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Numerical Study for Heat Transfer in High Power Density Keyhole
Welding Process

Xu Jivhua Luo Yumei Zhang Jingzhou
(Nanjing University of Aeronautics and A stronautics, Nanjing 210016)

Abstract A two-dimensional and quasi-stationary numerical model is presented to
study the fluid flow and the heat transfer in high power density keyhole welding
process. A recently developed method of the position—correction is employed to
accurately identify the soliddiquid interface location during welding. A parametric
analysis of the existing keyhole model is performed. and the effect of parameters
such as material properties, welding speed, kevhole radius on the heat transfer is
analyzed during keyhole welding process.
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