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TRANSACTIONS OF THE CHINA WELDING INSTITUTION
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Schematic diagram of laser wire feeding welding
process for various positions in space
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Fig. 2 Dynamic melting of filler wire and formation of molten pool with beam wobble welding. (a) o ms; (b) 7, +2.5 ms;

(c) tg +3.5 ms; (d) 75 +5.0 ms;
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Fig. 3 Weld surface forming. (a) transverse oscillating
laser welding; (b) conventional laser wire feeding
welding
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Fig. 4 Melting pool characteristics of laser welding in downward positions. (a)

0°; (b) 45°; (c) 90°; (d) 135°
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Fig. 5 Melting pool characteristics of laser welding in upward positions. (a) 180°; (b) 225°; (c) 270°; (d) 315°
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Fig. 6 Weld surface forming at various positions. (a) 0°; (b) 45°; (c) 90°; (d) 135°; (e) 180°; (f) 225°; (g) 270°; (h) 315°
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Fig. 7 Weld cross section morphology at various
positions
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