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Table 1 Experimental parameters-effect of Dy,
o HOLTIHR Stz [a] 23) B
PIW Dy,/mm Pl A/mm

1 0 — _ _
2 1000 0 “87F 5.0
3 1000 1 8"F 5.0
4 1000 2 8"F 5.0
5 1000 3 “87F 5.0
6 1000 4 8" 5.0
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Table 2 Experimental parameters-effect of P

A okt Je22 [l #23h BB
Wy P/W Dj,/mm [ A/mm

1 0 — _ _

2 500 2 “87F 5.0

3 1 000 2 8" F 5.0

4 1500 2 “87F 5.0
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Table 3 Experimental parameters-effect of 4

J54 o) % Sz A BE #3) IR
KT PIW D,/mm &R A/mm

1 1000 2 “8"F 0

2 1000 2 “8"F 2.0

3 1000 2 “8"F 4.0

4 1000 2 “8"F 4.5

5 1000 2 “8"F 5.0

6 1000 2 “87F 5.5
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Fig. 2 Effect of D, on bead formation (top view)
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Fig. 3 Effect of D, on bead formation (side view)
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Fig. 4 Schematic diagram of laser scanning on weld pool
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Fig. 5 Laser melting of the base metal on side area near the weld pool
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Fig. 7 Effect of scanning laser power on weld bead
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Fig. 9 Effect of oscillating amplitude on bead width
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