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Fig. 1 Welding system diagram
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Fig. 2 Melting and filling process of filler wire prefused
by arc. (a) t; (b) to + 34 ms; (c) tp + 42 ms;
(d) to + 54 ms
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Fig. 3 Melting and filling process of laser welding with
filler wire. (a) f#p; (b) %o+ 34 ms; (c) o+ 42 ms;
(d) to+ 54 ms
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Fig. 4 Weld surface forming. (a) laser welding with pre-
melted liquid filler by arc; (b) laser welding with
filler wire
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Fig. 5 Weld longitudinal setion. (a) laser welding with
pre-melted liquid filler by arc; (b) laser welding
with filler wire
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Fig. 6 Fracture morphology of welded joint. (a) laser wel-
ding with pre-melted liquid filler by arc; (b) laser
welding with filler wire
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Fig. 7 Weld forming with welding speed of 4 m/min.
(a) laser welding with pre-melted liquid filler by
arc; (b) laser welding with filler wire
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Fig. 8 Weld Forming with Welding Speed of 8 m/min.
(a) laser welding with pre-melted liquid filler by
arc; (b) laser welding with filler wire
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