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a) Lateral direction   

 

b) Welding direction 
Fig. 1 Schematic illustrations of experimental setup. 
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Spot diameter: 7.5 mm, Wire feeding position: 2mm,  

Wire feeding speed: 1.8 m/min, Wire feeding angle: 55° 
Fig. 2 High speed camera images on each wire current. 

 

 
Spot diameter: 7.5 mm, Wire current: 110 A,  

Wire feeding speed: 1.8 m/min, Wire feeding angle: 55° 
a) 0 mm                 b) 2 mm 

Fig. 3 Effect of wire feeding position on welding. 
 

 
Fig. 4 Leg length change with spot diameter of laser. 
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Spot size: 6.0mm, Wire current : 114A, Wire feeding angle: 55 ° 
Wire feeding position: 1.5mm, Wire feeding speed : 2.2m/min  

Fig. 5 High resolution high speed camera image. 
 

 
Wire feeding angle: 55 °, Wire feeding position: 1.5 mm,  

Wire current : 84-122 A, Wire feeding speed: 1.1-2.4 m/min 
Fig. 6 Cross sections of weld bead on each spot diameter. 

 

 
Fig. 7 Relationship between leg length and wire feeding speed. 

 

 
Spot diameter: 7.5 mm, Wire feeding position: 1.5 mm  

Wire current: 0-149 A Wire feeding angle: 55 ° 
Fig. 8 Cross sections of weld bead on each wire feeding speed. 
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Fig. 10 Angular distortion on each welding process. 
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Fig. 9 Cross sections of bead welded on each wire welding speed and laser power using laser diode. 
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