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Radiation phenomena in groove with Laser-Arc Combination Welding
by Toru Nakajima, Shigeyuki Sakurai, Naoki Miyanagi and Yutaka Takano
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Fig.1 Experimental setup of Laser-Arc
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Laser power:5kW
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Fig.2 Appearance of radiation phenomena in groove with CCD camera from front side
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Fig.5 Relationship between focus position and sectional
B area of weld metal
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