZ width and thermal cycle
parameters in hybrid welding is quantitatively analyzed, and the relevant data obtained in sole laser
welding, GMAW-P, and laser + GMAW-P hybrid welding are compared to each other. It has been
found that HAZ width in hybrid welding is less than that in GMAW-P even if the power input of laser
+ GMAW-P hybrid welding is 2 kW larger than that of GMAW-P. When the arc power is lower, there
is a small difference of HAZ width between GMAW-P and laser + GMAW-P, while the difference is
narrowed when the arc power is higher. Laser + GMAW-P hybrid welding causes a larger cooling time
and lower peak temperature which are benificial to the improvement of microstruture and properties
in HAZ. The results are very useful for demonstrating the process features and understanding the
advantages of hybrid welding.
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Table 1 The process parameters in GMAW-P

Process Peak Background Averaged Pulse Wire feed Arc power
current, A current, A voltage, V frequency, Hz rate, m/min w
GMAW-P1 533 13.672 21.7 86 3.1 1970.36
GMAW-P2 528 15.525 22.9 116 4.1 2741.13
GMAW-P3 525 15.625 24.0 125 5.0 3465.60
GMAW-P4 550 37.109 25.4 136 6.2 4401.82
GMAW-P5 501 93.750 29.0 192 8.2 7264.60
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Table 2 Comparison of the OHZ width in HAZ

Process Laser GMAW-P Laser+GMAW-P
a b c e a b ¢ d e
OHZ width, mm  0.381 1.189 1.294 1.370 2.130 0.886 1.005 1.114 1.239 1.936

Note: a, b, ¢, d and e indicate GMAW-P1, GMAW-P2, GMAW-P3, GMAW-P4 and GMAW-P5 separately
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