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Preliminary Study on Arc Sensor in Laser-Rotating Arc Hybrid Welding

Cheol-Hee Kim, Jun-Ki Kim, Nam-Hyun Kang and Chang-Woo Lee

.M B

glo|A-ola dlojH e LHWHL HolA Y o}aE
Sl AMSshe 833 sl £HES FAS
A o AT ofZEHY AYA EHE doA
389 AT TINE 5 AP 2EY A9
glolAe JEE Qe ZANY Tl AMSEHe
o thg oA ol sle|He|= S/l e AT
= SIslA olFolx 1 Y.

As88e A% 8388 4 Ade FF2H HIFE
EXo= oA sk FHelel MMy} s
R, 1 F ofzAxe FEEYE P 7FsdtH,
A Hg Fho] JHsdte] 7P Bol 2ole 854
ZAAA 29| shtelt). a2y 12 e 0%
& ol = 71FAES AR 2& o] Fdo] of
e glo|A-ol= dle|B=E &3 7 o] &Ko 7
Peje §He 43 vE ¥4 2 3E8 FEU}
ot

o) FHI HAstd #HolA-ot2 dje|B= &
FHNA gAotae] =9lo] HEE F Utk #olA-
Aola delHIE §HIFFHL V&Y #HolA-o=Z
sfolEge 37 vimsld EFgA 9 7=UsY
FLEH} YSS BAE v AP GMATE 870
3% A ofAE ol g3t ATl ofZAAM AEA |
7= (sensitivity) ¢ &84 (responsiveness)°] &
FEo] oA o] FREM, B HE o
& ¢F0E a9 8FAME Aol 7tesitte A
o] gAY} "

£ A e golA-3 ol slelHEE {3 elAM
SHEX Y] FHo] &5 Hojd AXF] npE &
HAF g FHstn AR HmE 5 HHAE

Asle] olTAN AL F1se ZAEEY.

KERHRREEE 5244 H1%, 20064 28

==}

2. e 2

o

B A7dME Fig. 13 o] $Foz zAEE
COz #olAH et Aol 7] &4 AXE GMA 3HFA
£ o]83l #o|A-FHela dlo|E= 8-S 74
3lie}®.

A $7 8mme ZAE A adol= ZAE o
g3lgon, 90E ZEe| V-I12HE WEo] Table 1
7 ge 84 2A0M $4e s

Rotation radius
s
~

4
s v

Laser

:/‘
/

}’,g
V/ / 7‘\Rotating

(\”) ‘ electrode
."

/

/ Vx
/ Torch angle

-

Interspacing between laser and center of arc rotation

Fig. 1 Schematic diagram of laser-rotating arc
hybrid welding process

Table 1 Welding conditions used in experiments

Electrode 1.2mm solid wire
Laser power 8 kW
Shielding gas He 50%+Ar 38%+C0O 12%
Gas flow rate 50 I /min
Wire feed rate 9.9 m/min

Welding voltage 25V
Travel speed 1.5 m/min
Torch angle 31 deeg.

Interspacing distance 6 mm

CTWD 20 mm
Rotation diameter 3 mm
Rotation frequency 8 Hz
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Fig. 3 Welding current signals for various offset distances
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