Nd:YAG L —HFi2 & % TIG 7 — 2 ZE OH4H
ROV —Fy = 7EE~OEH

2013 £

MHE RE—RR



(G 3)

ES A X E =i

HEEs | H 5 A AV 4 K HEER

T SCE A

Nd:YAG L—IZ L5 TIG 7— 27 ZFEEOHH L N L—F T ¢ — B F R~ DiE

(NEDERF)

B TAT AT — TR (TIG) 7 — 7 EHEEE, BURCTH LR T — 7 NWEELTE
0, ZTOHIENLRHERS THDHZ LD, KM, 7V =0 L EOIESRERII S
LR WS B DA IV BN TWS . L L, WSS CIIMH#RRICHE SR T
WA FEHFER S o T AT BB T — 7 B L DR, KR DB XA X DR b5
ICEDERE L CERET DLW ENAET D Z ERE. 2 OBATHEE LI-Emeic BT
L7 — 7 QRS OBEINES L7720, TORMMENRKONTARLERRESL 2D, 2R
FEAT B — RO, WITHAARE, WHEGREOETIELEFEOREERMEAEDRK L7 5.

—F, RATVTL A I TATAI=T L H—Fv b (Nd:YAG) L —VEHEIT
HJRE L CL—YHE2HNTNDT=OICEDORMMEB L O X VX EENE L, T — 7 6t
IZV—PEE A DT NA T v REEEED R 2 2 B CTHB SNER STV S.
ZIT, LRI BT I OREILEZDOHIBENEICER L, 77— BARLEICR D 0T
B OMEFEIRBEIC BT 2T — 27 ORE, EHICL—PICL DT — 7 OiFER L OMIE o]
BEMEIC O W T ERIICHFT L TWD. £, " 7V v FIEREICBIT AT — 7 EOIR
FEA3 A A IR (FEM) ICK VT L, L—VREICE 57 — 7 OFEH LRI OV TF
BHLTWa. LEDOREREZSEIL, L—VOEMCEL L7 —7 OLELAHR~OREZFIE -
HId 2 L —H ¢ — U PEEEARE L, 2hEHWEA, 7Y Y R L D4 —2
TFA FRAT U LA OEATIREEIT, £ OF 2 FEZBRICHER L T 5.

B EIFRTHY, ATEONEE, B, AGRSCORRR R S22 Tl .

52 B, SRR DR L BIBU IOV GIRAR TN .

¥ 3ETIE, TIG 7 — 7 IRBEERE, NdYAG L —WIEEEER L ORI A7 L7 8, K
e CTHWEZ Y AT AOBEIZ OV THRRTWN S,

F4FETIE, NAYAG L—HE TIG 7—727 0 L7 7'V » RiEpEk%E SUS304 A7 L A
HROVEBASIE L, ORI BT 238G 21T Q0D ZORE, TIG 7—2712X0
TERL SHVTZ RT3 Nd:YAG L— T OMERINIEDS, RAF7eRHHER AR5 T O DOEE /23T A
—HD—DOTHDHILERLTND. DI, TIG 77— OEL R OGHEEITN 25 Nd:YAG L—
FEER OZIFRI DN CIBRI 7 RT 2 T TN .

%5 ETIX, AT U LVAHEHROANA 7V v REEHAZIT AUARIMLES L OV OUTEOIREE 34 %
AIRESREC L VITL, L— RN L 27— OFFERZIC OV TS L TV D, TOREE,
IE7R RS R ETAUL, 100 W ARDHHGHHE ) L—F Th-ThH, L—F RSO DIIEL
WL, @EREIREL T —7 28 TE HREMZ R LT 5.

H 6 BmTIL, ATEZHAWTHE 2 mm DAT L AEROTESIIEER AT, AT
BT —0 o — o ZVEREEE VU TIG IR ) HEE S 572 O T — 7 RIZERM T
IZBWTHEE LT —7 Offilfl & & HICZEE RN FIRE CH D Z L 2R LT 5.

57 HEIR CH Y, BETHEONIZNREZ L LD, AFROBERERIE L T,




(BRCH 4)

SUMMARY OF Ph.D. DISSERTATION

School Student Identification Number First name Surname

Integrated Design Engineering 80846100 Yuichiro Murata

Title

Control of TIG Arc Behavior by Nd:YAG Laser and Its Application to Laser Weaving
Welding

Abstract

TIG welding process is often used to join thin metal plates because of the stability of arc
compared with the other arc welding processes. However, the temperature of the tungsten
electrode of the TIG welding torch sometimes increases and oxidation occurs during
welding process. Therefore, the electrode tip is consumed considerably, and the arc stability
tends to decrease with welding time. Accordingly, it is important to administrate the
electrode tip condition in order to keep the welding process stable. On the contrary, the laser
beam has extraordinary stability and directivity because of the nature of the light beam.
Therefore, the authors have proposed a new process to stabilize and control the unstable TIG
arc by the laser beam. In this study, the control of the arc behavior in TIG welding of thin
metal plates was performed using the Nd:YAG laser beam with relatively low power.
Furthermore, a new process to oscillate TIG arc using laser weaving method was proposed.
In order to discuss the mechanism of arc behavior control by the laser beam irradiation into
weld fused metal, temperature distribution of the weld was calculated by heat conduction
analysis using the finite element method (FEM). In this study the effects of the hybrid
welding on the control of arc and the improvement of the welded results were investigated.

Chapter 1 is introduction. The aim, the background and the outstanding feature of this
study are described.

In Chapter 2, Nd:YAG laser and TIG arc welding theory are described.

In Chapter 3, Nd:YAG laser and TIG arc welding machines, welding robot, and welding
control system are described.

In Chapter 4, stabilization and control of the unstable TIG arc by the Nd:YAG laser beam
is investigated. In particular, the feasibility of stabilization and control of welding arc by
laser beam is studied using hybrid welding process combining TIG arc and low power
Nd:YAG laser.

In Chapter 5, in order to study the mechanism of arc control by the laser beam irradiation
into weld molten metal, temperature distribution in the weld area is calculated by heat
conduction analysis using FEM. As a result, it is seen that the occurrence of metal vapor at
the laser spot has very important role in the control of arc and the laser weaving.

In Chapter 6, butt welding experiments of SUS304 stainless steel plates are performed by
TIG arc/ Nd:YAG laser hybrid welding using the laser weaving welding method, in which
the arc is oscillated by moving the laser beam to lateral direction against the welding line, to
control the fusion of both of the base metals to be welded in the welding is developed. The
effectiveness of the hybrid welding using laser weaving is confirmed by the welded results
and the tensile test results of butt welded joints.

Chapter 7 summarizes the conclusions of this paper.
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LR K > T v —R— VIR O AT REME 2 7k L72[1-14]. (E K EHR T3
(BR) OFNSIE, 70 =0 24 (A5083-0) OEFEIZIBWT/IMET (360 W)
@N&MGV~%%%&HG%%%M&Ab&fzKW&?X@N&MGV~
Pats & A5 ICETEOOLND Z & EFFELT[1-15]. WE T EHMTHFEE
%@ﬁ%%iN&MGV Pzl o~ L —YEEr T2 2 L2k -
TNAYAG L—VFOABRENINT 5 Z L 2FEFELTZ[1-16]. £l —FT—7
ATV MRBEIZIEI[1-17]50/ 34 FRE[1-181IC b VW B, 20 KW &
L—HFIZ XD 32 mm S~ R LTV BD[1-19][1-20][1-21]. £ L T
Bremer Institut fur angewandte Strahltechnik @ Frank Vollertsen & (&RJEAER~D L
— T =7 ATV v MNEEERIC LV EERNHOAIMEE R LTV 5[1-22].
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INBUSMZY, L—FT—I ATV NEBEIZBT DXy v 7 (R
DOEEHE) 2D D NICE A% & TRMYE[1-23], #x 727 —27 Fatv 2% Hn
oA ZE[1-24][1-25], V—Y T —2I 147U v MNEET 0 ADOLEMITHET
HER O e EDM TN TV D[1-26][1-27][1-28]. 7= L —FiEEL LWL —
BT = A7V NEFEOBRGHRIFE L LT, Rav 7 1 RO BIE
[1-29][1-30], F—AR—LBLXOERMMFED 70 2ABROBILE LR ELHED L
AT A[1-31][1-32][1-33].

Fo, V4BV TERBICBT AL, T 7EBICBWT, BN
FOMNEEZRETHZET, Va—ETEEB LTINS H[1-34]. ZDFkL
TIXEE b —TF OEEZHIETH 2 &L T 4 — B VT IEHEEZEH L TV DR,
—FTT — 7 ORANCE L TIISEN TERWY., 2 L—PRBEICB VT,
L—P &N D ARy NEEBERNSEDLZET, V—Er 7REE2ER
L, WHAHDIES DX Z#MHEI L TV DH[1-35]. L LT —ZEEIcts L
— RERFR, KO EWRTIALZG D 20O KR EEE LM, LWolaX
BRHD. EBITNA 7Yy MAETHE, 7T—7 & b— &l EICEE L7
B F—F BB SN TVWA[136]. 20 F—FZ2 L, 7—7 O —
Rig & L —VPRBEOR VAT IARZ RGN Z ENAETH Y, 25
AR LD T =7 b EETDH. Fb—FOMNEEZHIETLI Ty —F
VIEBELFRETHDH L EZOBND. LNLIDX )R b—FITRITICHHZEE
BECH Y, Bl COrOEERNAKT LR EDKREEZFE L TN,

1-4 HFFEEH

NAT Yy REEET, 7T ROV —VEO R 2B A Fio 72 2 FEOE
BEE A G DY, HAOKREZMTET D L & HICRFTOMEDRZIN - 728
LWRBIETH D, RIEIL, 7 — 7 BRI CIXEBLN N2 E RSB T
HFENE — RiE & RVIETIABDOEBL, ZUC L D8RO M E, KA E
MOMTMEDOM EEEZHE LTERHINTEZ., L, BERBROR
TEME & RS & TR S D R OFEEE S 5 W/ NS L x9N 7Y
v REEOBEAIZET 28 TR SR,

Z T, AW TIIRE A OEHHED 9 LAEREEETHH L —F T — 7 A
Ty MABECEHR L, fEkEA SN TE RERBEE SO 5T ERH
TV DR 3.0 mm LL T O AR B 5 O FE 5 H B S B~ O 2 &I &
W, KORELUTHEEICEN T EREO SO LWDIEEELZS T 5. 7
bbb, FEMEHEMRRIBREETHD TIG BELE —RIESHON LA TWS
NA:YAG U—WEEE A DETNA TV » RIEET AT A5 L, R
b DAEBERE~EH T 212572 » TRIE & 72 5 i R E e aE Ik I 381 2 182

11



T =7 OEEN, L= LD T 0, ToBRLEFHLEZL—Y Y ¢
— BV T IEHAE ORI OWTHETT 5.

£7, TIG 7 — 7 IWHEEPTIC 100 W kD FLEAKH 71D Nd:YAG L — % fi
L, T mAE LV RNEICEET S LT =27 0REERD.
EHE, V—YRREIEAEZ DS EICL T = 2 L —YRELSICHEET S
72D ORFEITV, 7T =219 25 L—F OFED mREME 218K T 5.

—70F, BT RATIE, BET—7HDWIL—V U — A EDEENE %
—ED/NNE = TRYNICEBR S s — U I NEHIND. ZHUC kY,
REEE AT O M B2 E NI RV X — 2 @YU L TX, A oW E % Hil4E 9
HZETRELEREEY—REERT DI ENAREERD. U — B TIHE
PRZIIRDEROCEBERFMN TH D0, 1EROHIERDEHETIEY 4 — &
 TEERE ISR D ERITIELS, LT, fEkonRy MEETIE, &
B N —F BRI VY TIREN S S ey s — B TEER VLR
EQAY -

LvL, BErARy M X2 ERERE D 5\ 30 U) e i RSN X 548
MR S DR B E B A BT 5720120, BJRoBE &2 & WK E CHIE X %
EEREBHEY AT LAOBRBENLEENTWD. KFETIE, L—HIcksd7—7
DFENREZIGH LT, 7T— 7B N —FT 2 BB0OICIRE T 25 2 &7 <, &M
P, HIEMEICENTZ L — P E— 22 BT 52 L T — 7 2R H LR T
MO TOFEERETHZEEZHNETH. Z2TlE, AFEEZL—H U 40—
B TREE SR D, Elo, ARERELHOWTCEBREMATIC X 2T
2L —va Ui b NIEEER AT, L—YU 0 — Y VIR EEED A REM: &
ZOEAE~DIEH 2155 12O ORGETEITVIR T

1-5 WFFeaEE

AW TIE, V=YX D7 —7 OREEZOHIEMEICERL, 7—7 N0
RN VAR LT UVRGL T T L — IS K Al CLE LI s & KB
T&x52L, FLV—VBREICIYV T =7 2 EATBICHEETE 52 L 2FER
BIZR LTz, ETb—FT =147V v RIEHEICBIT 28T — 7 00k
a2 AIREZRE (FEM) IZX VT L, L—VRENZ L D7 — 7 0FFEE
BIZOWTHRET LT, DI ORERE Ikl & b DA 218 E L,
V=Y = TREEER WL =T — I ATV » REEBICL D 4 —
AT FA MRAT UV AR DLEERIEREZITV, T OA I Z FZBRIITHER
L7, AW TIRETLHL—H Y — o B LI, FRJRTH S TIG 7
— 7 BURBERRCID o CHEBMICBE S, FRFIZ NdYAG L—H E— 2 %A
MBS LoD Fig 1-3 I3 X O IR IS L TR E CAAICIRE S 5
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i
Ebs

Laser unit
«—

«— Tungsten electrode tip

Stabilized arc Laser beam

.

]
Base metal —» . )
%

Fig.1-3 Hybrid-welding for laser weaving

FiEThs.

AFEZHOIUL, HFELZERIZ K 2 REER TIG IWHEICBW T, Al
L7 b= E—AICL D7 =7 OFEIRICLY, 7T—2 3L —VFOIREHIZE
WL CEAICHEEINTY 4 — B TEIEZ EBLTE, WIED DL E RN FE
BTE5.

1-6 AFRSCORERK

KL OHERR % LU IR

B EIIFmCTHY, AFEOYE F EMERDMIEEME L, A SOk %
R~z

52 BILRBCET 2 iR A R e

93 BT EBIEE ORI OV GR A, B IL TIG 7 — 7 IR, Nd:YAG
U— AR, 3 SEATEER T 2 F o —4, RMBEIAT— 7L, R
A=Y F L as Ba— 2SN ENTWNS.

W4 BEIXTIG 77— 7 58, Nd:YAG L—HiEH:, U E2nEM TonEB &
W, TNSEHHALIEL—YT =714 7 v RIRBEOERIZOW T 7=,
BT E SUS304 AT L L RSN~ DR L, F OREMEICR T
D FE BRI RE 2TV, L=V T =77V v MNAEEIZBWT, TIG 7—7
12X D SN TR D Nd:YAG L — W ORBEKALED, BI85
BEBALADOEBERRTGA—EZD—DTHHI L, SHICTIG 77— DRE
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bR OFHEIZ5T 5 Nd:YAG L —HF R OZ RISV TR LT,

%5 BB BT DA OIR A fRHTIZ OV Tk~ 7. SUS304 A7
L AEHIRA~D L —F T — 74 7V v REEEEREHA R T 2R L0
ZDOUEORENA A ARERIEIC L 0T L=, T ORR, BEIEREES
ZRET AL, 100 W kD LR ) L—H Th > Th, L— R S ORHF
DINERIE L, @RREANREL T —7 28 & 5 aEt2 R L.

F6EIL—Y U —E U TEBEEICL Y EB LT — 7 BELERORE R
A7 BRE 2.0 mm 0 SUS304 AT o L ARSI D JE B IR BERBR ATV,
AWFFETIRE LT L— U 0 — o ZiEEE AT TIG FEHEEM 5 23
BT oRE07 —  REESETICBWTHLRE LEEEEIEENATRETH S
ZEaER LT

W7 EIIRTHY, BETELNENEEZE L0, AFEEOREEER L
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2 AMEEEHED RS L OB

gy~

B TR EIEDRE
B X OEHR

RETEIARMIENC TN LT — 7 ik & b — VIR O BB 2 LU T IO
EN

2-1 T— U Wk
2-1-1 BT — 7 B4

T2 3@EOBR S L TR S —KAICHNWOILTWD . R & et
DIBI7 % 22 ETATEFRO BRI ERE L, b __FHax—HEIWNICEMSE
THbLIR~| ’?Ié‘%ﬁﬁk?ﬂﬁ DHRET D, 2T E LT 28
B, FME & bIZBUC L0 IR LT&A@O@% ERDLMRORWERETH
b, T — ﬁ@%ﬁﬁmﬁ@77xvf PR, BA Ay, BTSN
5. A A OBEEITE D005 LT, HWEIXIES IS, BTG
LB E WD T, A A OEBIRAS~DFGIT/NIIV., LER->TT—7 &
RITEE LTEFICLE TR TWS. 2 2 CTF — 7 OEJESHi % Fig2-1127 7.

MR 0 7 — 7 B (V, : Are voltage) 1 B8R A 1 O R E LK T (V4 : Anode
voltage drop) , F2MRAETEEOZMGRELRE T (V) : Cathode voltage drop) 3 L U%
NOEOFMOT — 7 HEIZBIT 57 — 7 HEEBERET (V, : Positive column voltage
drop) MHKD. ZZTT — 27 OREENP, TR TEES.

P =VI=WV,+V,+V)I (2-1)
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2 AMEEEHED RS L OB

i A\ VoltagW v,
DC source Resistance
{ Current
Cathode Anode @ eo
o a4
| —10 um e—
@B
10~100 pm 1 y @
] g
; Va Positive column g Anode Vozage
Arc voltage Vp voltage drop area drop area
Vk
Fig.2-1 Distribution of arc voltage Fig.2-2 Plasma condition near the anode

-1 RUCBWCHET— 27\ T, 7—7EEITT — 7 RIZHHI L TR
5. ZHET7—7HORNESHTZ0 OBJER T2 RTENEER—ET
HHIDTHS.

BERRUT EF 2L, R H0- CTEX B 110 £ » TROZEMEMN &2 H O R
)10 pm FREOBELERE FENAE LS. &2 AN, EEREE CITZ O
SEER E R D72, YRR OBVEREDS 3TN D DT, Y idBw i
3L ZOEF % Fig2-2 \O7 . £72BEMICBIT DI Py 1IZIRATERE D Z
EMNTED.

P, =V, +V, +V,)I (2-2)

ZIT, Vol EFEREE, vrld7 — 27 HICBWCETARA T 2 BER — L
¥—Thb.

SRRUTE I, A A BREF LT DO RMREEETREL D, &6
WZRERR L W BVEE T B STV A, BRSOV —[EEEIZ LD &R
WIZEA LA OGN TEY, BT 2I23E0= L F =T %ﬁ“éfi
FOZRXNX—ZMZTRLLERNH L. GBOFPTHEHB L WD AEMET
TRV — 341X Fig.2-3 12787 & 9 72 Fermi-Dirac D ESA AT 5. if_
FDORT ¥ ViR % Fig2-4 |ZRT. EICBRRTEERBNOE O R /LX—
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2 AMEEEHED RS L OB

BEBEIZ b7 5 DAS Wy, TH SN TS Fermi YL Th 5. B FILIRAKIERN 225 D
BT RV R W, \THE LA, 728 2 W Bl EICE RV Rt Lz b LT
LEBNNLHINENSD Z L1372, RETIAE—, LFICE>TLES.
YWERmNOE T ZRET A0, WA TCRT gL —2 MG A0
M.

W,=eV,=W,-W, (23)

T W, FEFHHFEABLETFNF—TH 5.

SREEN RS DL, AREFOBBEESKE RV EFO=RLF—5
i b Fig2-3 FEICRT L2 2. o icky, GEHEEL 0 E 3
B EN5. B T2 5 ERERE j 13 Dashmann O & L TLLFICER S
T3,

j= AT? exp(—eV,, /k,T) (2-4)

Z ZC, W, X Boltzmann ¥, A IIMEHEBDOEK THD. EMIZIBIT 500
N P TR TREND.

P, =W, -V, -V)I (2-5)

ZOANG, BRIIGHRICEAS TR SIS WD LB 005,
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w

dN //TPW

— | 0K
dc
Potential curve VI/h VZ,
“Kinetic energy w, w, Fig.2-4 Potential curve of an electron
AN . TIG torch
— | 2500 K Magnetic field
dc
L U
“Kinetic energy w, W, '
Biased arc Arc
Fig.2-3 Fermi-Dirac’s velocity distribution Fig.2-5 Image of magnetic arc blow

T — 7 3ZEMHE THBETH LD, Bk, @W@ﬁ@?'ﬁ“@%thf:%Ek%?ﬁﬂ
L. X, 77, BEOERICE > THBICKEERESE, F0
Wl DN BN I T BN L > TT — 755’7%nm&)ﬁhj'5jilﬁ (D DMENNT
WAHTEHTHD., ZOBEMNRT —7 OBMEIEHOZ L 27 — 7 OBERIE
F5hHE (Magnetic pinch effect) &5, ©F 0, EMMAIHN S R CTLERBD ISR
WAL, Bb, ERMAICHENDERE, BELIEBIGIZL > T — 7 .0
WM OTH D, S5, T—7%2mEIT 5 8L TRIMS RS, £
DZELILE-T, 77 R TIXT — 7 OEFERBENSEIML, 7 — 27 FulsEh
THENZ > THREN EF T2, modidmned I EFRLEOIREITEL 2 5.

if_, T MNP THHR TOD Z I3k _7), BHTHLINWD X

, A OB R e EDOIENE DTN K > TEDRENEZ BN TLED.
fFjﬂ“ , WG ORBETT — IR REALTLEY ZExMERE (7T—277r—)
kbw Fig.2-5 \Z/R T X D WA ORIG N 7 — 7 1oxf L CIHERIR & 1A T
5. FRCEBEROSGAEICZOBGIIEE ICRND. ZORWE<ITE, FH
FEDON—TBIRN BT, T —ADORY 1T A0, EHERIEATICE L
RS 70 EOFE B ORGUHFICHERE T DL ERHDH. LL, Eiﬁ‘(&i DT —
7 7a—%FHLTCT =27 %H#H L L5 LT R BRI ILTWDH[2-1].
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2 AMEEEHED RS L OB

2-1-2 BB R DR

T — 7 OB TIE, & OBEREERE TEIZIB VTR0 % DA A DA
WL X5, —RIIKEBIRT — 27 TlX, 7T—2ENOMRATAESHOEFE
MR- & OEZRIZ & B iR kwf &w A A UERBPITOND T
D, BEEOmMEIL T — 27 FOmE L E kawbmfwé Li=Mno
T, BRTHROND X)) REROETIC iéwm@imiﬁ6mﬁ BE AR A
RS u7evy. Lo, BN UBBEREN KB T L1k d &, HH
@wxiw EHEEEORWEBAKOLFHEICT — 7 ERER LT <R, 7
— 71 IZEFT 5. ZOREE, _@%W’%WIXW¥Hﬁé%’%¢L
%%#WALQD,@maEW7 JREIZHARTIE D CEL< 72, RN
(IR TER S D

—HRICTIGEEEE, MIGIEEE 2 EDH AL —)V KT — 7 EETIE Y — LV R R L
LCArT ARHWSE NS, ArH A A 13RI FRICSIE OB A NEFEL, ZELT
WAHDTEFBIHIZHNERT RV —NEL, Ltﬁlof FEAEE X157 VE L
AUV, ZAUCKE LT, wAMEROE N UMEOLL, Na, KigEOT Vv ) &JFO
EEEELILX, TN EN537, 5.12, 432, 3.87 VERUWMEEZ R fﬂ@iwi“
HHEROKRK[OERETIZT.8 VTH Y, FET AR K OEFRDOEHEE
13.55, 1448 V2 5L NZY —/L KA A L L CTOArDZHN15.7 VIZ w«fiéﬁb
K., LT, 77— 22l f?i??fﬂﬁlébtﬁm, AR X0 & EREE
DARNWERL F DTN EICEH SN T, T—I7 0% %¢ﬁ5_k_@é.:
DX I, BRI féiﬁmﬂ%ﬁ%i%ﬁm@%ﬁﬁi@%@éﬁm
HEREEIZ R LTV 5H[2-2].

2-1-3 TIGT — 7 Y545

TIG (Tungsten inert gas) 7 — 7 VAT RIS D 7 EFIZ W Tl A W
HILTWD. I E R ZREREEE L U QRN UM EHCE A S d 2 &M
Z\N. BRRICIZIEHAEER CTH D X T AT U2, WE L& B0kt &
i ez 7T oo U L7 EORIEWET A WS, R THE, &%
W7o 7 NI H A — )V RAAE L THWE. TIGT — 7 I58E ORI X %
Fig.2-61Z7~7".

19



2 AMEEEHED RS L OB

Tungsten electrode

Shielding g‘y‘) =

Work piece

Arc

Molten pool

Fig.2-6 TIG welding process

TIGEE DB & LTI, Hit, RIENENRH L0, FHIEROES, £
& i, B2 BRI EN NSRS 25 L EDOWDOLERH 5. ik
BHE~AT A, BEEBT T ALIES. YA T ADEE, BHENSE LM
B> TTr 2 v 7 L, BRI Toh DR BPIEE 30 O TR T A
DTN — FNELND. —KOTIGT — 7 A TClIE~ A T ARH LS.
W77 ADBENL, WITHMMING X o 7 AT BN EVE NP+ 5 7=
D, BRRDSMEAS LTS HEEELLT V. F2, M OBITIARITE NS DI
5. LIZAT, ZOBTIARFEOBRGELE L7 ) —=I1E ARG 5. 7
V—=VZ7ER &L, BMANEMEDORILEEZ ST ST L7 80 iR
HOBILHZI O BRSAEHDOZ L THD., TAI =T LR ERMET S LRE
Wb ECCLE ) EOIEFITEERNETH L, Zor V—=71EH
ERIAT D Z L CHREZAREICL TWAD. L LEERNEITCT < B 0T
AL 72D DT, ERUSNATIZHE D Hnsiian,

T — 7 ORRME A IR S D ZRIRTIGE X, B~ A T AR DL DRV T
NI ERET T ARG OND 7 U —=0 TER OB R % 3l 2 - R EETH
L., BTT ALY AT AERZRITHWD IO EMOLEFE 72 MED S I S
HERZNIEEHLL 2V, ZOEOT NI =T AOEEICERMEEN TV 5.

R DR E L L CTRIELRERH Y, WA TET N TE S,
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— LepTp
LepTep + Ly Ty

(2-6)

EP

ZIT, Iy BT T AE (A, Ty BTT AR (), Ly BV A TR
Bt (A), Ty B~ A T AR () ThoH. MElkRe@sZsTr I —=
> HEBSCEMOEFRE AR T Z LT H[2-1].

22 L—YEEE
2-2-1 L—YRIFEOFHE

L —# (LASER) &%, T[Light amplification by stimulated emission of radiation |
DXL FAH &> TTERLEHET, FEBEHICID O OE®RTHS.

L —HIHRIT19604F, MaimanlZ X > TITON /2L B — L —HF DI T
5. BIDRFECRLEWIEICH D & &, ZOREIZEERIKE L Sbh,
JFRFDOEDTZ RN FXF—IIHRETHROLEL TS, ZORFNEEWRILZD,
DT EEELTLD LTmRAX—%2%2TH &, TRAF—0 |t ikiE
~B 5. ORI, EFICARERREICH D20, BHIXARICT R
N —Z I U CLREREERBIZEA S ET5. ZOLEHMHINLIDOMHE
WEL, BhEREEO= X VX—% E,, KIKKEOZR VX —%E L35 L,

v=(E,—E)/h 2-7)

I 7T 7 EBEMETN, h=6.626x101J.-s ThHAH. ZNLV DR
RiZ,

A=clv (clTIEDHE) (2-8)

ThDH. TNDx, E, ENERLEIEEL ELRD.

ZOHD BB U 2 RO FIEIRREDE 712 % L THE 6 R LR A
DI ST Z DAFDE & 7 UHE 2 BBk & s, —hikE
it LI A L TH 5.

b L, BRIREEIC H BK T ORMN LT E, £ ERBIIC L0 s
B. ZLTEDOHRIT L > CHRERBSNNIE, b OXEF UHELE-
Lint, EERBIOK TR LCHEMHERT. CORENKLICEEL, [
UM A E A KRS NG, s L—FRIEOREChH 578, 15
DETHENT > 5 HE TIILECIR BRI 5 B KL T OROIE D BE <, FHEM LR
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2 AMEEEHED RS L OB

IHRRW. ZDD, FHERRBICH DR O A HT oI, b=
NX—% 52T, EEREIZHLIR FEEREICEC=RLX—1LLE |
HEETRIMNENDD. ZOREERVE 7 LIRS, Ry i@
HRHE T R — M H &5 [2-3].

222 L—VEED A =X A

L—EBE L1, L=V ORIERICE > THELNTZKE SO Z A -7
L AR T — Tl KB o THIEEEM BHI R L, 2 Ot & gim BT
NSHDLZEICLoTMEN, L CHEAET 2 HIETHS. L—FE—AFE
FE—ALFERRIS, MRV —FEEICLLMITIEE LT, b, Yl d
DOFREMT, Wz, 7Lv—yr 7, INVFV TR EORBIEM L ERD
5[2-4]. ZDRINTRETPUIMWr & T 2 L ERICIFH N B RE VL —H)
NG, RHITLUMIIIEERRFET A M AZEN LTk L ok
JIEEEGNZFIHTE 20, WEOGEIIRIEIED T, B 2 NG
AT —/V RLZRTFNIT R 6720,

MEIREICHBE Sz L —P e — A3 2 TOREICA NI S DR Tk
7, —ERIERE L2, Fmm LD LRI 2. B — A ORI
PrEFOREIRE (W7 RME, BURE S, S, BIRRE) ITREIKFT 5.
W Z B D le DIt oORmEANET 5, 7—27I10X b TEUC X - THiA
EIRERREIZ L TR R EORBEAUEZ i L T L—F 2RI T L
KT 7D, —EAITHEHIER A E T D & B — AR EINT 5.

L= — AEETIL L — PR ICIEF ICmWE O = R L X — 3 e
T 5700, BETORERSBEZRDOEVIRITIALZNEOND . EHEEL
AN, WEHMOBREE /NS THZENTEDLEWVWHIFEND
5. £, BWEEREFK CHANALEICRDLZ b, VT RLF
— B L DM BRI ICIER T D720, mEEEATRETH L. L L—F
T, MLWARBRNEL, @EEXADTM LI ABNERIND. ZORITx
— IR L EMEEI, EOROEERITERIRBIC 2> TS, ZOF—FK—/{Z
JEPH OIS B N EALIA R, Y — REKT 5. BEHRREOS AT L
SO T IAITNEF — R — VDERP AR TH D, L—HFE— LD
REICHBHZ F— R — L 2B L TR T IABR DG LD Z 3R B0 72
D, EOFXF—H— I IAUTEE&BRAKIDBMERICEZIAEN, WHETICARR
T 4 EMEFEN A RAN TEROTV. ZOKRIITIBBET OME AKX T S8, KX
BINEED 72 EDFIRDOWELZ LT b T R TH D, Flo B — 2B MW 29,
MIRBIR Y OB ERIBE b m < 2 5. EMICHEEEL LR TET v &
— Ny N EDORMEACDRKNE 72D, -, BGhRNEIR L —V TE%LLT,
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CO, L =Y TI0~20% & WV 9 212, WAl OeRAKIC L — R Y- TTZ
ASPREL, ZOTIFTAZICEoTL—YRRINSNTLEI 2D, FTET
TRAF—WEPNETTLE NI RENDHD. SHICEHIA FORMERSH Y,
AR, KD - KAl L —F OBREPEAL TIIWDEHOD, KHITO L—F%
RIEEITEZHFEFE M THD.

2-2-3 Nd:YAG L — ¥

MEVINTZHICHW OGN D L—Y & L CEER L —F THHNEYAGL —H &
KKV =P THLHCO L —FRREVRbDE L THEITOLNDS. NdEYAGLE I
['Yttrium aluminum garnet] DI T-% L 572 H DT, Z D3 DOOWIKNHBIZZRD
FHAZ IR L TV D, AR TIEEAR L —F THANEYAGL —HFZHW TN 5
25, NEYAGL —H OFFEHRHEDOERIZA1.06 yumTH Y, CO, L —V DK
10.6 um & 32 L9100 D1 TH D, ZOWREDOH I D, Nd:YAGL —HX
W7 7 AN EDBENFRET, WHEEE S AT ARIRO T L X7 N ALH A
HEL 72D . CO L —HITHIZ L o TR F—=PMRES DD, T 74 Tk
NEBEMELS, BERELRBNDRbDEoTLES. LA > TCO,
L—HFICHR, NdYAG L — XM E 2 T 5 Z LN TE S, I HICH
ENEWVARE LT, L—EESERICAELL L —FFES 7 A~IZLD
— PRV X—DOWIAIZ BN D.

L —PRIRFEICIL, EH3EIECW (Continuous wave) L —H 2 L 5 J7iEL R
WAL =PI LD FEOMFEERH D, AR TIE VAL —FHNTOERE
1Tole. BT B — AEEE L I LTZBRONAYAG U —HIEEEOR A & LT,
MNRIZHERXBROFEN 2V, B E—AIMEERENEZTTH L Z L NE
FNDHD, L—HEREHFTCU— NV RITAEZHNDZ & THHENATRETH 5,
B E—LIEBOBEE LTI ZENTERVR, L—FI3EEROEED
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Table 2-1 Advantages and disadvantage of TIG arc welding and Nd: YAG laser welding
TIG arc welding Nd:YAG laser welding

1. Since the melting section is large, | 1. The weld penetration over the
high beveling accuracy is not width of a heat-affected zone is
required. very deep.

Advantage | 2. The opening of a molten pool is | 2. Since energy density is high, there

large and tends to miss the air are little distortion of material to be

bubbles inside molten metal. welded and thermal deformation.

Therefore, generating of a blow | 3. High-speed welding is possible.

hole is deterred.

3. Energy efficiency is high.

1. Weld penetration is shallow. 1. Demand beveling accuracy is high.

2. Since energy density is low, a | 2. Air bubbles are hard to escape and

Disadvantage heat-affected zone is expanded, it is easy to generate a blow hole
and welding distortion becomes from a narrow keyhole opening.
large. 3. Energy efficiency is low.

3. Welding speed is slow. 4. Equipment becomes expensive.

(An arc becomes very unstable at

the high-speed welding.)
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Image digitizer Motor board Laser machine
/

5 l (ToPC) =~

AD board

CCD

— Welding

Personal
computer

direction

Base metal Moving board

Fig.3-1 Composition of system

Nd:YAG laser

Emission unit
B

_ Welding direction

Fig.3-2 Components of welding robot
(TIG torch, Nd:YAG laser emission unit and driving table)
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Table 3-1 Output specification of welding machine

TIG arc welder Nd:YAG laser welder
Output (at 200 V) Output (at 200 V)
D.C. 4 A~200A | Pulse width 0.3 ~20.0 ms
A.C. 10 A~200 A | Voltage 150 ~ 510 V
Periodicity 0 ~ 50 pps
Number of shots 0 ~ 9999 time
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Fig.4-1 Electrode tip shape
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Fig.4-2 Shape of groove for stainless steel plate welding
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Table 4-1 TIG arc welding conditions

Contents Conditions
Base metal SUS304 (t=2.0 mm)
Power supply form DCEN
Arc length 2 mm
Ar gas flow rate 13 I/min
Welding speed 100 mm/min
Welding current 56 A

Fig.4-3 Tack welding

Welding direction.

(a) Top bead Connecting line

(b) Back bead

Fig.4-4 Appearance of TIG welding beads
(Sharp electrode tip)
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Welding direction

(a) Top bead Connecting line

(b) Back bead

Fig.4-5 Appearance of TIG welding beads
(Eroded electrode tip)
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Table 4-2 Nd:YAG laser welding conditions

Contents Conditions
Base metal SUS304 (t=2.0 mm)
Welding speed 100 mm/min
Pulse width 1.7 ms
Pulse frequency 10 pps
Laser voltage 510V
Power 96 W
1 cycle
Trajectory of < “’;\

Holding time, ¢

Laser welding \

Weaving Width
w

Weaving frequency,

A

il

Fig.4-6 Nd:YAG laser weaving conditions
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Welding direction

(a) Top bead

(b) Back bead

Fig.4-7 Appearance of Nd:YAG Laser welding beads
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TIG torch
- Laser head

Welding

direction
CCD camera

Fig.4-8 Equipment to apply electro-magnetic field
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Fig.4-9 Relationship among magnetic flux density, coil current and distance from the coil center

‘\v

\
Electrode —»

TIG arc

Base metal

(a) Without magnetic field (b) With magnetic field (B=1.5mT)
Fig.4-10 Effect of magnetic field on appearance of TIG arc
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TIG arc

T

Plasma \

Fig.4-11 Effect of laser beam irradiation on appearance of arc plasma

Electrode

Electro-magnetic force

Laser spot

Molten pool

Fig.4-12 Schematic illustration showing effect of laser beam irradiation

on the arc under magnetic field
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& TIG torch Laser unit ~>

Welding direction

=

Laser beam

0
y &

Arc 0 >
7 AW

Xx-y position of 1 2 3 N .
- mm aser spo
electrode tip (0,0) Y * (mm)
\
V _Base metal

Fig.4-13 Cartesian coordinates for position of laser irradiating spot

Table 4-3 Hybrid welding conditions

TIG welding
Welding current D.C.56 A
Arc length 2.0 mm
Heat input =560 W
Nd:YAG laser welding
Laser power 9% W
Voltage 510V
Pulse frequency 10 Hz
Pulse width 1.7 ms
Laser position x=1.0~4.0 mm
y=1.0~4.0 mm
Both welding
Welding speed 100 mm/min
Shielding gas Ar 13 /min
Base metal SUS304, t=2.0 mm
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Fig.4-14 Effect of laser irradiation position on arc welding result

45



FaE ATy MEEICBIT 2T — 27 OFFENR

Fo, HPIZIFZZO0, BB ERL TV 28 (Ei) 28 TR
LThD. REEFEBREREZELDDHLERODIHITRD.

L—HPHREZE DY = 0 mm, 720 bEEER L THOREHERN OS5 &1,
LE LT — 712 K0 EMA DD BRI RS RS b, BRSEImE T Ox
=0mm TAHMIE 7257201, TIG F—F 7345 VT 7 —727 23%x = 1.0 mm,
F 72120 mmOALEF FIZANT WS T2 B X Hild.

U—HHRHALE 2y = 1.0 mm OFE1Ex = 1.0 mm 35 X T2.0 mm T B4 73565 5
DGO, EROLEEIL TV DX =3.0 mm TiX, L—FOREMNE LT
W5,

y =20 mm %2 5HEA~D L —VFRETIE, L—FORITFED LRh
ST,

LEDOFER LD, ATV » RIEBEEIC X D2 HRFE2.0 mmA T > L AR D%
AEEHICBNT, y =1 1.0 mmOFHN T L —FRINIC L 57 — 27 O
R PHEFR TE D5 Z LRSIz,

4-4-3 BEEEY— NIZRIETLV—FRIEE (cHihm) ORE
L — RS 2yl DV THE0 mmiZ[EE L, x5 mi207)54.0 mmE T
1.0 mmEICZE LS ETAA 7V v NEHEERZIT o 7o i 821213 Table 4-3127R7 L
7RSI 2. Figd-1512, #E— ROABIEER L ORM EAlOEE %
I
ZOERERENS, BMEBEEHICBIT D E— FAEB L OEEY — FORITIAL
RS EFME L=, ZOREREZLLTIZHRD.
1) L—VBEIE : x=1.0mm
MM ERZBET D L, BHEIZ L —F RN SNIDEAMRTE 5. 2
AU LT, L=V 2 RE T DNEDR R T ThoTolesd, TIGT —
JIZ Lo TR ENTZBICERE L>oH 5 B — K EICEATL—Y 23R
SN ENFRTHD. FEMENZBSET D L, B — FREJEK
ENTWRNZ EDRMERRTE D, U EORERNS, L—HREHIE : x=1.0
mmTIE, TIGT —7 & L—H DA 7V v RRPHERTE o7,
2) L—HBRHIE  x=2.0mm
MMEBEMUZBETLE, BODLTEELZE— FRBREREN TS, L
NURMEMAZBIET 2 &, +aRRETARBR LW, Lich>TL—
PHHAE x =2.0 mmTlX, TIGT —7 & L—F D A7) v RREEMNMK
WZ EDRDND.

46



BaAE NAT )y MNEHEIZBIT ST — 7 OFFER

3) L—WHRHEAIE : x=3.0mm
BELTZE— FANBEB L O 0l T IAR DR TE D Z Enb, L—F
FEHMIE : x = 3.0 mmTIE, TIGT —27 &L L—HF DA TV v RIERPRH D
ZENnb.
4) L—HHEIE  x=4.0mm
MM EREZBERT DL, Fixilce— RRRIET LD RPN HR T
L. ZAULT — 7 BRI O V—FRE T IANCHEE ST, IEEETIC L
TEHFMNO4372— NV R RAEZ TR oTzZ ERFRETHD. ZORER,
WHEI N ZER EIS L, B — RONELSBb LT, - Ef28157 5 &,
HY— NEARWERT L ISWEFTAH Y, B — FeRE2@ L TLEEL TR
WZ LR TE S, LIz -> T, L—VHEMIE : x = 4.0 mmiE, TIGT
— 7 L LYo RICU > T, WIERFE TN Z Enbns.
VL B DGR D ARVEBESME T, ZE Lo B — ROV O 72 R T 1A B
RS C & 5 B Zexii 5 1) D — W BRI & 1 3x =3.0 mm & L7z,

47



Fam ATy MEHEIZBIT L7 —7 OfFELR

1) x=1.0 mm Welding direction

Top
bead

Back
bead

2) x =2.0 mm
Top
bead

Back
bead

3)x=3.0 mm
Top
bead

Back
bead

4) x =4.0 mm
Top
bead

Back
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Fig.4-15 Appearance of hybrid welding beads
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Fig.4-16 Appearance of hybrid welding beads
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Table 4-4 Measurements of back bead width

y=0.5 y=1.0 y=1.5 y=2.0

x(mm) W(imm) |x(mm) Wmm) |x(mm) Wmm) |x(mm) W(mm)

+ 4.6 2.19 4.2 1.22 43 1.64 49 0.00
9.1 2.05 8.4 1.09 8.6 1.56 9.8 0.00

13.7 2.14 12.6 1.68 13.0 1.51 14.6 0.00

18.2 2.14 16.8 0.97 17.3 1.64 19.5 0.00

A 22.8 2.10 21.0 1.56 21.6 1.81 24.4 0.00
273 2.10 252 1.26 25.9 1.56 29.3 0.00

31.9 2.01 29.4 1.05 30.2 2.03 34.1 0.54

36.5 2.14 33.6 1.81 34.6 2.29 39.0 1.51

41.0 2.73 37.9 2.73 38.9 2.12 43.9 1.76

Wav 45.6 2.73 42.1 2.86 432 2.12 48.8 2.24
50.1 2.73 46.3 2.23 475 1.86 53.7 1.80

54.7 2.60 50.5 2.48 51.8 1.94 58.5 1.41

59.2 2.60 54.7 2.23 56.2 1.77 63.4 1.32

Wav2 638 1.82 58.9 2.10 60.5 3294 | 683 1.41
68.4 1.69 63.1 2.10 64.8 %238 | 732 0.98

72.9 1.82 67.3 1.85 69.1 %268 | 78.0 1.22

77.6 1.64 71.5 1.47 734 X276 | 829 1.95

82.0 1.82 75.7 1.60 77.8 %294 | 878 0.83

86.6 1.82 80.0 1.26 82.1 %276 | 92.7 0.93

VY — — — — 86.4 $%:2.81 97.5 1.27
Whbav — 2.15 — 1.77 — X216 — 0.96

Wbav ’ (1.83)
Whav?2 — 2.16 — 1.91 — %2.30 — 1.20
Wbav2 ’ (1.94)
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Fig.4-21 Image of molten pool and arc in hybrid welding ( y = 1.5 mm)

('t : Time after arc start [s] )
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Electrode

Fig.4-22 Deflection of arc and molten pool by laser beam irradiation
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DT — 7 BJFIAR D T AT O T, BN E EAE & i & L TRk
()= ST BYERET L, M#ESIROBIRET LV E Vo728 91T, Th
FTICWL OO FENRREIN TS, LL, 2L DOET VLEE o
A RO TEND K, W T — 7 BYR 2 EMEICHBT 51238+ T
b5, EZTARMETIE, TUARHIBIROBIRET VAR L. Z0F
FINE, BUESH /AT A—HF e OIEIZ L > THix O 7 — 7 2RI &2 HI 9
HZEMARETH Y, EREREIEFICLIS —ET2EmBER I —
3 UREROFEENR DD, Fo, T U AFHIROBIET VL L —FERIZ
LICHMNAEETH Y, 7T — 27 BJRET NV EMAEDEDLZETNAT Y v R
EHEA BB 5 FIENGFTET 5.
T A5G O NEE I,

q= [n—wexp (—M)]A [W] (5-1)

2102 202
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LD, ZIT, g IBEE, n . BRhEERKOC], V: BEEEEV], 1B
BEEIRIAL 0 @ BRI /RT A —F[m], A: BEAEBM ) TH Y, BYRSA
INTG A= NREWNEERTZ DTSN S 2B D, /NIWEEFLL F
EFESTBIENANHEOND Z ENTND.

BJF A /NT A—Ha 1X, MLT. ®N.S.Tsai HIZL->T, 7—ZV&E LT
— 7@ T — K IV R ADRKIE I LI o TET 5 L RE
BRI RSN TS, T—27 EREWGS, BJRGM T A —ZITREL 72
D, IR TEWETIAZBNEOND. —HFTTr—27 ENEWES, 2R 1h
INTA=FFTNES L0, B THRWEIT AL DG B LS [5-4][5-5][5-6][5-7]
[5-8][5-9].

2) WEBGOETY T

Fig. 5-IZ/R L72 K 912, RN OBUIR D DAk 2 702 CEMBIR 23 E &
5. 2T, BMmE - BB - ZARBIBEUT DWW TR 5 [5-10][5-11].

(1) BMmEic X pEdE K

BRI &R E OB DL Bl Y % EVsiE (Heat transfer) & MRS, 2
ElI= = — b omERERNC X,

qconv = h(T - TOO)A [W] (5'2)

EREND. TITT, Geom: IBEVE, h: BMSERE(W/Mm? - K], T: [
ROGRFE OIREK], T,: MAOIREK], 4: EARBEN ] THY, Bz
EEIXEROR IR & MR OIRE DB T 5 Z LN o 5.

BMRIESREC (Coefficient of heat transfer) 1 [E/A D 2 [ PR e UiE 4 oD 388
BRENC Ko TREDETH DM, B 2BERIIMEL L TV,

Q) B X 2 EGEK

MR DK A D> O BRI IC K > TR S 5 BlG % i (Radiation)
E RS, WIRR I OBALEAE D, BARF IS S 2 B = v —
BE A E LD, ERBEROBREILX, AT 772 - ALY~ OB
I kg,

Ez=0oT" [W/m?] (5-3)
LEREIND. ZIZT, Ep: BROKEEE, 6: AT 77 s ALY
ERW/mM? -KY, T: BIRDOIRFEK] Th Y, BVEHIWIROEE D4FIC
5 Z &R,
— DR D TS VL, =R (Emissivity) e <1 & W T,
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E=coT" [W/m?] (5-4)

ERESND. 2T, EJANEE, o BREERT] ThDH. UELDY,
R ORMEE D DT AE~OBHEEL, UTOLoIcREND.

Graa = 0(6, T~ €,T°)A  [W] (5-5)

22T, G FERERED ORI ET DS L HEE, o BRI
DI, T, FEREORE, o WERDOKEE, T,: WEOIRE, 4: 15
A [mM] Th 5.
(3) ZRIEEIC L HERE
ARREORIREN L W o 7o, —EIRE T CTMMRDIZZ 2 272l
LEE BN (Latentheat) & W5, ¥AHEH OO FA Al 5 i C IXEE L6 IR O f 58
DELTEY, ZOHEIZL > TR HEEIT,

qevap = mLevapA [W] (5'6)
EREIND. TIT, qogp: REEBUICL > TRONLEE, m : HE
Fif[ke/s - M), Logy: ZRFEEEIAg], 4: mERERM] THD. HETD

e & O'E & Emld,

m =exp[2.5 +1og Py — 0.5 log T (5-7)

log Pam=6.1210 - 222%¢

(5-8)

ThD.
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5-1-2 BYRE

WHAN ORLF O L > TEZ 28 OBE 2 B8 L FES. Fig5-2 O X9
(Z, BEEIRMIENENC RS DIES &2 T, [K] &S, RO —RIZET
2/ N FEdA[mM®] % AR IS @i 2 BVEdOIW] 1Tk ThEZ bh 5.

oT
dQ = —K=dA (5-9)

Ihza7—=YxzoERE NS, 22T, K[Wm - K] IZB5E 3R (Thermal
conductivity) & FEIIILDWMEETH Y, BB I IRNES OIREE AR b5
DI EMMGIND.

RIZ, Fig.5-3 1T T & 918, 3IRITEREIFERIZI T 2RI E N TEIRDORKR
BERBEEZRIT CZOEBITB T HBOHE5 NV EEZD.

\ /I Temperatur e : T

dQ
Area : dA

n
Fig.5-2 1-Dimensional heat flow

dx

or
Temperature:T dy, Temperature : T + — dx

y ox
| dQX |in ‘ de |0u!
S |
K
X

Fig.5-3 3-Dimensional heat flow
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WIRNDIREELS % Tpe 20Kl & THUE, x 85 ANIZRERMdr ORICIRAT 5 EE
|dO|in[W] B ZOWEHT 2 BAVE|dO o[ W] 1E, (5-9)% W T,

|dQxlin = —K = dydzdt [1] (5-10)
d oT
|de|out = _Ka [T + adx] dydzdt

= |k S+ Z(KZ) dx| dydzdr 1] (5-11)

LR D, it Tx BT OBYREZ K > TEERd O IR IAFEN T4 U 5 B
mEOELI,

3,0
1dQulin — 1dQxloue = 5 (K é) dxdydzdt (5-12)

THDH. R L CEVRE 238007 2R 90T, BMEMEN CE U 28E
DEALIZ,

2 (kZ)+ a"’_y (k 3—5) +2 (KZ)| dxdydzdt [ (5-13)

b, ZIZTC, FMdDORITHRAEREN TA L 2IREDOEITIRES Ty
ZHWT,

oT
=dt [K] (5-14)

CRIBLTE B0, BVEOTAIIMIE D Ep[kg/m’] B L OB C[Jkg - K] %
MW,

L dt - pedxdydz  [1] (5-15)
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L7 b, A(5-13), (5-15)L0,

%dt - pcdxdydz = [;—x (K Z—D + % (K g—;) + % (K %)] dxdydzdt
= pesi= kG +5 )+ % ()] (5-16)
ER D H AT SR DI T,
|7=i;—x+j:—y+k% (5-17)
Z VU,
pcZl = KV2T (5-18)

LR, I EBMREO MR L FES[5-3][5-12].

5-2 BB OBAEAFE

HRRDOIRE DL <13, ZlbRZzFLHMy TRAATRESND. A (G-18)ITR
L7e B8 0 L FREUE, YR DR D340 OIMSTEFUAKATF T DRI i e
ROBATERIAENTWE., TETEL =T =71 A7V v MEBEOEE S
R a2 b=y g UREITIZ R TV D N[5-13][5-14][5-15], ASHFZETIE, f#HTAOIC
iRt < Z & DN LWy TR O TP 2 BUERICS 2 HiED—D2Th H FIRE
F1£ (Finite element method, FEM) (2 & % & =& {k %217\, ICCG (Incomplete cholesky
conjugate gradient) VEIZ X DT 217 9 2 & T, B8 X O EiF 2 KD 5.

5-2-1 3R BV EDFEM R

3R T D IEE WM E R O AT, AR oX(G5-18) TR ND. 20D
REARERETEAT D L, BRoFER TR TEIND.

[KJ{Te} + [C] 2 = (F.) (5-19)

ZIT, [KJFEZOBMEE~ R v 7 A, {THIEZEF SOEESY L,
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[CNFEZOBEFE~ N v 7 A, {FUIBERFMETIREDLHRIRT ML THD.
RERIZOVWTKG-19Y2EDLED &, 2RO FRENXIIRAE2D.

am _
at

[KI{T} + [C] {F} (5-20)

22T, K] BEOBRE~ Y v 7 A, {T} : REiIAOIEERY b, (]
PIROBRE~ N v 7 A, {F} : 2IEOHFDRT ML ThH .
EEMEOES, X(5-20)ELDHE22HEZ0 L BT,
[KI{T} = {F} (5-21)

L. EEFEOHAEE, HARLNCEK T DIERE{T, IR T, MUt
#%OIBE{TYZ KD 5 & 31T,

(K]S (T} + {T,1) + [€]5 (52 + 28 = (R (5-22)

at at

txRIhd., 22T, BRANCLDY,

(T} — (T,} = ar > (AT 4 20)) (5-23)

5 (s o 2
K(5-24) % G22I AT B &,

(K12 (T} + (T, ) + [] 52 = (1) (5-25)

= (K +[C15) (1} = 2(F) — (IK] - [€] ) (T,) (5-26)

BELND. RGE200DE01FTXTHEMETHY, X(5-21) & RERIZIR TR
XN&7e s, EWMETIIAG-2D), FEEFRETIIXG2002M< Z icky,
AT E R [ 43 O - ER DO F SR E{TY &2 FH T & 5[5-16].
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5-2-2 ICCGIEIZ & B figis

ICCGYE &1, N FRROMED DL D Th 5 I AELE (Conjugate cradient
method, CG¥%) 12, R5EE=T L AFX—/3f# (Incomplete cholesky decomposition)
(2 &L DRTLEATH 2 N, BB & IR AREDIFECTh 5. FEM RO
BEARWREE LTI, N R M) w7 ZHEERD D0, FHERM A H AL
BoOKIBFTEINL, 8iRERDOZ W KBGO IZIEIAME TH D, —77,
ICCGIEDFHRIEMIE, HimABOKISRLU T O E EF 5720, KRB
FEMIZiH LT\ 5. LU FIZICCGIED FHE XA IR~ 5 [5-16][5-17].

1) FEMOITHI AR TERT 5.

Ax=b (5-27)
22T, A A(5-21), (5-26)DIE DITHNIFE Y 3 B XFRIE EETTH (45 2
Fra; b9 5), xi (5-21), (5-260)DIEIAD{THIM YT LfE~27 kv, b: K
(5-21), (5-26)DALITHEY T H L4107 ML THD.
2) REEIVAF—REITV, AZRKD L HIcFRT.
A=LDL'=C (5-28)
T, LETEATINEERZLET D), DxtAITAI(HAERZd L

T %), CHILBEATIITHDH. 220, BT OTIIETIZERT 5.
1THIL, DOJREZFIFIKRATRAERTS.

i =a;— Y1 dil3 (5-29)
di = (5-30)
Lij = ayj — Y=y die Lik L (5-31)

f:fi L/, al-j * 0@%é\@#§+%_§—5
3) #IMExeZEERRE L, RIEUTL DT Fir, pexBEHT 5.

I'O == b - AXO (5‘32)
Po=C'r (5-33)
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4) k0,12, 20N T FRR&IEk KD 5 = & THETE 5.

T
_ PkTk
@k = T,

PiArg

Xp+1 = Xg T QP
Tkpq = Iy — aApg
_ T
B = _ (CT'rye1) Apg
k PLAPK

Pr+1 = C'reqq + BiPx

53 BEEV I 2l —va v

(5-34)
(5-35)

(5-36)

(5-37)

(5-38)

L—Ho 40— 72N\ T Yy RIEEORDMEEZRAET 5720, &
REFVEIZ L DET NV EER L, WEHORESMEE#EY I 2L —v 3 i
FOHEEL, ZOMEORFEIT o7z, WEHOIRE S EZRDDHTZDD T
2 b—a VRO T ETO—#HOWNE Figs5-4 |ZRT. Ky Ialb—v

3Tl At=0.00ls, v=53mm/s & L T AT 7.
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Heat Conduction

v

Boundary Condition

>

Temperature Computation

v

t=t+ At

NO

x=x+vt

NO

=060

YES

ee

Fig.5-4 Flow chart of simulating
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5-3-1 FEDOET VL
AIREFRETITE A ORIR « R OEZENEHNINTWD. KR TIE
Fig.5-SIZ/RTANEE0 DT A VY XT A MY w7 EBHREFH L.
SUS304£:44 & 5 L D A 2 Fig.5-612, i DIEFE DY A X % Table
5-UZRT. FHERMIE LD, BHEMICRESEELZRITTEEZLND
A LIS DO EFRI R E AER L TEBHOBAD Z X 7.

7 6 5
@
8 4
1 2
@12 ° @ll 3
18
19 17
®9 e ®10
20
16
14
13 P 15

Overall size
x-axis direction : 100.0 mm
53.0 mm

2.0 mm

y-axis direction :

z-axis direction :

Fig.5-6 Model of the SUS304 base material

Table 5-1 Sizes of each element

x-axis direction

y-axis direction

z-axis direction

Inner portion 1.0 mm 1.0 mm 0.40 mm
Middle portion 2.0 mm 2.0 mm 0.40 mm
Outer portion 10.0 mm 10.0 mm 0.40 mm
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W BT T VOB ZFig5-702 3. ABFZE TR oEsEa o Ik
MaEEE L, £ COREEREZITR-7-. MM oBMRERII=EICE
WT386 Wem K TH Y, 225 (0.0241 Wem K ICHERTIHERICRE
VMEZ AT 5. 207, EEROBROBIKRE B r 5255
b, R¥Ial—rarTEEOBMBEREZBEIZAND -ORERET
IV W,

Overall size
x-axis direction : 100.0 mm
y-axis direction :  53.0 mm

z-axis direction : 25.0 mm

Fig.5-7 Model of the Cu welding table
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Table 5-2 Property values of base material and welding table

SUS304 base material
Initial temperature [K] Melting point [K] Density [kg/m?]

293 1723 7930

Temperature range [K] | Specific heat [j/(kg*K)] Thermal conductivity [j/(m*s*K)]
T=303 490 17.0
303<T=403 510 18.2
403<T=503 530 20.0
503<T=603 548 20.8
603<T=703 570 23.0
703<T=2803 590 24.2
803<T=903 610 26.4
903<T=1003 631 26.4
1003<T=1128 650 28.0
1128<T=1373 670 30.3
1373<T=1576 690 332
1576<T=1722 690 37.5
1722<T=1723 270690 40.6
1723<T 690 40.6

Cu welding table

Density [kg/m?] Specific heat [j/(kg=K)] Thermal conductivity [j/(m*s*K)]

8960 385 386

532 vIal—3a &t

B M OB BB OWIMEITAR D /X T A — 4 % Table 5-2 D L HIZED . BT
& % SUS304 D LB OEMAE R TIRE KT L TCRELS AT 5720, IREX
MISCTHEEZEZ THWS X I L. £, WRNEEIZ1723K & L, &t
DB LB IRMEAAE BIET D728, BHRREICET 2 B0 B RmEAE &
DB & VT2 [5-18].
ABREITAG-D)TRINDD, JEAFAOREEIIR DBV /XT A —Z B LW
B E % Table 5-3 D X D IZESD, EHESRIFITR D /XT A — X % Table 5-4 D L 9
DT,

Vab—ya VBRRRICRIT ARMIREIL 293 K & L7, ok, AV Ia
L— a3 VTIEHEHREOIE D=, R ~DOBRE, Bz 8HT5 2 &
L7z,
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Table 5-3 Parameter for adjustment

TIG welding Nd:YAG laser welding
Distribution parameter, ¢ [m] 0.65 0.20

Heat efficiency, # [-] 0.60 0.90

Table 5-4 Welding conditions

TIG welding
Welding current D.C.56 A
Arc length 2.0 mm
Heat input =560 W
Nd:YAG laser welding
Laser power 96 W
Voltage 510V
Pulse frequency 10 Hz
Pulse width 1.7 ms
Laser position x=3.0 mm
Both welding
Welding speed 100 mm/min
Shielding gas Ar 13 I/min
Base metal SUS304,t =2.0 mm

BRI L —T — 712X 5B L D ARIEN ML T 570, §E
AT O ZENRWEETH D, FDD, INB~DROBENIRM AT T
WHSRAROEEE DR E L, HEARTIA—ZEZHWL LTy Ial—va
VKE DR EEX o T,
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54 Va2l —v g URERLER
54-1 T—IBFEDY I 2L —T g v

T WHEOYIab—va XSGR OEE A &
Fig.5-8 |Z, AT OIRE /74 % Fig.5-9 (22 NEhurd. BERMIICTH
%. SUS304 OFEIFA 1450 CTH Y, MHPIZZnZ# 2 2IREFEEZ 36T
RLTHD. Z IR LTS B 12 mm #RIZEE UK RIS 1
HIBEZAATHS.

% 4 T Figd-4, Figd-5 1R Lo ERRE R TlL, WRtthomE23 ik X £ 4.0
mmBETHY, FLEE— NI DI IN TR oTo. Z ORI
K L2 R T A= 2 2Ty 2 b—3 a3 » LR % Fig.5-8, Fig.5-9
IZRT. ZNHDXHERD &, ERAIESR 4.0mm Z2Rr L TR Y, FERER L
—HLTWD. 7, Fig5-9 BT, EITALDRMERINA D UTEEL
TWHHDDHEE— RERTE DREBTITRWNWZ 2RI NTEY, Z Ok
BYLEOFEBRERE —FH LTS, DEDLIIE, YIab—va itk bt
ERGFRILEE 4 ECHONTERERE BiF e —HE2RLTEBY, KV Ial—
Va UNEET R B ADWREICANTH DL Z LRI,

1450
. 1307
1163
1030
876
733
590
446
303
159
16

Fig.5-8 Temperature distribution on the surface in arc welding simulation

Z.Ommt L ‘

Fig.5-9 Temperature distribution on the weld section in arc welding simulation
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542 L—YBEOYIa2L—Y gV

2T, S4-1HTHRART — 7O I 2 Lb—y 3 v EFRERIE, L—W
BEICBITAV I ab—ra a2 iTole. ZHIC KD RO IR FRm OIRE
53 & Fig.5-1012, WSHEER T 1 360) D IR 040 & Fig 5-11IC Z AL 2uRd. IR
HAZIEC T, SUS3MADRER AR X Tofillkd TR L Th D, ARERITEHE
BE7H H12 mmM U BIE U 7R CORE AR Z R LT D,
FAFDFigd-7\R LTI ARG R T, ARl oOES 8 X 21.0 mmlL 2
ETHY, FRETAHRIESBMOEMIZEZEL TV, ZhICR LT
Fig.5-10, Fig5-11lIRT v 2 b—ya UiERE R D &, IRl oHEEE B
EXZ10 mmTHY, FEETFAAESIIEN2 mmEE TH-o72. ZOv I
L=y a VR DHEERMRITF4ETHONT L — IR ERGE R & BRIt/ —
HFERLTBY, KvIalb—ral RN —VPRETo 2OHEICH LT
HHTHDHZ ENREINT-.

1450

. 1307
1163
1030
876

733

590

446

303

159

16

Fig.5-10 Temperature distribution on the surface in laser welding simulation

Fig.5-11 Temperature distribution on the weld section in laser welding simulation
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543 L—FT—I ATV MNEEDOT I 2L —Va v

AIE TR =7 EHE ROV —PEEO Y I a2 b—a T L7 &
R DR EH T T Yy REHIZB TV I ab—ra U &fTo
7o, ZORERAG DT A O AT & Fig.5-12, Fig.5-13, Fig.5-14127R7.
nE, T N—F L L RRLE & DR FRIBELR A Fig.5- 1512~ .
ZITE, VY ORENIEZ, BERSCRE FAFSE LT, kO T
DO CRT. L—FREED B OV TIX3.0 mmIZEE L, yHEEE0
mm, 1.0mm, 2.0mmé& L7 EDU I 2 b— 9 NI KA RMERIEE SN %
Fig.5-12~Fig5-14{TR L CTH D. A IXIEHERLAED & 12 mmM sl B3 U 7=
NTORENMTHD, BEOBAMITICTHY, KH, #2600 CLsbhb
SUS304 D5 % 8 2 7= &2 A T L7z,

2600
2342
2083
1825
1566
. 1308
1049
791
532
274

15

2600
2342
2083
1825
1566
1308
1049
791
532
274
15

Fig.5-13 Temperature distribution on the surface in hybrid welding simulation (x =3.0,y=1.0)
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2600

. 2342
2083
1825
1566
1308
1049
791
332
274
15

Fig.5-14 Temperature distribution on the surface in hybrid welding simulation (x =3.0,y=2.0)

INHDOFERLY, y=0mm &y =1.0 mm 2B\ TIE L —VRE S OIEE
25 SUS304 DlFIZEL TE Y, TOEKTERAXD B LTV D LHES
ND. ZHUET — 7 OFENRICEAD A RERERE RS, —F, y=2.0mm |
BWTIE 2600 CIZE L TWATEA W EARRTERNS. ZHUIABEDOTE
kabfmwtﬁ?x TAEDRHE E, FOENGEEN DI EMEN/ NS LD

CICEELTWS EEZEZBND. DX D REMED T TIREREEL O AN b
HICE L T ARWEDEBARKITI FOICRAESET, 7— 2710649 5 F850 B
ALK WEEBZLNS.

5-4-4 WEEBORESAICKIETEEER L L—FHIORE

Table 5-4 O¥ETFMEEZHNTHT o Tz T 2 L—3 3 Tl @&%%F
RITIE W RS L O TIAB G LI, VX 2 b—3a » OAMED R
SNtz 22T, L—YRREALE Fig.5-15 12815 x=3.0mm, y=0mm & L,

WEEERL, V—YHMEE Table 5-5 (R TEICELSEOEEY I 2 L—v 3
VEAT, EHEERREIRE A & RO TEB AKX DB AIREDORFEEZ (T 72,

DOV 2 b—a UfER % Fig5-16~Fig.5-18 12”7,
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Table 5-5 Welding conditions

Welding current [A] Laser power [W]
50 80
60 100
70 120
140
& TIG torch Laser unit ~>
Welding direction

=

3
/éé ) : Laser beam
1
=1 )
> x
Are ’ / \\ \
x-y position of 1 2 3 \Laser spot
electrode tip (0,0) Ed * (mm)
\
V Base metal

Fig.5-15 Cartesian coordinates of laser spot position
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Welding direction

2600
. 2342
2083
1825
i ‘1566
1308
1049
791
532

274
15

(a) Laser power : 80 W

2600
2342
2083
1825
- 1566
. 1308
1049
791
532
274

15

(b) Laser power : 100 W

2600
2342
2083
1825
‘ 1566
1308
1049
791
532
274

15

(c) Laser power : 120 W
Fig.5-16 Temperature distribution on the surface in hybrid welding simulation
(Welding current: 50 A, Laser power: (a) 80 W (b) 100 W and (c) 120 W)
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Welding direction _

2600

. 2342
2083

1825
1566
1308
1049
791
532

274
15

(a) Laser power : 80 W

2600
2342
2083
1825
1566
1308
1049
791
532
274
15

(b) Laser power : 100 W

2600
2342
2083
1825
. 1566
1308
1049
791
532
274

15

(c) Laser power : 120 W
Fig.5-17 Temperature distribution on the surface in hybrid welding simulation

(Welding current: 60 A, Laser power: (a) 80 W (b) 100 W and (c) 120 W)
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Welding direction

o

2600
2342
2083
1825
1566
1308
1049

791

532

274

(a) Laser power : 80 W

1825
- 1566
1308
1049
791
532
274

(b) Laser power : 100 W

2600

2342

2083

1825

- 1566
1308
1049
791
532
274
15

2600
-
2083

(c) Laser power : 120 W
Fig.5-18 Temperature distribution on the surface in hybrid welding simulation
(Welding current: 70 A, Laser power: (a) 80 W (b) 100 W and (c) 120 W)

79



FSE NAT Yy MERIZB T D IR AT

Fig.5-16(@)Z "3 X 912, IWHEBIR S0A TL—YH 1 80W O & (XL — i
R 2600 CETLEAET, +ORERAXNDEELTWVRNEEZZIOND.
—J7 Fig.5-16(b), ()T K HIZ, WHEEWA S0A TL—H 128 100 W 2L 1
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IREENS 2600 CEHHZ, SRAKDOBENWFFTES.

5-4-5 A 7V v NEEBEOETICHE S BES A OEL
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FHEMENMFRECE DL BN L. T2 T, ZOL—VREIEICBIT S,
L—W 7% Table 5-5 \Z- T flix OfEICEL S THREY I 2 Lb—va vz
1TV, BEEEITICH T 28R AR OREDOKIEEZITT2. 2OV Ialb—v3
URERO—IE LT, WEEERA S0A, L—WH 1A 80W & LB A DEE Sy
fi% Fig.5-19 |2, BWEEERE 60 A, L—VH1%2 100 W & L7=5E DOREN A
% Fig.5-20 |Z/R 7.

Fig.5-20 (29 & 91T, L —FREIE % Fig.5-15 12817 % x=3.0 mm, y=1.0
mm [ZFXE LA, EHEBME S CIEMPICERAK ORI O b
V. L L, IEEEOET LR, Al TRT AR RR TS AR O A R & R
AR LN, @RARKORENHRIND., TIT, ¥YIalb—a UFERME
BIZBIT 2 AEEROmEZ G L, 408K A O mfg O R 210 % i
L. ZORER%, Fig.5-21~Fig.5-23 |[ZR”7.
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Fig.5-19 Time variation of temperature distribution on the surface

in hybrid welding simulation
(Welding current: 50 A, Laser power: 80 W)
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Fig.5-20 Time variation of temperature distribution on the surface

in hybrid welding simulation
(Welding current: 60 A, Laser power: 100 W)
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Fig.5-21 Relation between travel distance and area of evaporation region
(Welding current: 50 A)
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Fig.5-22 Relation between travel distance and area of evaporation region
(Welding current: 60 A)
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Fig.5-23 Relation between travel distance and area of evaporation region
(Welding current: 70 A)

Fig.5-21~Fig.5-231ZR" T L 91T, WThoOwEExR & L—F ) OMAE Y
IZBWT G, IWEEABRME A X 0 RS 30 mmiElT L 7= & ) B 4B 28R 00 F AR fE I
IN—TE LR DN A OGNS,

—7J7, Fig.5-198 0, 77— 7 IREEBRZ50 A, L—VH 15280 W & L7-5A1T,
Fig.5-16(a) & [AlEEIZ, REH ORI H) & 97 SUS304 D sl & i 2. 2 FEIR AN FR D B i
U, Febh, WEH O O&REROBEFA S THY, L—FREHC
L7 =7 OFEHRITHFTCERVEDOEEZZHND.

5-4-6 KL —VHORICERIT 27— 7 FEHRDOERE B

5-4-5 THTITo Y I 2 L—ra U iZBnT, L—FH1%2 9% W LV IX
W80 WIZRE LIZGATY, WHEIRICK > TUXL—VFRE SN hEZE X,
BESENEON D REEZ R L. £2C, L—FH D% 80W, L—RE
LB % Fig5-15 128175 x =3.0 mm, y=1.0 mm & L, BREERLE2 LI HTE
BRICIAREER 21TV, fEROBIEAIT 72, ERFERICBITA2EFE— ROANE
B8 % Fig.5-24 (2”7,

Fo, EFRICLVBONTE— FRROFHIZIT> TTF — 2 X—=2{b & (T -
7-. Fig.5-25~Fig.5-27 |2 F DfERZ KR L7z,

X, BEET E— RO SEN O OBEL, F RO ERALE D B —
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ROEFD ISR E CORMAZ R LI LIZb DT, 2 KORGOMRIIE— KD
BRSS9 5. TSRO — FERE—FH LT D. RFORBITE—
RO 2 R Li=b DT, BEOT —7 OBENIREL TS, £72, X
FOFRLL —FREK SN2 R LT 5.

Fig.5-25 {23 X 912, BN 50 A DAL, 78y h&hizr—H%
IZXoTE—=RFfhLnL—HANlZT NS o0, L—FRERICHEEILTY
HEFEOEHEERE o7 NI Fig5-19 I TR LY 2 b—y 3 Uk
ROEHT, @BEAKPBET H2HBEN WSS, FEIRIIELNLRZNLOD
EZOND.

Fig.5-26 \Z/"9 X 912, EEEETN 60 A DA, EEEETIEEESY 60 mm %
M THz) Te— FHLA L —FRE GHEICE ) CTHEILTWS., i
1L Fig.5-22 TR L7277 71280 %, @B ZAKIE O MmN HopkE L Tn
RWEIZBEHR L TWA o L Bbhn .

Fig.5-27 (2”9 X 912, EEEEFN 70 A DA, EHEEITIERED 13 mm
ITE— FHOLR L—FRERICHFE S, ZAUBRITEREN RN LE L T
L., ¥FEEINET —213F D%, L—FRE R X AR THER LT
HTEWGMD. THIUL, BRAENPEEL TWHHEMNIALS, L—FRE A
NEDLTNEHTTHOEBREAIDPEEL TWNDHEHEEZILNS.

F 72, Fig5-23 128\ T, L—¥H)80W D4, WA D 13 mm 1T
TOLEBARKEAEBEROEREN, £ 1.0mm2IZEL TV, ZOMEBIOZED
O FEBFE R ABANNHETT 5 L, 7T—7RNFEIND DI, 1.0 mm?
FEM EO&BAKBEFERNIMLETHDL EEZ LD, Figs-22 TrRLZLD
2, WHEEWRD 60 A LT, L—H MR 80 W ThHHE, &RAKIE
fEIGIE 1.0 mm2 £ TE LRV, W2 I Fig5-26 (IR LIZXL 91, FENENED
nigmnol-boLtEZLN5.
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Welding direction

»

(a) Welding current : 50 A

(c) Welding current : 70 A

Fig.5-24 Appearance of welding beads
(Laser power: 80W, Welding current: (a) S50A (b) 60A and (c) 70A)
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Fig.5-25 Shape of top bead (Laser power: 80 W, Welding current: 50 A)
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Fig.5-26 Shape of top bead (Laser power: 80 W, Welding current: 60 A)
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Fig.5-27 Shape of top bead (Laser power: 80 W, Welding current: 70 A)
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547 BTV I a2 l—va VX DBEIER L —TFHAEREEDORE
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SOBENREL 720, MICEENDIZEZDIREME T D E8bnd. iz,
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ZOMHBENERT 5 EE&RAROBEEBRNEILT A LN REINT. 22T,
546 THCR L7z I ab—ra URERED, V—FRFHIZL 28R AKORAE
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AKIDHEAETHHO L HE LT
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Bied, 22T, BEVIalb—va BRIV, TNETRORESRMEICE Y
TEBAKORAEMLE N & 72 DR RS, 77 7/ Li-b D%
Fig.5-28 \Z/” 9. KA AW, WEEERE L —F I OMAEbE L2 AR L
EHBICBWTYH, @RARKNTDCRE LT —7 OFEGENEND ETD
R A ET D Z LN TE D,

F 72 Fig.5-21~Fig.5-23 IZB VT, WTFNDOFRMFIZBNTY, BERENG O
TRHAEITIEREDSK) 30 mm O E TR ARBAFIROmENABRE L E—E L 72
HZEWRENTE., £, @RAKBEFEBOEMNPLE L TV DEESET
ZBWTE, L=V EZOEBEFEAERERF LTI LD EEZ LN
%. & Z T, Fig5-21~Fig.5-23 X 0 EEEEITIEREDKY 30 mm LA B4 B 7 KH
AR DS E R AIRRBIC R o I LB TOZ O ETH L2, £ LT, &@&
LB EMEIREAES TE 1.0 mm? &7 2B mE L—FH 0GR EZ kD,
Fig.5-29 |2/~ L7z, IR LR OA EOFEIEAS, 48RS A AE A3 1.0
mm2 LA | &R DT, 7 — 7 OFFE RS TE DR AR L TV D,
ZORERWIUX, EO XD elEEER & V—FHIIOMA G DEE VUL,
V—HHRHIZL DT — 7 OFENREIGOND 0T 52 LR TE S,

7B, FHAEKDES BICBIT 5 EEREEFERTIX, Table 54 2R L72 X
2T, T— 7 OEEEER 56 A IZK LT, L—FHIIE 96 W ZH\TWn5.
Fig.5-29 ® 7' 7 72 LU, BB 56 AKX LTT — 7 OFERhRICHLE R
L—F I OHEEMEIL 105 W & 705 . FEEOEEFERIZEBWTI6W T —27 O
FEDENBEINTVD Z EPERINTVAHIOT, YIalb— a3k
HHEERERIL O%FEE DR ENTFET D Z LI D, I 2 b—r 3 dHfH
BRFMO T TOBMEHE THL-ORENEL DR EHF N EE LD
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Fig.5-29 Relation between welding current and laser power for arc control
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6-2 FHEEERIER X AL

AETIE, L—VPREICLAT—270FEHEAFIHL, L—HF oy r—r
T HBANTZTIGT — 7 « NAYAGL —H g 7 U v RIEEEBRZITH. L—F 0
(A — B TEEERE A FE N L T DRI & R HEHEA T 7 1A 7 & L7 AKX A Fig.6-1
7. KK, b—WYa=v FETIGEMZ R —E#ER EICidE L, 2Xx5b
WEHEEZITH. 22T, b—Va=y NEEERIC L TEA FRIZEBIIC
REISESZ&T, L= REHBMICHEICRAT 5. B5EICB W TEYRE
EATIC K O REE L 72 K 91T, WIERFMHO FTAA 7Y v RIEENTOIILL,
BEiLooH5 L —FRFEALOEBAKVDIBAEL, ZNICEYD T —7RiFE
ENTT—7 bEALAIZIESNTLZ LIhd. ZRICXDL—F o0 —E U 7R
BN EBT 5.

Fig.6-2l2, L —H U 4 —E 7B T HRE) N Z — 2 O—fil 2 X TR
BN Z — N ONWTITER A RIEREN B 2 LD, RIFETIX, AEO/NH
—rEBEH L. 2o —VEBRHATLZ 810X o T, IRENEREREK £ O/
Wb 5T, EAORM ETOL—YOREER ¢ 2T ENTE, &
M ~DEHEBOBE A EIHICEBRTE L LB NTHDH. AFEITL—
P4 — L TREEEO I TH D DT, IR ORE 2 — 2[R
ELTHERREITSTED, FERAICIT A 238 = NZOWTRHRFTT 2 LER H
5. 708, L—YOEFHEEE £ 1310~40 /min®O#PH T10 /minfE:il, F7-RIE
W 13Z0~2.0 mmDO#iPH T0.5 mmE Il L S TEREI T, 22 TiE, R
FFRE ¢ 130.5seck L7z, EERICHW =AM #S(F % Table 6-1127~7.

+—
-— Laser unit

Tungsten electrode tip

Stabilized arc
Laser beam spot

Base metal
\

I
|
l
Fig.6-1 Hybrid-welding for laser weaving

90



Trajectory of

Laser welding \

Paivawd =~

56 =

1 cycle

Holding time, ¢

Weaving frequency, f

A

1

Fig.6-2 Nd:YAG laser weaving conditions

Table 6-1 Hybrid welding conditions

L—YY o — L PIREEE DR

Weaving Width
w

TIG welding
Welding current D.C.56 A
Arc length 2.0 mm
Heat input =560 W
Nd:YAG laser welding
Laser power 9% W
Voltage 510V
Pulse frequency 10 Hz
Pulse width 1.7 ms
Laser position x=3.0 mm
Both welding
Welding speed 100 mm/min
Shielding gas Ar 13 /min
Base metal SUS304, t=2.0 mm
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BLOEE— FONBIEELY/RT. EBROFIWEL MR T 57— ORBEERITA
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ERFEFE LTCRIOR L., BE— RORBB IOREOEEE, WTLdA51E
BITN—DBEEZE L TWDED, ZHIUIREEZORM N SIRICH HIRET
VIV R A AZEILTDHZEICL > TEOERENPBILLIZZ EICLDHDT,
VAR OMRBICITEEB LW ENMLNTWD. U X0 gmEh - BEfE L7z
HSEEHEE— R EHRLTWAD, ZORMTITY 4 — B2 7 OIREN IS L
72U 7TANEEIN, FREEHTIOCMROBWY L—0fEEk & U CHERed
HTEWTZX5.

28, WEEOBIMEECIE, TIG IREEEM L O L — I oS el SR B0 % )
THEIICEMEFTEMBEICHE L, £ ORMBEETICAEREICL > CTH)
T e ZPIET DD EaIZIREICTREE L.

EHERE R OFHEIC OV T, T o0 CldsEimalc L5 ERERERICHES =
ENEL, RpOFE, ©— ROWE, Zo¥)—M, v— RRoRmEl (Vv
VOB, WHNE) RETHEINS. AFRICEBWNTH ZOHEERA
LTWAR, —HEL—REZIEL, ZOhEEITo72.

W =0 mm Welding direction

v

Top
bead

Back
bead

Fig.6-3 Appearance of hybrid welding beads without laser weaving ( W= 0 mm )
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W=0.5 mm Welding direction
(a)
f=10/min | Top
bead
Back
bead
(b)
f=20/min | Top
bead
Back
bead
(©)
f=30/min | Top
bead
Back
bead
(d)
f=40/min | Top
bead
Back
bead

Fig.6-4 Appearance of hybrid welding beads using laser weaving ( W= 0.5 mm)
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W=1.0 mm Welding direction
(a)
f=10/min | Top
bead
Back
bead
(b)
f=20/min | Top
bead
Back
bead
(c)
f=30/min | Top
bead
Back
bead
(d)
f=40 /min Top
bead -k e 2 e i e . g B G g 4
Back
bead

Fig.6-5 Appearance of hybrid welding beads using laser weaving ( W= 1.0 mm)
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W=1.5 mm Welding direction

(a)

f=10/min | Top
bead
Back
bead

(b)

f=20/min | Top
bead
Back
bead

(©)

f=30/min | Top | A v

bead --’_gl,}.\-_}"«t.t-x e S e et
Back
bead

(d)

f=40 /min Top
bead
Back
bead

Fig.6-6 Appearance of hybrid welding beads using laser weaving ( W= 1.5 mm)
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W=2.0 mm Welding direction

(a)

f=10/min | Top
bead
Back
bead

(b)

f=20/min | Top
bead
Back
bead

(c)

f=30/min | Top
bead
Back
bead

(d)

f=40/min | Top
bead
Back
bead

Fig.6-7 Appearance of hybrid welding beads using laser weaving ( W= 2.0 mm)
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SO, L—F U= TEBEEERWENA Ty RIEEEO A%
FHlT A 728, & O EERAER ) E e — RigORIE R I OVEHFF O W
DB EIT -7,

HE'— NIEORIEIZIE, ZNEN0 L —FREIZEMAFICE T, 5.0 mm HET
HE'— Nig wb ZE L, ZONME Whay %K1=, = DORIERE R % Table 6-2
2, ETaey o — B 7RIE WIZBT DY 0 — U T IREIENE £ & v—
Nig wb & DA% % Fig.6-8 1T/~ .

R T ORI ZBIERT D120, ATV v RIEREC L > TE LN IESEE
F BRI L CEAGTRICEIN L, RN 2 L%, RSt
THIZE L. 7o, KEBRTHWERAM SUS304 ZER ST 512472 T, FXK
(AR L R 2 13 OEGTIRA L) 2 H Lz, IRERTOW IS
7% Fig.6-9 |Z/”7. Fig.6-9(a)lZ TIG %42, Fig.6-9(b)iZ L —¥iE$Z,  Fig.6-9(c)
WZHIRENSRAE W=1.0 mm, f=20 /min (2T DA 7V v R¥EHE,  Fig.6-9(d) 12
S W=2.0 mm, f=20/min (2317 H A7V v NEEEL VS o EET
DOWria 5 H % R,

Table 6-2 Measurements of back bead width in every laser weaving conditions

W (mm) 0 0.50 1.00
(1/min) 0 10.0 | 20.0 | 30.0 | 40.0 | 10.0 | 20.0 | 30.0 [ 40.0
Wbav (mm) | 1.88 | 2.22 | 2.18 | 1.99 | 2.27 | 2.53 | 2.50 | 2.33 | 2.57
W (mm) 1.50 2.00
(1/min) 10.0 | 20.0 [ 30.0 | 40.0 | 10.0 | 20.0 | 30.0 | 40.0

Wbay (mm) | 1.83 | 1.81 | 1.79 | 1.81 | 1.41 | 1.53 | 1.51 | 1.56

3.0

25 B— E\E//E' —A—W=0
_ 20 T——‘_jf\\\\f////f W=05
e b —% —8-W=1.0
\g 1.5 — o— o———2 —>—W=1.5
9 —o—W=2.
= 1.0 W=2.0

—*—TIG & laser
0.5
0.0 e e 4 %
0 10 20 30 40 50

f (/min)

Fig.6-8 Back bead width in every laser weaving conditions
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= " * ¥

(a) Welded joint of TIG welding (b) Welded joint of laser welding

(c) Welded joint of hybrid welding (d) Welded joint of hybrid welding
( W=1.0 mm, /=20 /min) ( W=2.0 mm, f= 20/min)

Fig.6-9 Cross section of welded joint
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DO—FEATICBRR 2 7 — 7 OFLINIC L A RS BE SN D . R BRI

WERREMNE LN TV D LRI SN, 20X ) 2B E LWL D L

EE 2720,
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2) MERICKIFT V=T 4 —v o TR f DORE

Fig.6-4~Fig.6-7 1%, V4 —E L VBRI L DEEM R EZ R LI DT, £
NENOKNZIE Y  —E ZJEEE £ % 10 /min~40 /min (2L S ®TH
7o 4 FMEC LD REEEHEE — FONBIGEEIRINTND. WTHOMD
bb, RE—FREIZY 4 — B ZTORRBICKHS LY v TV ERRT 53R
M OFERD A HID . BEEPMENS DX v 7V ORIEA A, B
BWHDOITY v T IVOIERPN T E PR IND. —RICEGE S L TOMHA]
W72 U » TOVOFEIIREIIZR D0, —F T — FREIZE LN TH
L2ENFELNESNTWD. REROHFHMANTIL, f 25 10 /min DFER
£V % 40 /min OFERD I H AR OFWNHRAIR 22 U » 72 2 LT
HZEDG, BREOFNBIFRIMLIENZD.

728, AREBRTIHAEESHE A 100 mm/min (Z—EF & LTW5S., LrL, U
4 — TR S AEE LIRE TR EZE 25 L, Uy TV ORIE
WEL, B — R & DR R B Z KT T, — I, &EEHO%
P, WHAC B D 72O R 0 TAHEEEE I ] U CRER B AR T 5 Z &n
IfFE L,

—77, WENEBEL S DRI S < o T2 GAE, F R~ L — R
WP R 25720, AN AIRIcBDEF T 2 L1 b, L
235 C, f ORI T B4 E LWV EEE 2720,

F 7o, WA S PRI KR E S Ro TG E1E, b— T OREEE I}
THT—7 OBWMENEEE D BN, ZORIZONTIE, B
B IR L W R WD TRERIRFTT 2 R 5 5 & b 208, R
SR L O L=V ORI BW T, 7— 7 OBMEMEICHEEIZ Vv e E
6D,

3) BHERERICKIETL—T 0 — U TIRIE W ORE

Fig.6-4~Fig.6-7 1%, TN LY 4 — 2 7 OIREMENR W % 0.5 mm 725
2.0 mm (T 0.5 mm fHIZE X TEEERLIZEREZ R LD THS. LLIT,
BN HOWTHAT 5.

(@) W=0.5mm O%H
Fig.6-4 TRL7ZL—V U 40— ZIRBICHBIT 5 E e — R, Fig.6-3

TRLIELV—H T 4= T EiTbhbhrolcs (W=0mm) &gl

T, TOEMHEAKLTWD. Table 6-2 33 X O Fig.6-8 LV, iEENE M f

DD BT ZOFEmNR A SZ. LL, W=1.0 mm 2B 5 EER

fER T 5 L, BE—REXN/NIL<RoTWD. ZOERIE, KEIE

W=0.5mm [ IWFA Oy TSI L —FRRE I TWDH Z LTk,

U— YRR DB Z T =8N W=1.0mm ([ZHE_X TN - 72720, 5=
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E— FENAD LT B2 65,
(b) W=1.0 mm D&

L—H0 = T EITORNo T RIESM W = 0 mm B X UM 4
TOWRBLEEIZI T 2 FZBRER & LT, REMHFICHB W TR B IANE
E— RiEZnrs Lz, 37bb, #KiE 1.0 mm O5A DE B — REAEN
b E < REREFAN TIXRE R G LI G, 5 4 BIZBT 55
HERB LU BICBIT 228G MITIZEHEWT, #KIEE 1.0mm & L7z
A, LR OERAIBEENRDEL, T—7 OFENRENE
WZEDRINTNDN, REEERMER L EMEN 2 —B 2R L TWND.
F o i LT M OWE 2815315 &, TIG 7 — 7 s D A %1
L 72 Fig.6-9(a) L N —HFIEHEO A %38 ] L 7= Fig.6-9(b)IZ b, AR
IZCL—Y U —E 7 &ALz Fig6-9(c) TIE, JaVARMEE & W
WITiAR, ZTNHICEDEE— ROEMRNBETE, KAFEOFHMEN
MR TE D,

(c) W=1.5mm D&

Table 6-2 33 X OV Fig.6-8 LI G K 512, AFEFlck &L —F D
4 — BT EITDRD S T IRIESME W = 0 mm (Z351) 5 EBAE R & bk
LT, BEe— FEAETHD LTS, ZOfRIE, # 4 ZEBLO0E 5
BECEONIEMENOHETED LI, L—VRETHEEES AR D
BN Z & T, WHEABD L, BMOEBSENMET L2 LN E
KThirEEZBND.

(d) W=2.0mm OLE

Table 6-2 33 X N Fig.6-8 2L G2 K 512, KEMFElck &L —F D
A — BT EATORD o T RIESRM W = 0 mm B X OO 2T ORIES
PRICB T D ERMER LKL T, KOEVWEE—FNREZRL TS,
Fig.6-9(c) & Fig.6-9(d)DOWriE X Z bz L CT%, EE— FOALR LT, RAf
ICERITIANTZ R SRR 2o TV D T ERFETE D, L—TIE
HE 2318 K 72 72 OVRE ABAN 3 B L CRM OTRRII RN K 0 KT L, 1T
IABNEL Teolzb D EEZBND.

U EOFERNS W=05mm BLXOW=1.0mm B\, L—¥ 7 r—b 7
HATORONAT Uy RS R IR LT, RREBEERENGOND Z L
R L7z, KR, IRIE 1.0 mm 0BG, B — NEAZIERN RS & < REREH
PN CIIRERSIE LM EShD. LER-T, =P s—Er &
AT Yy FEEBIEITANTH D L L.
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6-3-2 T— MARREREFMETTOL—Y U 40— FREEOEA

6-3-1 HIZBWTC, L—HY T —E 7MW TIG T —7 « N&:YAG L —H
NA TV RIEHEIZ K 5 —HOBEHEERSERICOW TR, Zof5%, v
A4 —E U ZIRIE W=1.0mm IZBWT, &b BOREEEZ T I DRI
7o, REBRTIE, IHIL7 =7 BREERRN TS 2 REEEOFEMAMEE
WRTHTEODEREIT-T-. T—7 OREENZET2ERKE LT, &1
DI = R AV, R =R L7 —7 7 v —, Sk OEFER
ENRFEFOND. 22T, T BRREERRNEFET =012, ¥ 7
AT BEARER 2 A 1.0 mm F2EE O EERIB IS L L2 BmA v, FO5MTF
TL—V U 4 —bE UV ITRBEEREZIT, L=V U4 —E L IDEE ot AD
LEACIZKE T DA IOV TRRFT 21T 9 . REHEIFERTIE 6-3-1 T & [FERIZ,
Table 6-1 |2~ B2 V2.

Fig.6-10 |2 L —HHRIE W=0mm OHHORE— R L OEE — RO T E
ZRY. £/, Fig6-111CW=10mm & LCL—¥v o — o 7EAEH % 10
/min~40 /min ([CE X ZHADORE— RBIOHEE— FONEEEZR~T. &6
2, =¥ — b SEEEE WAL T v RIRBEE OB IE & F
L1280, HFoNTEBRERNOEEY— NE Wb ZE L. T70bb, ZhEh
O L—HFIREGMZ AN THELNEEE — FIZOWWT, 5.0 mm HETHEE—
Nig wb ZHNE L, FOVEME Whay ZRKb7-. HIEFER % Table 6-3 (2777

W= 0mm Welding direction

Top
bead

Back
bead

Fig.6-10 Appearance of hybrid welding beads without laser weaving ( W = 0 mm)
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W=1.0 mm Welding direction

(a)

f=10/min Top
bead
Back
bead

(b)

/=20 /min Top
bead
Back
bead

()

f=30/min | Top
bead
Back
bead

(d)

f=40/min | Top
bead
Back
bead

Fig.6-11 Appearance of hybrid welding beads using laser weaving ( W= 1.0 mm)

(Eroded electrode tip)
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Table 6-3 Measurements of back bead width in every laser weaving conditions

W (mm) 0 1.00
(1/min) 0 [ 100 [ 200 ]300 [ 400
Whay (mm) | 1.71 ] 1.95 [ 201 | 1.75 | 1.64
Whav2 (mm)| 2.08 | 227 [ 235 [ 2.12 | 1.99

Table 6-3 (28T, VB Whav (2K L, Whav2 1355 5 & Fig5-28 22512,
HENRNLE LT LB X DL DWEHERMG) D 20 mm LAREOFEEEZ 7~ LT
5.

PLEND, 7= BAREERIRRTICBTS L —F T s —Ev 7% H
A7V FEBEDOH I O TR 21T o 72, #ERZUTO X 91258
5.

Fig.6-10 |2 R T EEIZITEHEMROMEICABRO SR EFTLALTH L. b0

BHEMNG, U4 =BT Z2TDLRVWEGE, 7205 W=0mm 2B T H5ERBIV
HEe— NEZHITFRBRO OB TTNTWD Z Ebns.
ZORERIZIX, WREMEE LT 2 o0FRNEZ OGNS, B 1 OERELTL—
PRI EOTINET OND. L—FRIEMIZ 2 OO S
T, EHL oA TORBMIZ L — R SN GE, TORE T — 27 R
FHEIN, WITARIRY AT HAEERH H. RERTIE, EBRENHZL—
PRIE 2 EMEICRE L TWATZD, L—FREIIEOBEELITE 212 V.
F2OERELTE, T—IBREETHDLI LMD, T—7 BMEWTIRET
B RBER SN2 ERET NS, —ERAORM ORIZEE — KB
ENTHE, b —HFORMICIIEE— RIIERESNE 2D, ZORRIRE
THEAMICL—TE2BHELTH, 7T—7 DRV 2RI ETDHICELTHET
WMol — KRR INTEbDOEEZEZBND.

ZHUTKE LT, Fig6-11 IR L—Y U 1= T EToGEOEETIE,
MR DS EI S R - R L7 e — RSB S, ZRE LB T AR
IWTCWDZ ERbns. Ik, WHEFRIZ, BMEANZIEIARLERE— KB
S, B EANCIE 0 RE T AABRE LR TWARWEIIDA RSN D. Zh
X, 5 ETHERLIEL DI, BEHEBMERIT L —PRHNICED2EREAK DR
ENRARRLTEY, 7T—70FEIRNARt o ThollcdEZEL NS, L
WL, EHEOEITE & BICRMEBEMB LOEMICEZE LT — RREREND
K270, +aRETIALORERIEENFEH L TWDLZ ERbnbd. Z0
FERMND, T —7 DARLENT 2 BREZFFOMB R EHRE THh-oTH, L—
PO 4= TRERITHI LT, T—7 DRENERTE LTIRET AR ORES
IRVREERE T OBUER AIREZ: 2 & MR S vz,
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6-4 5|RABRIC X 5 FLf

VREETS ORI MR 2 5Fl 5 5 72 OIS ARBFIE CTIlI5 IR 0 sBR 21T o 7. BRI
ZIZTIE, B EANA T REEBEIZ L D SN EERT O 51 RRER RS B
DUVWTHRAET 5.

SUS304 DOHRA R & I HE T % JIS B IZHLUE STV D IR K OSTEIC
EFTAR, SIRMER 21TV O FLRRES L7,

6-4-1 5|IRFEBR A OIER

B D5 BEFER 7 DR B O T % Fig.6-12@) 29, AUEIE 2.0 mm ThH 5.
R T O 5B A IOV T, 18 75.0 mm, £ & 100.0 mm, HJE 2.0 mm O
SUS304 A7 > L Adliik % 2 KHE L, 4% Table 6-1 (TR LIziEeESI% M
WTCEAEEIRE L%, Fig6-12(b)D X 5 IZR#H L [A—D~-HEIM I L7z,

REpF O e i &l U C, BRI H 21Tk T oML e &, K
HTGRDOEARRD LS. L2 2T, EH LOBEEFEERELZEL,
W OREML BT 72 EORIM LE21THT, WELZEEORERN 2 V.
AMFFE IR AIEREZ 50.0 mm & L7z,

6-4-2 RBHF D5 | EFERAE R

R O 5 | IERBR 1% DAL Fig. 6-13 17, AL E IV -F b B o
LT - 7=, Fig. 6-13(a) 1XAEWHERAHTE ORI OB Z, Fig. 6-13(b) (XAEHTH
ORI DOIMBLE RS, BB TR E T AN XT LTl L% 457 BRI L T\ 5.
Table 6-4 1T 3 ROFABRAIZHOWTHRAME, SRS, A OMOOEFHHR
REeFLOTURT. SRR, RRMEZREBRA OE L RO 7AW iEE
? 22.0 mm2 TR L TRed7z. BARAER A O 5958 S 13 603.2 MPa, “F#){H
CRIT 54.1%TH Y, WTHb AT L ABENATE L TW DA ST
fERTH-oT-. ZDOWNE% Table 6-5 (2~ 7[6-1].
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30.0
WD 2 L ] g
'&Q 50.0 S
N 60.0 &/
144.0
(a) Test piece of base metal
30.0
R 2
] — — Q
'&Q 50.0 S
N 60.0 &/
144.0

(b) Test piece of welded joint

Fig.6-12 Dimension of test pieces for tensile test

(a)Top view of fractured piece

1.0 mm

(b)Side view of fractured piece

Fig. 6-13 Appearance of fractured tensile test specimen (Base metal)
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Table 6-4 Results of tensile test (Base metal)

Maximum tensile| Tensile Strength Maximum .o
. Elongation (%0)
load (kg) (MPa) deformation (mm)
Base metal 1 1520 600.9 26.9 53.8
Base metal 2 1530 603.1 26.8 53.6
Base metal 3 1520 605.6 27.5 55.0
Average 1523.3 603.2 27.1 54.1
Table 6-5 Mechanical properties of SUS304 [6-1]
Tensile strength Elongation
(MPa) (%)
SUS304
. ' 588 60
(austenitic stainless steel)

(a)Top view of fractured piece

(b)Back view of fractured piece

1.0 mm

H

(c)Side view of fractured piece

Fig. 6-14 Appearance of fractured tensile test specimen (Welded joint)
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6-4-3 L—HF T —I ATV v NEEHMTF OF| RS R

NAT Uy RBEBICLVEONTREMTFOSIERBRZONBTHE %
Fig.6-14 (-9, 3 RO 2 TONEEEES T L 72, Fig.6-14(a)l XAkl <
HOBEHORE—F, OIFEE—RFTHDH. RiFE— FOFRET, HiTE
R TOTILBIWT Lz, DML G, BNR U 72 BekK RER o fis B &
[FERT 45° DHRIZ72 L TVWDHZ ERNHL. ZTRODFEE)NLDND LD IT,
Wl L7230 13 m A ib L CTRFTATHD Z L &, RY—RBRNS, B4
ICHARTHENMETTH2Z ENTFHITE 5.

WErE O SRR S 23RO D 12012, WHEAkF OB OGN AT 7. i
MWEFIIANA T Y » RIEEEZITo T LM LEKE LD THEX 125 mm TH 5.
—77, ORI FMOIRITEHETHY, T ORE I ZRETE /200
TMEZTOHLTC/FATIORMEL, TOVEHEEELE L. ZOHIERE
% Table 6-6 |Z/”" 3. Z ONFHHE & iE % 5 U TP kWi & o Wrm g & L Cal
R S A HEE LT-.

Table 6-6 Measured values of welded joint

Average
(mm)
Weded joint 1 1.97 1.92 1.93 1.96 1.95 1.93 1.93 1.92 1.88 1.921 1.93
Weded joint 2 1.90 1.89 1.89 1.91 1.91 1.94 1.94 1.94 1.91 1.881 1.91

Weded joint 3 1.88 1.82 1.87 1.91 1.88 1.90 1.90 1.92 1.81 1.88] 1.88

value 1| value 2 | value 3 [ value 4 | value 5 | value 6 | value 7 | value 8 | value 9 | value 10

Table 6-7 Results of tensile test (Welded joint)

Maximum tensile| Tensile Strength Maximum Elongation (%)

load (kg) (MPa) deformation (mm)
Weded joint 1 1480 600.9 21.8 43.6
Weded joint 2 1470 603.1 22.1 44.2
Weded joint 3 1450 605.7 21.3 42.6
Average 1466.7 603.2 21.7 43.5
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Table 6-8 Mechanical properties of base metal and hybrid welded joint

Base metal |Weded joint |Efficiency (%)
Maximum tensile
1523. 1466. .
load (ke) 523.3 66.7 96.3
Tensile Strength 603.2 603.2 100.0
(MPa)
Maximum
27.1 21. :
deformation (mm) ! ! 803
Elongation (%) 54.1 43.5 80.3

Table 6-7 |2, AHEMEFOFERBRIC L > TE LN HRRMAE, IEMRS, {#
VarRLic. E£70, BM & BEEMTF O S19RRERES R 4 Helk L Table 6-8 IZF & ®
To. TNHDORIY, BHEMFORKEE, MO OWTIIRMOEN L DfE
IZHEAEVMEZ R Lz, —F, BRI OWTIERM & FZEDOEZ /R LTV
5.

—WRIT, TREEERICIENIM E T D IRINA R 2 G L2 W TR 21T 9 B A1,
BRENTER S 72 W2 DR OE S DR OWEIZ R THL 725, Lz
Do T, BREMOWREBN/ NS R5DT, 20X 5 REEOKTFDORENEE
MOZICHARTIKRLS 725 Z L34 RE SN T0D. KB ERTIL, T
RARMEILIRMICE D OO, BIER SOV TITRM & RIS EEZ 7R LT
HZ L0, MFITTORBEEZFEL TS LD LHMESND. B, Bk
FOEELY S DIZEET IVLEND HGEICIE, EERFICEMNS DNy 7 v
— )V KT R ZHWD, W Z2 O CREERSICERZIRINT 572 EOFIENRE
ZHiLh.

F72, HNZOWTIIRM D 54.1%I2%F L TR TIL 43.5% CTH Y, Z47%
EERLTWALDOLEEZ NS, ULOREREEZRET DL, RREMRTIIE
HAEroatEEmA LTS b0 LHTEND.

6-5 L—F U 4 — U IEBEIRICET AR

AETIL, TIG 7—7 & Nd&:YAG L—HFEHHEbET- AT v NiaHEx
A, EBIV—VRENZED 7T -7 0FEHREZFHLT, L—FE—20
RENC L DT =7 DO 4 — U P HERTLHL—Y Y 0 — U TIEEE LT
HHLWIEHEEZ IR TOO TIRE L. £/, L=V U0 —Er VIRBRIC
BT 5 U — OIREN S EERE R RIET R BIC O W TERIO R MRE 2170,
AEBEOERIIRT A IRENSGMFOBRERE 2 L. 2 b OEEERTH
SNTAERIZONTIE, B 5 BORLEBMREMATIC L 2y I a1 —v 3
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ANTTHELNTMAE BifF7e—HE R LTS, kv L—V R SM 208
TN ETNIE, VL—HIck s T — 7 oLEl - HEHH L EL—F Y 4 —E
YIDREANAETH L L, TOREFRFITVIab—2a UV E2HOTHE
AEERZ L &R LT,

512, HRIE 2.0 mm D SUS304 27 o L AR D L—F 7 1 — o FIsEEE
I X DREHEEITB VT, BIERBEESEZHOIUERBORD bR
e — RO+ sERS 28T 2 FESMMERTE D2 L 2R LT,
Flo, T— 7 ORLEERER E DL EMEE LT, Joim 4 BRI T UigEE
MR 2 A L T2 BRI K DI ER AT, 7T — 7 BDARLZET D BEKR Lo
WEERAHERE Ch-oTh, L=V —Er IREEEITHI LT, T—7
DETEA & ZTE LTV T AR DR 72 VST ORUYER AlRE /e 2 L 2R LTz,
U EDOFRER LY, BrL<IBRE LEARRBEOFE M R I,
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7-1 FANE

TR VR A DY, Ty RIRBERIL, 7 — 7 R
ICITHEBN N EE 72 JEARRIZ BT DB — RIE & RWVDIRITIAB DK, %
MZ K mEROm L, KA EYOMFEREON ESE4E2 -2 ML LT
AR S, FEHSNTE7. LaL, BJYRDRENMN & REEMENER S5 R
W5 5 VDI NS B O T, ERod 77U v RSB RS A 4
FT=—AnM L, ZOFEABIIZEAER bRz,

—7, T VT, B N —F REERICx L CEA G R EOJE ST
RBEITHU 4 —E 7 EMTHFEPHOGND., ZNEHWDLZ EITED,
RHEE AT O MBI E NI 2L X — 2@ Ui - A6 L, ZBE LR
— F&EERT D ZENAREL R D720, HEBRERDO TRy MERICZH S
TWe. =72 L, EREE~OEHNERTH 72720, TOEERFEIRLT
Lbm<idenotz,

ZRICK LT, AR, BHEu ARy N OB BRSO, W i s
JRHIENC X 2RI OB O Z B Lo\ E R EsE s A7 AOBZIC
KT HERPERLTEBY, ZNEERTLHEOIL, KELLEHEBLOZD
Bl 2 im0 R R TR 2 BT OB IR S LT 5.

AW T, 563, BREHEC S H SNATIGT — 7 & BRI H ) ONd: YAG
V=Yl BBt 7y REEEZBRHAL, V—WIC Loy —7
DFELLE LA OEREZ N -7-. S5, WA HIE TR 2RI &
2 ERAEEY 8 D WITEHEI IR DR E RS O 2 FZBL T 572 0ls, L—HFIZ
LA 7= OFEHRGE AR LI —F Y ¢ — L VIREEAIRE LT,

AFEOEINEEHRT DD, AT U v MEEICEIT D IEBhTEOR
FEO A & A BRELSETE (FEM) I CTREMT L, L—HHRENC K AT — 27 OFFE
BRI OV TR B O 2R B L Bl TRET LTz, £ORRESHIC,
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R

V=P 4 — B EBEICRB T DM EREER A ®EL, AT T A K
RAT L AR ORGSR A R L 72, ABFIEIS TR DAL T & LT
(T~ D,

72 L—FRFINZE D TIG 7 — 7 ODEEL L FE

TIG 7—7 & NAYAG L—HZfHLEDEToNA TV v FEEELZ VTR
J& 2.0 mm @ SUS304 & — AT F A FRAT L AR DEHEREBREZIT, L —
PRGN L D7 — 27 OZENEFEDNRIZONTHRFZITo 2. vk, BHES
RIZONWTIE, 2L OTPHFERZIT > THEIE & fIl S =5 (K39 o Table
4-1 B LD Table 4-2) % U T-.

1) TIG 7— 7 EHEs, AMELE L TN ORERZ A5 L, 77— 7 OfFIn %
FRLE. ZORETHREMIZIL —VFE—2 2B LA, T—2O
BT A28 R OO L — R U H R S D BLR S R X 7z,

2) L—HYHHIZL DT —7 OLENEFELRIT H-DI2F, L—Fe—
LD IRENIE ZIRRN & U, 72 TIG B Sei L 0 sl 5 1M e
(ABFFRC BT DM TIEx=3.0mm) &5 EREE L.

3) L—YHRHIZE DT =7 OFENREHERT L7120, - R IEZ
f2 T Z CRATBEERZITo 7. ZOME, x=3.0mm, y=1.0mm
DOALEIC L —YE W LTZBAIC T — 7 OR T EFEHENZED Hh,
CHNICEVEELIZRE—REEE—-RNRELND Z ERENT.

4) EBMOWEFEIZL DT — 7 ORZEEAEBE L, Seimz M-I L 7= B
IC R DEHEFER AT T2, ZORER, REBESMFIZEBNTH L—FHSHZ
L7 =0 OREAEFENENBDOON, TSIV EELZRE—F
CEE—RNRELOND Z ENRENT.

5) T—2ZIC XV ERENTEMBIZ L —F 2R 5 L Z20RE»LER
REMEOBEWEBRARENEAEL, 7T — 7 OIS A ZICHE SN THER
INDHEEZLND. LTER-T, 7T—7 OEEAEFELFEBTHT-D
IZiE, L=V SICERARD 008 T DSR2 ET D E
DD,

UbEofER XY, @IEREEREE V—TF ORELEZRET L, RLE

PWEAETAEEEETICBWTY, 7T—270REEFELER T, Bifk
WHENTRETH D Z L AURENTZ.

73 ATV v R 2 RS A fRAT
L—Y T =B T2 HANTNA T RIEEIZEBT DR X 7R85 & fif
BT 57012, ARERELZHNCEE Y I 2 Lb—Ta VAT, BETOR
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R

FEO AR HEE LTz,
1) 7—VEEB IO L —PIEEEMIC L AEEY I 2 b—2 9 VEITY, )

2)

3)

4)

PESOIRE S 2 RDTo. T ORER, Er L F—EESEE WG E,
VR ab—va rCHEE LS UL EofERR ERIL) O - SHENE
BEEBRICEDEREB &2 R LT, 2k, Ay ia b
— ¥ a UOHYEDER ST

NAT Yy RRBC L DY S 2 L— 3 U EIT, IR OIR 45 4h
RO, ZDV I 2 b—r g URER & R FERR R & LG LR R,
L—H RN RICB T 2@ BAKBEAEEKOEEN L —FIZ L DT —27 0
FBENREEATHDEBERNTA—FTHLH EER LT, —HlE LT,
RGN BT DS T T, ZOEME 1.0 mm2 A EMBETH D Z
EDIRENTZ.

ATV NEEHEEBR LV, EHEBRMGHE OVIIBERETIX, 7 — 27 OFF%E%)
RBBOONRNS DD, EHEOETIZ > TEONFENBLN DM 28 R,
bhiz. ¥ a2l —a rOFE, ZTHIRIEEOHEITION D &BAKIE
IO HBL L ZOEBOEKIZE D Z ERALNE 2572, (Fig. 5-20)
AT Yy REEHEACBWT, BEEEROIRE SR RITTIEEERB L OV
— PN DOEBIZONWTHEL, 7T—7 ORELLEFEELFEHTH-DIC
W72 2 DOEJEDO M NSO AG T EZH LT L-.  (Fig. 5-29)

7-4 L—F U 4 —E UV ITBEEORR L BRERR

1))

TIG 7—7 & Nd:YAG LV —HZfHAG 0T, 7V RiE#EZHY, &
HIZL—VRIIC L 27 —7 OFEHEELFAL T, L—HFE—LADiEH
&7 =0 DU 4= T ERRT LYY — B TREE LR
T O LWIREEEZ T IR L.

2) L=H U= T EHWIEAAL T Yy FEHEIAC LD SUS304 A — T
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