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Experimental Study on CO, Laser-TIG Arc Hybrid Welding of Al Alloy
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Abstract: The Al alloy butt-joints were carried out by CO, laser-TIG arc hybrid welding. The experimental
results show that, compared with laser welding or TIG arc welding, the hybrid welding can obtain better weld bead,
increase weld penetration, and reduce welding defects of pore and collapse, and so on. Furthermore, the influences of
different welding parameters on weld appearance were investigated, which explores the technical feasibility of hybrid

welding in Al alloy and lays a good foundation for practical application.
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