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High quality welding technology for thick plate with combination of diode laser
and hot-wire method
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The welding technique combining the hot wire method and a high power diode
laser (6kW x 2) was investigated as a low heat input, high quality welding method for thick steel
plates (one pass butt joint of 20 mm thickness and one pass vertical butt joint of 50 mm thickness).

By optimizing the shape of the rectangular laser beam and irradiation conditions (irradiation
position, weaving, etc.), joints with sufficient strength and without defects were achieved for both
joints.
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