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Table 1 Chemical compositions of base metal and wire
F Mg Fe Si Zn Ti Mn Cu Cr Al
2A14 0.63 0.21 0.75 0.034 0.02 0.7 4.19 - FS

ER5356 5.0 0.4 0.25 0.25 0.15 0.1 0.1 0.03 #xf&

JEHE D5 1]
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Setup sketch of laser-MIG hybrid welding with filler
wire

Fig. 1
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Fig. 3 Effect of laser power on parameters of cross sec-
tion
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Fig. 4 Effect of defocus distance on parameters of cross

section
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Fig. 5 Effect of welding speed on parameters of cross

section
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Fig. 6 Effect of welding current on parameters of cross

section
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