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Laser-arc hybrid welding of aluminum alloys for railway vehicles—
Part 3: Production requirements
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WPS %i 5 No.

(N FE % FR/Mogo) Welding Procedure Specification
(WPS) A5 Ver.:
LEFEREmT: i 4% B BT ik
WPQR No.: Method of preparation and cleaning:
ol =heR) 77 5% B RS (A):
Mode of metal transfer: Parent material Designation:
A A AR T2 BEF JE /A% (mm):
Joint Type and Weld Type: Material thickness/Outside diameter(mm):
FREE A AT CR R ) *: B SR AN
Weld preparation details (Sketch) *: The following sketch Welding positions:
B3kt Joint design JEZIF Welding sequences
SR Welding details
\ s S EES KPEEE | AR . b R g
FE REETI Lia%:e}:lrC p?)\ir Sp}(l)ﬁtijiaﬁngter Stflclljoﬂfi FRixiR AIFREE Defocus Si?o?tﬁer "ﬁaﬁﬁied
Run Process (kW) (mm) (mm) Current(A) amount(mm) metal(mm) (mmJs)
AR LIRS
(% 3 Shielding RIS AL Shielding
% Gas/Flux |l Rl I
(L/min) H
Backing Backing
PSR HELIRE(°C):
Filler metal classification and trade name: Environment temperature(°C):
TR Aot B Bl T PR ) (J54IE 1) 5 K B8 B ) (mm):
Any Special Baking or Drying: Weaving(maximum width of run)(mm):
(DG e MR B (A
Tungsten electrode type/size: Oscillation: amplitude, frequency, dwell time:
TEAR A B 201y ik 1
Details of back gouging/Backing: Pulse welding details:
TR (°C): FAf K (mm):
Preheat temperature(°C): Stickout(mm):
TR (°C): SRR
Pre-heat maintennance temperature(°C): Welding details:
JZ /B ITIRE(°C): IR C):
Interpass temperature(°C): Torch angle(°):
Y5 A TR BN A TR g5
Post-weld Heat treatment and/or Ageing: Program No.:
PIE) S JRLEEL 5V Rt BRI A K d R /
Time. Temperature. Heating and cooling rates*: /
SRR SRR IR Y RS 10% Note:Current,voltage and travel speed can be changed around 10%

#il1] Prepared by

K #% Reviewed by

fit#E Approved by

* JSERS If required
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