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Table 2. Laser oscillating welding process parameters
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Fig. 1 Relationship between power and oscillating path
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Table 3 Thermophysical properties of 5A06 aluminum alloy
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Fig. 3 Experimental and simulated weld morphology and porosity under the two processes. (a) power distribution weld
morphology and porosity; (b) equal power weld morphology and porosity
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Fig. 6 Average flow rates and keyhole depth fluctuation
of No.1 and No.2 molten pools. (a) average flow
rates of molten pool; (b) keyhole depth fluctuation
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