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Fig.1 Schematic diagram of laser deep fusion welding
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Fig.2 Gaussian rotor body heat
source model
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Fig.5 Schematic diagram of test clamping
device
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Fig.6 Test fixture device
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Fig.7 Weld macroscopic topography
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Fig.8 Width of the weld under different power

(b) MR HEHE 2m/min
B9 Rl SRS X b

Fig.9 Simulation of molten pool and welding pool comparison
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Fig.10 Welding pool simulation map at
laser power of 2300W
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Fig.13 Design of molten pool shape during

welding process
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Fig.14 Welding pool simulation map at
speed of 2m/min
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Fig.15 Welding pool simulation map at
speed of 2.6m/min
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