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Setup of nozzles and welding directions in gas-jet-

Fig. 1
assisted keyhole laser welding
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Fig.2 Contour of penetration depth base on incident di-
rection, position and flow rate of keyhole-assisted
gas jet
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Fig. 3 Crosssection of weld at different flow rates with for-
ward keyhole-assisted gas jet
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Fig. 4 Flow of plasma and molten pool with and without
keyhole-assisted gas jet in crosssection
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Fig. 5 Images of plasma and molten pool with and without
keyhole-assisted gas jet captured by high speed
camera
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Fig. 6 Molten pool flow with appropriate incident point of
keyhole-assisted gas jet
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Fig. 7 Molten pool flow with lagging incident point of key-
hole-assisted gas jet
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