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Fig. 1.1 Examples of various applications of dissimilar metals joints in industrial fields.
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Weight Percent Aluminum Full penetration lap welding of Al-Ti
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(a) Phase diagram of Ti-Al systemzz) (b) Cross section of Ti-Al weld joint

Fig. 1.2 Equilibrium phase diagram of Ti and Al binary system (left), and cross-sectional
SEM photo of full penetration lap weld in Ti and Al dissimilar sheets (right).
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Fig. 1.3 Schematic illustration of lap welding phenomena (left) and photo of weld bead

surface of zinc coated steels (right)*?.
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v—%m@i@%éﬁﬁbf%ﬁﬁﬁmﬁm%%é ENTERWEANBRS
L, BARTIEEREHIN 2.

L73- T, figpw - R 3 fERD Y T— b L—VIREHE O &
ENNEE R RN OZEHNNIETH D, 2D, dghd - & HEEHENR 3 frE

KT D U T— b L—PEEEITV, WM LIRS W THREF LT
%.

1.1.2 REEDEMBIEL TDORR

AT T~ 72 K 51, BAEM B &k 2 R EEES I W TERT 2729121
%mm%ﬁﬁf%ém%-ﬁAMI&ﬁ@%%bﬁgﬁﬁéLm.%%,i@
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BFEMEL ORI DWW TA E TR S N CE R A2 I, BMESOR
# < 23l U723 & Table 1.1 \R4 M2 707 7 Xy R R L — VAR
HOT =X ThY, MFRTLITEFE— L EEEOFMIEZELL T\ 5. FEHEIC
2 LN TWAHHEIOH T Al, Ti, Ni, Fe, Cu7g & Dkkx ZflAE T
iT-> 72546, Ni-Cu BX O Fe-Ni O ETZRIZEAETRTOMAEET

Table 1.1 Evaluation matrix of weldability for various combinations of dissimilar metals.

(Summary of two papers'" ]2))

Ag | Al [au|Be |cd|co|cr|culre|mMg|[Mo|No|nNi|pb[pt Re|sn|m]mi|[w
Al| B2
Au|El Fs

Be | P5 P2 F5
cd| G P F *

Co|P3 F5 P2 F5 P

Cr| P P F P P G

Cu | F2 - F2 E1 F5 P F2 P

Fe | P3 F5 F2 F5 P E2 E F2

Mg | F5 - F2 F5 PS5 E P5 P TF5 P3

Mo | P3 . P5 - P2 . P5 N F5 . E . P3 G2 P3 .

Nb | 4 5 - 4 - 5 * 5 e 2 5 4 . 1

Ni | P2 . Fs El F5 F El G E1I GZ PS5 F5 5§

Po | P P P * P P P P P P P * P

Pt | F2 - P5 E1 PS5 F El G El GI PS5 G2 5 El P

Re | 3 4 4 5 * 1 * 3 3 4 3 3 3 2

Sn | F2 . P2 F5 P3 P PS5 P P2 P5 PS5 P3 5 PS5 F F5 3

Ta|P5 P5 *4 PS5 * P5 P P33 F5 *4 El 1 G5 * F5 5 P5

Ti | F2 . Fs F5 P5 P F5 G F5 FS P3 El 1 F§ P F5 5 P55 El

W | P3 . P5 4 P5 * F5 E P3 F5 P3 El 1 F5 P GI 5 ©P3 El F2

n| G - F F P P F P G F P P * F P P * P * P P
Ir | 5 5 5 5 * 5 * 5 1 5 * 5 5 5 2 1 5

Weldability of common materials”); E: Excellent, G: Good, F: Fair, P: Poor, and *: No data

)

Weldability in electron beam welding12 ; 1: Very desirable, 2: Probably acceptable, 3: Use with

caution, 4: Use with extreme caution, 5: Undesirable combinations
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SROBIN L Py A LIS OB TR ORIX & £ & 9 T Fig. 1.4 1TRT

Explosion 4 Explosive powders . .
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,‘l l Metal 1 Metal 2
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(a) Explosion welding process _ﬁ /(ﬁ_m
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(b) Spot welding process (c) Friction welding process
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Pdess@re-

Metal 1 U U
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(d) Friction stir butt welding process (e) Friction stir lap welding process

Fig. 1.4 Schematic drawing of various methods for welding of dissimilar metals’?**-#%,
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Filler wire

Metal 2

Metal1

\ flux L Fusion zoneJ

Diffusion area

(a) Laser welding-brazing process (b) Laser based diffusion welding process

Metal 1

Metal 1

(c) Laser butt welding process (d) Laser lap welding process

Fig. 1.5 Schematic illustration of laser welding methods for dissimilar metals*®**?.
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2.1 A
2.1.1 FERLERZRESEMH
AHFFE T L — RO 381, Al, Cu, Ni, SUS304, Ti 72L&, B

ERTIELFEOLNTWAMETH Y, T b OILFEFAE XL OB R 2 2
ALZ 1L Table 2.1 3 XL UX Table 2.2 (27”9, M EHIEARRIZHMEE 2 H.000
L THEMEIOMEETED L D RIEERRPEFOND OO NTHRE L7,

AR A EE, £ 70 mm, 08 30 mm T, AJEN 0.1, 0.3, 0.8 F721E 1.2 mm
TobH. Table 2.2 OWEROFFEIZ LAUE, BLEAER BV AL b &0 Ti O
ZZITK 1000 K TH Y, £ b OEYREE I L OBWRIREILE 28 10 fi5
BXOK 3 (E0ENRDHD. ZD LIS, WHEDENRKE VAR BrEpsEElo
MEN L CaBRULAEY & ARk LW B & AR o aTREMEDS B OB EFOFL A
T CHFEZIT o 7.

Table 2.1 Chemical compositions (wt %) of materials used.

Metal Al Cu Fe Ni Ti Si Mn Others
A1050 | 99.57 | 0.02 0.26 - 0.03 [0.11] 0.01 -
Mg:2.44, Cr:0.23,
A5052 | 96.76 | 0.04 0.28 - 0.02 [0.13] 0.08 71:0.00
Cu - 99.99 - - - - - -
Cr:18.10, C:0.06,
SUS304 - - 72.175 | 8.06 - 045 1.12 5:0.004, P-0.031
. C:0.001, S:0.001,
Ni - 0.02 0.02 [99.717 - 004| 0.2 Me:0.001
. C:0.01, 0:0.04,
Ti - - 0.02 - 99.919 | - - N:0.01, H:0.001
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Table 2.2 Physical properties of pure materials used in this study.

Al Cu Fe Ni Ti SUS304
Melt‘(né)pomt 933 1358 1811 1728 1941 1703
B‘”h?lg)pomt 2792 2835 3135 3186 3560 -
Density 2.70 8.96 7.874 8.908 4.506 8.03
(g/cm’)
Thermal
conductivity 237 401 80.4 90.9 21.9 -
(W/m-K)
Thermal
expansion
(K 23.1 16.5 11.8 13.4 8.6 16.5
(25 °C)
Vapor pressure
(K) 2323 2362 2619 2683 2965 -
(1kPa)
Vickers
hardness 167 369 608 638 970 -
(MPa)
Poisson ratio 0.35 0.34 0.29 0.31 0.32 0.29

2.1.2 FRALEO-ZTEEMH

ARG THRER L7 oD o S8R, dighed > =48 SP781 T, HEM 0.65, 1.2,
14 BLU2.6 mm DR D AT THD. L OILFAST % Table 2.3 (2T,
SR D RIS & W SIXZENFI 692K (419°C), 1180 K (907°C)TH v, gkixzn<
AU 1811 K (1538°C) & 3135 K (2862°C) T 5 DT, BRO R IT IR DR XK U &
V. T, WREHERRIZIEA AR LTV, S o7, i o ik
DYEHETIE, Ra T 4 £ET7 27 4 VORI FA Lo, JHE)
HHRICHH 2 RERI 7R HEER D o Z i ITRIETEIC LV BRSO - & &l
o X4T bR, MEE T, ML Wi Seo RIS D. K
WFgE TR W SR O - Z 8L, & biEdisn ® > £ GA (Galvannealed steel)
MR CTHSH. GA MIZBisEZ B L TRY, hoRmLERIz b~ TRASEHIH A
B, REMVICAFITHS. GAMIZBEBHEEEDOINNRES LOFKERN DI

-12 -



Table 2.3 Chemical compositions of Zn-coated (GA) steel sheet used.

Chemical compositions (mass %)
C Si Mn P S Cr Ni Fe

SP781 coated 0.002 | 0.014 | 0.159 | 0.0107 | 0.0048 | 0.01 | 0.01 | Bal

Material | Galvanizing

P72 SICHR LT D M50 S ELIEAHEN o - 8L, JFHR O W IESRIR 23
PN TPICRIED » & &Sh, 2EGBHO%, FEMET 5 HE 7 o+ 2 Tl
END. ZOH, BN X BT > X EA~ORM 2D OB OYLELIC &
&b Z 5. Fig. 2.1(a) 1T GA #itkD > X @ a2 65 £ T
OAREE OB ZR L TEY, (b) X Zn-Fe O 2 tRIKEHE TR L TS,
ZZT, Zn-Fe k&M E ZHITESSMHMBEIZIE, KRS XK1, Oo
EEORZRFT N, B D B R E ~MD>> T, Fe, THH (FesZnyo) , Ty #H (FesZnyy)
81 FH (FeZn;), EfH (FeZn;3) DIEIZIEfEL TS #1780,

mol% Zn
(b) 10 20 30 40 50 60 70 80 90 100

(a)

0 10 20 30 40 50 60 70 80 90 100
. wt% Zn 2n

Fig. 2.1 (a) Schematic illustration of surface layer phases in zinc-coated steel sheet, and

(b) Fe—Zn binary equilibrium phase diagram.
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M L7z 8ign oD - S SR D56, BENEPEESRE T AL TV D IRE

Dt DT, ~SHEDHK) 50 mmx50 mm T, EARICHRE 1.4 mm,

AR AR 1.2 mm,

THUTHRIE 0.65 mm DA Z TN EREZIT 72, T ORM O > & g%
FEm > & #i R4 1] & ¢ TEM-EDX (EDX : Energy Dispersive X-ray Spectrometer)
I EAT> TR BNT-EE% Fig. 22 1Z/r L, EDS HIEME Fe & Zn DR LA

B%AHIZ Table 2.4 (279, Highd > ZJEOE X3 8um TH 5.

Zinc-coated layer

Fig. 2.2 TEM photo showing zinc layer of zinc-coated steel used in this study

Table 2.4 EDS point analysis results of Fe and Zn for prediction of respective phases.

Area Fe Zinc-coated layer
Elemen a b c d e f g
Fe 99.91 00.78 31.77 17.21 11.48 10.74 8.73
Zn 0.09 0.22 68.23 82.79 88.52 89.26 91.27
Phase «Fe uFe aFet+l I § &I & -+

- 14 -




2.2 L—YBEEEREE
221 JmARHEH2 KWOEZERIRBE D VDIILE—R I 74 NN—L—HYEE
VT NVE— R T 7 A 23— (SMF: Single Mode Fiber) 1%, Fig. 2.3 (Z/~9 &
N, T 7 AN=—DaTEPNSLKRDITONTOLT 7 A S—HE ol T
5HE— ROEITH > TWE, ary@ZR—EELV/ &<y, ERE— DA
WIEHNT 7 A R=ThH 2 ¥ 2 LC, v nE— RH7 7 A 3—(SMF)
IZRBWT, JEREESARIEAT 7 2454 (Gaussian distribution) 23TV 2 & 23 BHER
FCRER ST g 555999,

Optical signal Cross Refractive index
propagation model section distribution
Cladding—— n2
Core™ - > n1

Fig. 2.3 Optical signal propagation and refractive index distribution of single mode

optical fiber®.

KRR THEH LT 2 kW DL FE— R 7 7 A S8 — L — P UEE DO IR,
WHIZR, 2 hr—I9BLOAX v~y ROINEIEE % Fig. 2.4(a), (b), (c)F
FOIZTRT. a7&E4um D7 7 A N—Trk &, £ 318 mm Of
KL AT SN L —Y~y Rk TEXREND. ZoEBRICHT
HARy ME, E—LBRBIONY —8HE% Fig. 25 1277, ZOL—F0
E—AGE (BPP) 1X 1.05 mm-mrad TH Y, ESALETO ARy MRITH 27.6
um TH 5.
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(a) Oscillator (2 kW max power) (b) Chiller

(c) Panel (d) Laser head

Fig. 2.4 General views of 2 kW single mode fiber laser apparatus, chiller and laser
head used in this study.

[a700~ j .ql.
Optical flber  |ws E “
{$14 pm) s
m—r-—r G B R Bt s st

00 00 200 800

Focusing feature Power density
profile
Spot diameter: 27.6 um

Fig. 2.5 Focusing situation, beam mode, spot diameter and power density of
2 kW SM fiber laser measured by special beam profiler.
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2.2.2 mRHAN16 kW DEHERIRE T+ RV L—HEE

AW CHER U R IR T « A7 L—V4E@E X, TRUMP #ERLOFKH
J116 kW 7 4 A7 L—HHEE (B : TruDisk-16002) THDH. 7 4 A7 L—H
1%, 1990 4RI Stuttgart KD Adolf Giesen © (2 X - THRE 7z L — Vg
LT, Fig. 2.6 1R T X910, ZKEWTF A R7RORERE (T 77 472 T—)
PR ENT. 2k FEmE R ke K& T, BEWELZm B S
BHILENTED MW = 27 L—PFOREITIE, KT Yb:YAG <
Yb:YVO, 72 EXFIH & du, & OB E A 3K 100 ~200 um FREETH Y, EH
ITHE mm ~ 20 mm BZETH D, L —FHERNTOREAELZIEE —I2T
L, ZOBEEA UL EICEDmAIAe— 7 (Heat sink) (2
P L, L—YIE (Laser medium) DFE BTl CT— HFRICEHBET 5. £ T,
B R R A IMRERETE, 7y REL—FIZHig U CRE LR D
NIZE—LWEEED ZENTELEINS S Y.

High o
reflectance Pump radiation _
coating Excitation light Qutput mirror
L Laser light
Heat sink
I
-
;::?:::e Disk-type laser medium

(thin disk)

Fig. 2.6 Configuration diagram of disk laser resonator®*387#%),

AL T L7 G 16 kW 7 1 227 L— B O R IRas 36 L UG A
RO EE % Fig. 2.7 )B X OOITRT. 216 O L—HEEE T YAG OfE b
Mo 4BOT 4 A7 ZRVy, #EEL 1.030 pum O L—H B — L& RIETS.
16 kW 7 4 A7 L—HEEP ORI N L —FE— A1, 2784200 um O
T AN—IZ X o TrES L, BAFERE 291.5 mm OFEN L X THERL S vz
TRUMPF #E#L PFO33D O L —H 2 ¥ ¥ F~v K (FRAKHEE : 600 m/min) (2

-17 -



FoTHENIND. L—FRF ¥~y ROAMREEL KON THEEE Fig
2.7(c) BIAIT/RT. B~y i, EWIINTIESOSE0 U £ — MaHE
IERTE, 2 DN ) o 2 T—=NL—FDOEN AR v b2 I THEEN T
R TCAERD T 5. I 7 —AEIIEREN ORI TR TS, L—F
A v o~y ROMTHEBIZH d,=180 mm, d=100mm TH5. TDOL—HFt
—ABNOR y ML E— AIRE JE L72RR % Fig. 28 (TR, B — Al
'E (BPP) |£ 8 mm-mrad TH Y, BRMETOAR Y MEITK 300 um TH 5.

(b) Chiller

[

J

(c) Scanner head (d) Processing field
Fig. 2.7 General views of 16 kW disk laser apparatus and chiller used in this study.
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Spot diameter: about 300 um

::i\.\ /.i/ F 0.10

.

Optical flber [ /\\ 050

{$0.3 mm) 5050+

45 00~ a 070
/ .Y -0.90 -0.70 -0.50 -0.30 -0.10

L] ' i
SSO00 00 sN00

Focusing
feature

Power density (16 kW): 226 kW/mm?2

Power density profile

Fig. 2.8 Beam diameter, profile and power density measured for 16 kW disk laser.

2.3 BEAZRBZREESIUSNEE
231 GREETAAAS

L—FEERICBIT 5 L —FHiE 7L — L0 o X 8h#EsicEe ) 7
2 —2 (Monochrome) BX O T —OEEEL T A D AT AHEH L. SHE
BT A AT OHNBIEE% Fig. 29 IR T. 16 kW T 1 A7 L—H4EE v
T Hfigh D o XK 3 A ERFEERIT ) Ty I/ A A—UT 7/ av—itil
@D Memrecam fx Rx-6 i L7-. KT A DA TZII7 V7 L—ATlIxE
4,000 frames/s, 7E| 7 L — A TldfHE 210,000 frames/s TORREE N AJRETH 5.
ZLT, REEOAEY ZHEH L D728, 10,000 frames/s TIEH) 2.5 FOH
DFLERNFIRETH O, $klj L7277 — & X FC-AL (1 Gbps)Dx v kT —7
PefelZ L0 PClCm@#EERE L, PC THMY 7 & IfxLink] % MW CE{GALEER
FOTF—ZDRENFRETH D, RKERTIX, £/ 70— AT EZHNTHE
Al O£ 8 % 10,000 frames/s THZLL, #Z7— (Color) # AT ZHWTL—H
L L — L DZEFE) & 5,000 frames/s DA THEIER L 7.

£, EHICRWHEEDY VT — R T 7 A N— L —P & - B ERE
D L —HFHE 7 — LW O BB BLE2E Fig. 2.9b)Z R L7z X 51T (BK) 7
I A A—=T 7 ) a Y —fE O Memrecam Gx-6 Z{# A L7-. Gx-6 1% fx Rx-6
D= a7 v T ThHY, EEREET AN A T3 131 HEFEOERIRE R T
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DAEY, /27 v TIS020000 fHY, # 7 —T ISO5000 FH4 D & E & ot —
NHEEH I TCWAD., 72, 707 L—ATlEEE 2,000 frames/s, 7787 L— A
TlIHmE 200,000 frames/s TOERE N AIRETHDH. £ LT, 4GB DRFETED A
TV EZEH L TWDH70, FIlZ1E 10,000 frames/s TIXFI 1.6 FOIE 0O FRdkAS Al BE
THY, GFE LSBT —23xy N —ZEFHICE D PCICE R L, PC
THHA Y 7 b [GXLink] % W CTHEGALELES LT — % OB RTF N AETH
%, FFZ, EED fXFx-6 L0 BV, EEEOCIREICARNTHD.

VTN RT 7 A NR— =T W BMEED L — R 7L — AU

(b) General view of high speed video camera (MEMRECAM Gx-1)

Fig. 2.9 General view of two high-speed video cameras used.
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AL O R BV FERR CIX, £/ 70— DA TBIODT—DATEZHNTE
NZIEI O8N L O — ViR 7L — A D28 % 25,000 frames/s THIER
L7z.

FRIZ, WEERF ORI OVEFMEEN A L0 fEIICBIZE T 572912, Fig. 2.10 12
RT B LT LY b= AMORERH T30 WD 7 7 A N—H TV T
K gk L —yEE B NBT-S30-mk II SR) ZMIIIH & L CH
W, B 7u—LAEHEET A AT EFWT o NE—EMAEDETHEHL
72, WK 980nm O L —H % a7 600 um, NA0.22 DY:7 7 A /N—TIRiEL
TW5. ﬁ%%?iV~$%%ﬂuf~kvyfT¥ﬁ%’LT@%L FIH
SNTeH AT VR, WRHOZEEIOE ) 7 v — AFEHE T 47 ABIERIT
MBS & —FEL Jﬁof::FYbﬁ74’/1/5’~ (PR 0 973.4 nm, FfEME : 5.0 nm)
BRI —VFRTN—L0H T —BIRITHE ST W7 4 v & —EHiBH
300 ~ 750 nm) OB B E % Z L4 Fig. 2.11(a), (b)F L ()IZRT .

B —

Fig. 2.10 General view of laser diode system.

221 -



Fig. 2.11 Lens and filters of high-speed video camera (MEMRECAM Rx-6 and Gx-1).

2.3.2 EZARAYUUEEBEBLUNES

Ry, L—VITofE#EYEZm ESE5720, MTL7etwtxoE=21 7
FROEEMNEH SR T0D PO KifFEcoT=4 1 » 71X L —PE#ED
TavABSEEREL, TOMEEHEL L UEASND T TR, FoT=
BV TT =T L, BH~7 4 — Ky 7 LCHER EIERT 5 2 &
NTEXLHENTHD. Fio, L—VIEBEBIGUIIET (T TR 75503 %
W2, 1B E O AT BVE O HTE T L RIKIB R SRS Tl P19 2 2T,
LY L RRHCHEAT D2 EFE2RIE LT, BEWEEZ A ek XA TE=
BT HRBB TN, MTESZEET D & & BT, BHNE % F Rk
WTELE=H ) U EBORBENRELRS TN D P,

FEH TR AT =2V VT 5 FiEE LT, BWEEHNOIT HREHHL
RBI 70 & ONEHI, FOFHH, EEEH-CE i O BfGALE 7 E 280
=XV HRPREINTEY, MLERSCEEE KM 2T 25 H5iESRNL
OMREIN TGS O UL, EERGLT=X ) V75T — X OFBEOH
FRICBIT D KBFERSCT — 2 1307, EOXohE=2 Y I EENAERT
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HDHDOMNTHONTIE, FLEAHATHS.

FrlZ, Highed > TR O L— P EREETIE, ANy IRFEEL TR >
TART VBT 4 NDEHH ARSI Lo BE, #gned - X6
W2 DY E— F b —VFEAEEIIFZEAELINTEY, BIGTE=41 L 7IC
LORBEMENZEBL TWD., L, #Eik3 REREBEEICOWNTE, b—
PIRBMERN HCHE S TR, LR -> T, #lignd - & 3 fER L —V
WHERFDOE=2 ) v 7 FEEMNLT HIC4725 T, 7, L —PFIEERFOEIA
HRFHECTE B RO EFORM E TN I RFET L — IR S0 & BRH
(Gap : ¥v v 7) ORBEAMICTLIZLIIEETHD. FFC, BEHEXKMGO
FAEILDONTIXZE O & RIBEI IR AL T D2 2 ENEHE L > T D, £
ZTCH 7 ETIE, Do R 3 MENRD T 7 A A= L —PiEEE T
T4 AT L= AATY, SRREESIE T OB RE X O OWT
BEtL7c. £72, T4 A7 b—WEE-REZBE L, T=2) v TDT7r—42L
HARTHML, £E=4 Y U 7 ORRELZRF L. T0E=4 Y > 7 DI 5
B O XX % Fig. 21212~ L, E=4 U 7155 %HE L7=T — ¥ 1 /7 —% Fig.
213 1277, — & Al EOEB R ISR BT S bkl KOt —

Preamplifier Data legger

R Disk laser

wouk

Laser diode

{llumination for
camera)

Fig. 2.12 Schematic arrangement of monitoring experimental apparatus.
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Fig. 2.13 General view of data logger for monitoring system used.

B ORELZ Vv a—2 =l ko THE (FE=%—) L, FAFRICEEEET A4
AT R DB R OB H1T o T2,

L —HHE 7L — A8 L OVERh 2> & OBV 2 43 Yeds HR2000+% FV T
DI AT o7, FDIMEEDINE % Fig. 2.14(a)lZ/~k$". HR2000+/X~ /L FF
Y RN HRPEERETH Y, ZEENSFRIRHCAERRETH S, AREEIT, X
Uy MES5Sum, 7 L—7 427 300 gr/mm (Z3fERE : 1.00nm) TH Y, HIEF
REIN & 1E 200~1100 nm T, 32 MHE 1T ¥ 2 E01EL 2048 ch & 72> T 5.
AFEERCHRIH L7 asE Fig. 2.14(b)IR L, El~y FOESIERE £ 1
190.29nm THD. EHEINTHITIET 7 4 =12 L > TH N~ 5% S,
PC CTELH Y 7 b [Ocean Optics Spectrasuite] & VYT 1 7 — 4/2000ns DT
TR LT — ¥ R LT

(a) Spectroscopic instrument. (b) Focusing head

Fig. 2.14 General view of spectroscopic instruments.
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2.3.3 XBRBBHRBEES S U X RERBRGLIELE
ﬁ%®O%S&E@@E%,K%ﬂ%wﬁ%ﬁ_omfﬁ,%%EHPW%
DORv T 4 AR B L OZEORAM LT D20, T, EHEEORERA N
ISR DX — R — LEH), KIAORAERDSCAR 1 v T ¢ OEREERE 7 &%
RLH12D, v A4 774 —NA X HEAKREES () HEMIERTR,
Mﬂuﬁ>%%mfﬁ¢%ﬁot.;@VXTA@%%E%F@zmcvﬁr
AEEEIL, HOX I X TH D XHRE (X-ray tube), #RER T 215 L7z X
ﬁ@ﬁf%Tﬁk?é%% ATV T AT, AIEHE & FLER T D
T A AT L PC, Ef % 5 CRT, E=F—nbiE N TND

A A=A T T 7 A T (X-ray image intensifier)iZ- DV TIE, & OJHEEX
% Fig. 2.16 |2~ T . XARE S S SN 72 XIS G TH 2B 2% L
ZDOBEA A=A LTV T 7 AT DANSHEIM (Image intensifier) 5
T 5. ZOHENMITIRE Sz X RO LItE T2 T 5. 20
SN REFITENICBWTETF LRI InE - £REh, Hhaok
WEFE L, A a2 H 5. 0 L&, HOHEEBO ALY s L% Fig. 2.16
ODE'TEI f #\.a— 107—113)

Z ORISR BRI, BB L MHEN D AR U NE S STE A
BT D XBEER GRRKEEL 160kV, HKKEER 1mA) ZHNTEY, &/
BARTEDN 4 um E/hSWNWT2®, BIARBIZBWT S U v — 7 REER IS LI
5. ZOMBEOREMGEOBEICIE, Nac HHHOET ) 7 o —AFEEET 40 A

! Laser

Image intensifier

CRT
(Fluorescent screen)

Monitor

X-ray tube

N

High

speed

camera

Recorder

Fig. 2.15 Schematic arrangement of X-ray transmission imaging system used.
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) ¥upbus|eamag,
oo@ O0%% 00 0S¥

Fig. 2.16 Principle of imaging intensifier'*’''?.

S (Hi-Dcam 2000SC) % Ay, ###1L 7 L — 4 L — |k 250~1,000 F/s TIT - 7.

F7o, RIS, RIREE & EIAE R Tl X BB R & IR ICEMTIE W)
DG, BB DRI IR ORISR 2 BE 511X, b
L—H & U CRAMICRIOWE 2 5 BN - 7=, IRtk 28524 55
AL, BET L 2EOREIC, HE (0) A 1mm, RIAK 1~1.5 mm DI HH
g, B (@) M 1mm DOE4E (P OUAYEEDIAALL. A4, B &
SUTEWDS, BEENBRIL D7D L0 b X FERENMEL, BIROZENE
N5ar b7 A NOBOERAE SN, WEHMZIRZMSD Z ERFARETH 5.
F7o, BEOBERRMORERIZ D, MENRCERIOK 28l 52 &
HLTX 5.

2.3.4 IRILF—DEESIEE (EDX) FZFEEREFIAMEE (SEM

FREEE O PR D 26 8h & PERIZ A U T2 B O R i T HE D R A TR~ 5
72, Fig. 2.17 |27~ 7 ELIONIX 8 (FUZ : ERA-8800FE) D &AM &8 - BAK
#% (SEM: scanning electronic microscope) & HITACHI #1-%Y(SU-70) DA & 77 fEE
SINTERE 7 IAMMEE (FE-SEM: field emission scanning electronic microscope) %
N CEBE O Wi & ki OBIZE 21T > 7. SEM ITEH L v X% VTl < o
oA RB R TEA S Y, RBREOIR, (78 - WEAMHEEIZISC
THAT L ZREFEZRO L TEHBLL TS, EFHRIIATEEE D $iE5 0
IRV R 2 AT 57O e IEFIicmuy. £72, Tr—T7ORE AN
W2 O FBAMEE & R TEARE DRV NG B D 2 & TalklERmm oM™
BB TE DL TD.
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ERA-8800FE (X EREa il i 3 eIt it o 2 7 5 (3D-SEM) T, #EF#

3 ICHL SFHTIEIE T 0 |, S iFREILINEE L 30 kV, 1.5 nm T, 20 75 600,000
DIGRTHERTH LN TE S, 51T, SU-70 @ FE-SEM (FIHEE 15kV
T 1.0nm OFFRET, @fEFE— K TlE x100~x80,000, 1Kf53RE— KTl x25
~x2,000 DGR THIEENFRETH 5.

(2) ERA-8800FE

(b) SU-70

Fig. 2.17 General view of scanning electron microscopes (SEM).
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2.3.5 UM X #R[EIHTEE (XRD)

ARFFENCAE A L 72 XBREI P2 (XRD: X - ray diffraction) |45/ 1N 8 3Ek o & 23
A[HE72 Bruker AXS #L#4¢ D8 DISCOVER T® % . % DEH % Fig. 2.18 |2/~ 7.
EEEEE X HRIR Turbo X-ray Source( u FX) DOEFIC XLV | HERE FRRIHIE 2 25
72100pm ¢ LU TOEME « MR« JEARIE R~ » & 2 7 HIERF# 25 KE L2
SN TWD. 774 74— AT K HEBEE X # X0 v e fdi s X
DERMTHETE 2, ZNICKY ., EiRelt - &8 E L S e R8T
TNA R ETC=— AN TS 10um A — X — O/ NMERIZ I 1T 5 EM5
BT« WS - FRBEIS ) OB E b ATREIC 72 5

CuKa B TAHE =20 7 ZA)LEE ¢03mm 2~ T, L—PIEEHOM/INE
WTO X BEHTEIT -2, BT —4% OREE, CCD AT &L —HFE—L4
A, BEEO PO AREHBIRERS L OVX e —2oEgHLE —FT 5 X
T, WEROEMERALERD & BAEDEEIT o IR I L7z,

Fig. 2.18 General view of X-ray diffractometer (XRD).
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2.3.6 FBREBFIEMEEE (TEM)

HREAREO L — S BRI OMMER 2 8122 L, AR ZFET 572918,
JEOL #£%d (JEM-2100F) & S5 Hi 75 it - B #E (TEM: Transmission
Electronic Microscope) % V7=, FOUEFE DN G E % Fig. 2.19 [Z/R7. 2D
TEM ONGEEE 160 33 £ U200 kV TORAfEREIX 0.19 nm TH Y, Tu—7
DF/MEIZ 0.5nm Th 5. EOMRL & FHEAFTREC L —FEE 2 )/ A —
HZUNLVTCRITCE 5. E£70, L—VEEEM O A RAE D IeR i d L O
TEFRENT 21T 5 7=, TEM-EDX (EDX: Energy Dispersive X-ray Spectrometer) 33
J O TEM-NBD (NBD: Nano Beam Diffraction) % VN CHENT 21T > 7=.

Fig. 2.19 General view of transmission electronic microscope (TEM).
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2.4 BEBOEIATE L L—FBRERFORBNSHIMES
2.4.1 BEAEEE

VAPEE OB S 34ROV TIE, (BR) Mitutoyo BLoof/ Ml X 3ABREE (HM-221)
ZRAWCE Yy h—AE S EFHHI L7z, Z0EEO/NEEE % Fig. 2.20 (277,
RRA T~ A 7 ady & TRHN Lo WIEEEE 2 O L7212, 0.3 um IZHFEE L C
Yl L, frE 50 g 2 20 FRIAM L CRE S oo An il 2 e L7z

Fig. 2.20 General view of micro hardness testing machine (HM-221).
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2.4.2 SIRABREE

AAFGE T Lo RSB E 1, EHOT A5 R SR ERrtt o =
v o — & GRS 5 T RERRBREE (AG-10 KNE) Th 5. ZDOEEOIE G H
# Fig. 221 17, EFIZF v v 7 03H0, THOF v v 7PN FHICBEITS
HLOTH D, AT TIEB R AWERER % 1 m/min OB TH— L TEid 5.

Fig. 2.21 General views of tensile test machines used (AG-10Kne).
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£53E SEEEEMAFELLZVWEEMBIZCETS
OGN E—FI7AN—L—YBEE

3.1 #¥E

HEEM B OWEEEEO% 6, @RELEWRIER LRV E, BEITEE "6
ThY, @EMEEMDIERT DL, FInndEAE LT <, BWERIT—RMICH
HTHLZENMBENTWS. —FH, VI NE— K7 7 A4 13— L —FDEE,
EHE—LENEFITNS S TETEDLDO TERWNNY —EENERTE, 4F
TRETE RN - BEEEENTTREL 725 Y, Zow, SBEEAWR
FEAET 2356 TH BMITRT 2O K0 @R F LA O 4k %
fil T, BMTHLRURBESOFERNFIREE D Z RIS, Ik,
B OV —PEBEOGE, —MKIIZ, BEEEHE I EREHEIC LY B2 %
];%%Bﬁilf/l_:‘% é h—( VY %) 9—14,16,18—21,25,45—80).

Z T, KETIE, @BHtEYPIHFET 2 EMBEeEO LV —FERREN &
EBELE D IFIE L W RSB O L — P ERQIEEE O =R 2 HiE T 57
D, YITNE—RT 7 AN—L—FE2HNWT, ETEeBRLEMIFE LR
WA DBMEREEZZIT LT, ZTOEREREM L. £, SHORE:
BIREEREET A0 AT THE L TEEEIEIC DWW TEZELE. 2L T, 2
NHORERIL, REICEWT, @RS PFET 2 REeREOY 7V
T— RT7 7 A =L —WEQEEN L BB 572008k ET 5.

3.2 HRAMH, EREESIUERAE

AT THEH LIZ&EMENE, Cu, NiB LOSUS 304 (K 70%Fe)TH Y, +D
FEILFEN D72 D Cu-Ni, Fe-Ni I LU Cu-Fe ® 2 ji-2DIRAEX % Fig. 3.1 IR
3 MO T S 3SR T EOMICITE BB LAY & AR L2 WA B O
HHTHD. 728, SUS304 X, BUEIZIE Fe EHD0, EHOBAENDS Fe
ORME LT L7z, a8 At O b iakcds L OB M E 134 CTIo s
2 FE (D Table 2.1 3 L U Table 2.2 1278 L T 5. &kl i ~HEIE, B & 2370 mm,
28 30mm T, EE2803mm ThHD.

AT, HITHEA DTS THLWD L HBIZES HNHA TV D, FRIZ,
B WA SR THMIN THEIC BN TW A T2, ER, BXGEOR, &
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WADLIIRT AR, B— h v 7 OB D XD 70 BEEN - T 7y 70 &
ICHWHATWS. £ LT, Cu LMD BEIENO BEf O A & ISV i PH T
HAENTWD., ZOEMEBENHBICFIHATED &b o &R0 ~D R
NHIFRES LS.

Cu-Ni B X OV Fe-Ni {22\ T, Fig. 3.1(@)B L UL D, FE&EDREA L
VARV PR O WARRRIEE & BAFBIEE O®PH (BRI RAPH ; [E1R A aE0)
NEDLD TN ERNDND. LTzRn-oT, —fRIIZ Cu-Ni 35 LT Fe-Ni D5
MBS OB EIVEZ EIRNZ ER RIS, —F, Cu & SUS304 D
MESB:OSE, Fig. 3.1(c) @ Fe-Cu2 TRILHEX NS, &BRMMLAWIT AR L
RO, W ODORBERNHS. £, Cu & SUS304 ZVEF - IRET 5 &
10~90% Cu DRERK C R AT FIE DY A WFIK & 72 5 7=, EEEERLAEZ 0
<D, £, SUS304 L H A —ATF A FRDAT L AL Cu &
BANSHD LWy HHEEEZ LC, P, S/ DR ILHE L Cu sk U

B 1455, Eu-ﬁf__ L
b - ‘:N Fon = W0 =
© o
g 655 1000 (Fe.Ni)
g (Cu,Ni) §
§ 5 T
- [
= i
o " S >E:
Cu ’ a:o% " ' " Ni Fe i N at.u% N N Ni
(a) Cu-Ni (b) Fe-Ni
. fr
1403
o o i
e B Fig. 3.1 Typical binary phase diagrams for
‘ laser welding of dissimilar
£ showing no formation of
u an o : - 114-116
¢ t i intermetallic compounds ),
(c) Cu-Fe
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27T LT RO TRBEENSEZ Vo3 s g snD. —,
Cu %W LA, SUS304 D HAZ ERIZ 53R 1 25 I & 41 Cu Dk
DNERERAL B OFE BRI EA L TIRIEE B EEIN SR Z 2 afiett b & 5. L
72> T, SUS304 & Cu D FMIERETIx Bk U7z 3 s OFREE R Mo F& ARG 12 7%
BT AHENRH D O,

VT NE— RT 7 A N— b —PI LD BMERIRILE Fig. 3.2()l2R 7. 2
KOWERZ AT —Y RIZEEL, L—IMT A~y RERENS 10° #HIT T, &
SALE 0mm, L—HHJ]1kW, EEEE % 5 m/min 205 50 m/min £ TE 2T
i L — W B VAR R 21T o 7=, R U7 AR BHE Fig. 3.2(b) 1R T &
N, MBI ETFE2EZ TERL, WHEEICKET ETEOREIZONTE
Rt L7z,

Focal length :318 mm
Laser head [spot diameter : 27.6 pm]

Ar shielding gas
Pmax : 2 kW
A 11070 nm
BPP :1.05 mm*mrad

H@),

ingle-mode fiber fager

iPG % .......
Yb Fiber Laser .o ='L‘i!
® VA
YLR-2000-SM o]
[

Metal1

(b) Schematic specimens set-up
Fig. 3.2 Schematic experimental set-up for 2 kW single-mode (SM) fiber laser welding

of dissimilar metals

-35-



3.3 BMOLUVINE—FIZ7AN—L—YERBERBRLEZINICRIFTE
BREREOZE
3.3.1 [XL®IZ
R L7z&BHMEHT, @RMILAEMDBIIFELRWVEAETHY, Cu-Ni
SUS304-Ni 35 L UF SUS304-Cu T 5. 4 £ TITHIIE ST X 7o BFEM B O F 2
PEREAMRE D Table 1.1 12X 5 &, Cu-Ni O L —¥E L B 1 v — AEEEEIX
E(Excellent) & 1(Very desirable) T V), I3 IEFICH S ThH D LS TW»
L. 728, Culdd@i L—ITKT D RRE WD, L—FEEIN#ETH
HEBZONTNDN, BFE—AEETETOMEITEZ 520, 2720,
BMREEDN @OV OERI IR 72 27, HEDRD TEWGA 1T AL 72
%. Fe-Ni D4 1% G(Good) & 2(Probably acceptable) T& ¥, Fe-Cu OHAEI,
F(Fair) 2(Probably acceptable) T 5. Z i1 O DL RAF 22 5HMIL, EHa RS
I CE A o A K e/ R i A A ORANAY k- SU N C ASF (W el = - Y AR
Z T, ARETIE, FEELIIREOMEBHIMH LT, YU NVE—R7 74
N=L—=HEZHNT, 5FTEBLCTE R TolEHE TOENQEEHEIRZ 52
L7z, £7, HFon-mHERFOMmA8IEE L, MkFOoIRE AW TR
JE R A BRI L7z

3.3.2 Cu-Ni EHMDOL—YERBIZEMOBEER

Cu-Ni ODEMIZH LT, VoI NNE—RT 7 A N—L—PICL L EREEL
FE &2 OYEEEEE CTITo7-. 10 m/min~50 m/min THOLN-EEE— RORME
FOEEOHNBIEE% Fig. 3.3 12779, L—FI EREINSRE SN, B X
VONEZENEN Cu B LN OERN ERDOEETH D . IBHEHENEL 72D
&, Rk IOEAIOEHEE — FIEAUEFEITHR 2D, 50 m/min TIHEEIAL S
EL 2o T, BOTRIAIRE IR CND Z EREREIND. RIZ, 5, 30 BLD
50 m/min DOIEPEAKFOWTH G E % Fig. 3.4 (O~d. LLE, Rime =k L OW
2B LR, BhoRATRdsninotz.

L EDORER G, Cu-Ni BA O L —FEAQBEEIIWTNORNETHLRHETH
HZ D HER S L.
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Cu (0.3 mm"), Ni (0.3 mm"), P: 1 kW, f3: 0 mm, Ar: 35 £/min

Welding speed

20 m/min 30 m/min

50 m/min

Top surface
appearance of
weld bead

(Cu-Ni)

10 m/min

Bottom surface
appearance of
weld bead

(Cu-Ni)

(a) Cu (upper)- Ni (lower)

Cu (0.3 mm"), Ni (0.3 mm"), P: 1 kW, f3: 0 mm, Ar: 35 £/min

Welding speed

10 m/min

20 m/min

30 m/min

50 m/min

Top surface
appearance of
weld bead in Ti

(Ni-Cu)

Bottom surface
appearance of
weld bead in Al

(Ni-Cu)

(b) Ni (upper)- Cu (lower)

Fig. 3.3 Photographs of top and bottom surface appearances of Cu and Ni dissimilar
welds made with single-mode fiber laser at different welding speeds.

Cu (0.3 mm'), Ni (0.3 mm"), P: 1 kW, f3: 0 mm, Ar: 35 £/min

Welding speed

Cross section

(Cu-Ni)

Cross section

(Ni-Cu)

5 m/min 30 m/min

L 0.-1mn_1 '

0

L .41111171" ’

0.4mur .

50 m/min

Fig. 3.4 Cross-sectional SEM photos of weld beads made in Cu and Ni dissimilar lap
sheets using single-mode fiber laser at different welding speeds.
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3.3.3 SUS304-Ni E#D L—HVERBENOBTRER

SUS304-Ni DEMIZx LT, Yo I NhE—RT 7 A4 =L —W |2 L HENE
Pe Tl 42 OIRBEHEE T - 7o fE R, 10 m/min~50 m/min TSN 7-A E— R
DORMMP L ONEI OB EE % Fig. 3.5 (RT. EHEEENELS D L, £l
BXOEGOBEE L — FIERSKREICHKL 725, 50 m/min ClEEBEENATHET
BV, CuZHMLIGE LR L THEMITAES THLZ Ehbholo. WIZ,
5, 30 3 L Y50 m/min OEEEEF OWrimi G2 4 Fig. 3.6 (Z~7. K& Eifd
FOWrm 2B LT RS, WESIZHINOREITRD bR o Tz,

UL EOREHER D5, SUS304-Ni O FFf L —VHEABEHEITINTNUORETDH
AIHETH D, WREE Cu R E WS E LV ES THDH Z L PRS-,

SUS304 (0.3 mmY), Ni (0.3 mmt), P: 1 kW, f3: 0 mm, Ar: 35 £/min
Welding speed 10 m/min 20 m/min 30 m/min 50 m/min
T R

Top surface
appearance of
weld bead
(SUS304-Ni)

Bottom surface
appearance of
weld bead

(SUS304-Ni)

(a) SUS304 (upper)- Ni (lower)

SUS304 (0.3 mm?), Ni (0.3 mm®), P: 1 kW, £;: 0 mm, Ar: 35 £/min
Welding speed 10 m/min 20 m/min 30 m/min 50 m/min
Top surface | (L = =[S e
appearance of &
weld bead
(Ni-SUS304)

Bottom surface
appearance of
weld bead

(Ni-SUS304)

(b) Ni (upper)- SUS304 (lower)
Fig. 3.5 Photos of top and bottom surface appearances of SUS304 and Ni dissimilar
welds produced with single-mode fiber laser at different welding speeds.
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SUS304 (0.3 mm®), Ni (0.3 mm"), P: 1 kW, f5: 0 mm, Ar: 35 £/min

Welding speed 5 m/min 30 m/min 50 m/min

Cross section

(SUS304-Ni)

B 0.41111}‘17“

Cross section
(Ni-SUS304)

0.4mm 0.4mm 0.4mm

Fig. 3.6 Cross-sectional SEM photos of weld beads made in SUS304 and Ni dissimilar
lap sheets using single-mode fiber laser at different welding speeds.

3.3.4 SUS304-Cu EM D L—HERBIENOHRTER

T NE—RT 7 AN—L—HFE2HWT, fEix O T SUS304-Cu D EI
R 2 e L7 S O i e — FoRE & Bl 5 E % Fig. 3.7 1277
FEHEREE NI 5 DIZHE - T, %%B—F@i&<ﬁofwé 30 m/min LL
FOEBERE S TIIREBEODB R LND L DI, HOEIAS OUHET
&ﬁofwé.:hiCu@%WV—%ﬁﬁﬁk%@@ﬁﬁwkbf%é’k
DHEZR S LD, SUS304 #UEFS EARD & O TILT R TOEEHHE TR e — R
OREIZHAM 2 FNNRBD HND. Cu 2 ERODOEE, 20 m/min DL T OE#EHE
JECHE B — R(SUS304) [ZEINORAENHR IS, SUS304-Cu D E I
kT OBIEE G H A Fig. 3.8 ITR” 7. WSl O R TIL, ERMEFIEOR
P BT HIN A 20, Cu S BT, BHEEEE 10 m/min D354, SUS304
MIER e — R ICENAHER SN D, LLEOBEMERE LY, SUS304 |l
T Cu THE BV LEA SN EITEHNBRESLT W EBRHZEIND. R
REXTREND XL O, @REMLAEBIZK L2 W EIORM A TH 573, SUS
304 12 Cu DR L, Cu @ 7 v {@HTIC L 2 JAV RN G O8I L0 i
BENNEZ >7-b D EHEREIND.
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SUS304 (0.3 mm*), Cu (0.3 mm?Y), P: 1 kW, f3: 0 mm, Ar: 35 £/min
Welding speed 20 m/min 30 m/min

Top surface  |FPITHARSEE e L
appearance of e | o

weld bead
(SUS304-Cu)

Bottom surface
appearance of

weld bead
(sussos-cu) [ = EE st ol

(a) SUS304 (upper)- Cu (lower)

SUS304 (0.3 mm'), Cu (0.3 mm'), P: 1 kW, f3: 0 mm, Ar: 35 £/min

Welding speed 10 m/min 20 m/min 30 m/min 50 m/min
\/ o mqm"‘, - = s » e e " :

T S R

Top surface
appearance of
weld bead

(Cu-SUS304)

Bottom surface
appearance of
weld bead

(Cu-SUS304)

(b) Cu (upper)- SUS304 (lower)
Fig. 3.7 Photos of top and bottom surface appearances of SUS304 and Cu dissimilar

welds made with single-mode fiber laser at different welding speeds.

SUS304 (0.3 mm®), Cu (0.3 mm'), P: 1 kW, f3: 0 mm, Ar: 35 £/min

Welding speed 10 m/min 30 m/min 50 m/min

Cross section

(SUS304-Cu)

k 0.-4111111" . 0.4mm

Cross section

(Cu-SUS304) Crack

0.4mm 0.4mm 0.4mm

Fig. 3.8 Cross-sectional SEM photos of weld beads made in SUS304 and Cu dissimilar
lap sheets using single-mode fiber laser at different welding speeds.

- 40 -



3.4 EMOL—VERBEBFOREFMELTNICRETBREEOZE
3.4.1 EML—YERBEBFOSIREAMARER

K EBMEIO ML LORBOMETIIH LT, EFICEHWAAT—EEIZL
D BEEERE TV, SIEBEE TR L CRIRE AMRBR 21T > CHilE Rk %
FFAH L 7=. Cu-Ni, SUS304-Ni £ £ UV SUS304-Cu D 5| &1 A Wi Bt 5 4 Cu-Cu,
Ni-Ni 3 £ OV SUS304-SUS304 D354 OfE R & il L T Fig. 3.9 (a)~(c)IZ~1.
WTNOBESKTICBWT Y, SIIRTAMME GREE) 13, EEEEESBN
THDIZONTIIFE T LT Z ERbND. ZhE, EEEHEOHEINCHE
ST, #EHMOmBENED Lo B2 65, 7ok, CuzfHLZSAED
B SRR T O T, ElHE O MK LV 51 iRE AW ES &< 2R o
TVWADHDOLRD LD, ZHICHONWTIE, A OmEEN E AR Ly
WARIBRER DD Z LI X o THIMLIZ720THh D Z LR HEREINS. 20
R, TNENORET O 5| 9=EER % O OBLEZEIZ LV EHT 5.

2000 2400
~0-SUS304-SUS304
1800 O Cu-Cu 2200 | O Nini
—O— Ni*Ni. —A— SUS304-Ni
= 1600 : ﬁ-“fé“' __ 2000 ~¥ Ni-SUS304
‘8' 1400 [ = Z 1800}
2 1200} T 1600}
© k)
2 1000 5 1400 -
[Z] [
2 800 | % 1200}
» 2
& 600f B 1000 |-
= &
400 F g0t
200 1 1 1 1 1 600 1 1 1 1 1
0 10 20 30 40 50 0 10 20 30 40 50
Welding speed (m/min) Welding speed (m/min)
(a) Cu-Ni (b) SUS304-Ni
2400 F O SUS304-SUS304
2200 [ ~O- Cu-Cu
2000 - —A— SUS304-Cu
= 1800 [ —W¥— Cu-SUS304
o 1600
©
3 1400} . )
§ 1200F Fig. 3.9 Results of tensile shear test of
o 800f O\O similar and dissimilar lap weld joints
2 600 — P
g 4 o
= 400p ~5 produced with single-mode laser.
200 f
0 1 1 1 1 1
0 10 20 30 40 50

Welding speed (m/min)

(c) SUS304-Cu
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Cu-Ni 3 XL O Ni-Cu O BA O L —FIEEAEFIL, W TN OBEEHEEIZB W T
t, Ni-Ni O RIFEEEEE T L DKW SRS AW E & 72> T 5 23, Cu-Cu D[F
LY BV EEE AR E S > TWnA. E£72, Cu-Ni (Cu: ) o)
MNi-Cu KV EWZ LR, 51T, Cu-Ni OEAITIERFEE D 50 m/min
TNIi-Ni XV EFEWGIREABIIE GRE) 27RL TS, ZAHLOHEI,
3.4.2 TG 5.

RIZ, SUS304-Ni D5 AWREBRORERIC L 5 &, BMBEEHRTIL, T
NOBEHEREEICBW T SUS304-SUS304 O [RIFREERHE L 0 ARG | 3B A Wrfa7 B
LR HNN, Ni-Ni OFFEEERTFLIV A TEWSIEEAWREE 05 Z &b
225 . 40 m/min LL_E OS2 BT, Ni-SUS304 (AR : Ni) @523 SUS
304-Ni £V 5ok A M ED &<, WHHED 50 m/min Tl SUS304-SUS304
CNRFERIFEOSEEAMMEL 25 Z E BRSNS,

SUS304-Cu D 5|5 AWraBR OfERIC L 5 &, BT O RS AWir
13 SUS304- SUS304 D [RIFEEERF D D L VKL< 72 %235, Cu-Cu D [RFEE
Pk L0 @, 70, EHEEENEHEICR > THIME O FEIA IS0,

U EOREREMNS, SBRMEIEEM AT L WS BMEIOMETICBWT, &
VI NE— RT 7 A N— L —HIC LD E sl ERIEEEE T O 2OV Th|
SR AW E N GRS 2 &, S O 133~ T O S TRIFREEE DR VE
LV ELS, BWVHAEIZVEWZ EHIA L. 512, Cu-Ni BIW
SUS304-Ni D#A E Ak TIL, B\ AR 249 5 FIFEEEET & 131
A% L~ & 720, SUS304-Cu |FIHEREEIZ X 5 5|8 AT E D2 kA D
RN ERbroT.

3.4.2 EML—YERAEZEMFORESE L HETEEGEDOHERE DOREEN

WRHOREE 2 2 S TR DN i B E ORI DWW T, 5l A Wraki
% OWWrEE O b O A RIE L, FHAk & RO BEMEIC SOV T O R A2
7.

Cu-Ni 3 X OV SUS304-Ni #pf D> > ' vE— K7 7 A /3 — L —HF BHQIEHEE
TATOWT, EHEEE 5, 30 38 10850 m/min T 5 LT IR BEE O 5 3R AWk
Bri% Wi o> SEM B-H % Fig. 3.10 35 X O Fig. 3.11 (27”9, Cu-Ni B4 Tl &
50 m/min OE, FTEIAI L 72> TV DA, SUS 304-Ni #4447 T 50 m/min
DAL, BWRBEETINEONTODIONRMEERIND. 1, T _XCTL—VE
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Cu (0.3 mm"), Ni (0.3 mm?), P: 1 kW, f3: 0 mm, Ar: 35 £/min
Welding speed 5 m/min 30 m/min 50 m/min

Fractural cross
section of
dissimilar welds

(Cu-Ni)

Fractural cross
section of
dissimilar welds

(Ni-Cu)

Fig. 3.10 SEM photos of cross sections of Cu and Ni dissimilar lap welds made with
single-mode fiber laser at 5, 30 and 50 m/min after tensile shear test.

SUS304 (0.3 mm?), Ni (0.3 mmY), P: 1 kW, f3: 0 mm, Ar: 35 £/min
Welding speed 5 m/min 30 m/min 50 m/min

Fractural cross
section of
dissimilar welds

(SUS304-Ni)

Fractural cross
section of
dissimilar welds

(Ni-SUS304)

Fig. 3.11 SEM photos of cross sections of SUS304 and Ni dissimilar lap welds made
with single-mode fiber laser at 5, 30 and 50 m/min after tensile shear test.

AL EAQF O S E I E T L= 2 L SR S T,
WA, TWHEEE N EWG S LW GA O E ORI DWW TR L7z, 5
m/min & 50 m/min @ Ni(_EAR)-SUS304( F ) DA TORBEHET- D55 A
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WiEkER T OWim 2 SEM T84 L, EDX 1L Tt L7=fE 5 % Fig. 3.12 & Table 3.1
2R T SEM BUE DFER, IO 72 WEHERMER SN 2 &8 bnd . 7o,
EDX A& 3R ClE, EE LB cHE O (EEOMEK TIZ/Wn) 2R LT 5.
ZOHHRERICE D &, 2B LT 3L NE UK 99%Ni-1%Fe & 88% Ni-12 %
Fe THY, ‘U, BIOSITZENEILFe D 43~63% L L M3 Tn5b.
5 m/min OHE TIE, KED Ni & EIIEESRER THIIL, 50 m/min O &
JETIE, SUS 304 75 Ni BAIZIRA LTV D IRHEE B CHEWT L7- = & 32 X
5. ZDOFESR, Ni( EAR)-SUS304( FHR) DFEHZEE 50 m/min 13X, SUS304-SUS304
CREFFEOSIEEAWMEN GO DM TX 5.

SUS304-Cu 44 D L — WFEEHEETF O 53R AWl OB ol SEM 5
B.% Fig. 3.13 (27, #EHMIE Cu( L#R)-SUS304( FAR) DIEHEHE 10 m/min T
1%, SUS304 R EHIl O #2 R TR E < AW THIIL TV D . Z i SUS304
BIOEHEARIIZ Cu B—HEHFIN T 7 affirz L TR RAEL, N%E
KRESBWZH DO LHELREIND. 30 m/min DIEFHEE DAL TH SUS 304 D
RHESRHICENA RN,

Fractured parts at Fractured parts at

S5m/min welding 50m/min welding

speed speed

15.0kV 15.5mm x350 15.0kV 15.5mm x300

Fig. 3.12 SEM cross-sectional photos and areas for EDX analyses of Ni (upper sheet) and
SUS304 (lower sheet) dissimilar welds at 5 and 50 m/min after tensile shear test.
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Table 3.1 EDX analysis results (as ratio of Ni to Fe) of marked area in cross sections of

SUS304 and Ni dissimilar welds made at 5 and 50 m/min after tensile shear test

in Fig. 3.12.
Ratiﬂe::efml:ft[; ey Predicted
Nics Fews, phases
1| 374 | 626 Fe+Ni
2] 98.6 1.4 Ni+Fe
3 ]84 11.6 Ni+ Fe
41 524 | 476 Ni+Fe
51 56.7 433 Ni+ Fe

SUS304 (0.3 mm"), Cu (0.3 mm®), P: 1 kW, f3: 0 mm, Ar: 35 £/min
Welding speed 10 m/min 30 m/min 50 m/min

Fractural cross
section of
dissimilar welds

(SUS304-Cu)

Fractural cross
section of
dissimilar welds

(Cu-SUS304)

Fig. 3.13 SEM photos of cross sections of SUS304 and Cu dissimilar lap welds made

with single-mode fiber laser at 10, 30 and 50 m/min after tensile shear test.

Cu(_EHR)-SUS304( FHR) DIEHZEHE 10 m/min 3 £ T8 30 m/min THH 7z L —
P HEQEHEAETF O 5 iR A WraliRtg OEWH 2 SEM C#i%E L, EDX ot &217
STz, T OREE% Fig. 3.14 & Table 3.2 [Z/R 7. IEFEHE 10 m/min OREKTES
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1, 2B LV 3OMBEIZZENZIVE 55 % Fe-45 % Cu, 80% Fe-20 % Cu B L O
7 % Fe-93 % Cu TH Y, BHEEINNSBELIZEEZXZHND A D2 X Fe Il
20 %D Cu BER SN TWe. —J, EREIOMEE (SEM Bl CliBEaniEn
HAy)  EALRROAT (<87) DFER, SUS304 Dk A Cu HANZIFALTWD Z
ENRDND. EHEEE 30 m/min OREENIZENZEI Fe U v FE L Cu U v T
o T Z o Tz, KRS, BIBSFEET 24771358 20 %D Cu A3 A ST
BY, BHAEE 10 m/min O & OFINIEA (BT E &AW 2 & D3RR
I,

L7235 T, SUS304-Cu D L —HFEMEEHETIE, £20 %D Cu3EH ST
% SUS304 Al OFEHE TEEFEFINATAE LT W v L.

Fractured parts at Fractured parts at

10m/min welding 30m/min welding

speed speed

15.0kV 15.5mm x200 e D

15.0kV 16.5mm 400

Fig. 3.14 SEM cross-sectional photos and areas for EDX analyses of Cu (upper sheet) and
SUS304 (lower sheet) dissimilar welds at 10 and 30 m/min after tensile shear test.
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Table 3.2 EDX analysis results (as ratio of Ni to Fe) of marked area in cross sections of

SUS304 and Ni dissimilar welds made at 5 and 30 m/min after tensile shear test

in Fig. 3.14.

Ratioe:)ei;::liz Aoy Predicted

Feeo Cues phases
1| 546 454 Fe+ Cu
2| 80.1 19.9 Fe+ Cu
3] 7.0 93.0 Cu+ Fe
4| 746 | 254 Fe+ Cu
5 11.2 88.8 Cu+ Fe
6| 6638 33.2 Fe+ Cu
71 77.8 22.2 Fe+ Cu
8| 844 15.6 Fe+ Cu

3.4.3 EML—YTERAEZEMBFOSREAMARBEREESOBE R

Cu-Ni 8 X OV SUS304-Ni B D > F)vE— R 7 7 A X — L — Y EIRIAHEE
FIZOWT, BIREAMRR T, 3 X CTEQHIEO N m T2 2 &2
MR SN, WTNOBEERTIZBWTY, SUHETAMIRE, REHE )
MT2DIZONTIHRAXIIE T LT T EnbhoTz., BMOMEITT X TO
SN CRIFEEFE OMRVEAE L 0 EVR, EOHEE L VRV 2 & 2vHF L=,
72%, Cu-Ni D52 Ni-Cu KV @z Enbhroiz.

Gl AWk COMFREOSIKEZ T 2720, EHEMOM S 2 HE L
7. ZORE R % Fig. 3.15~Fig. 3.17 \Z/~" 7. Fig. 3.15 (JEHHE 5 m/min, 30
m/min 3 X 50 m/min TIER L 72 B OB I 1T 2 S 5 TdH 5. Cu
BLUNI O SIZZNEI TS HV BLUW 175 HV TH 5. EHEE R O
S Cu MIXHEML, Ni X422 Enbnd. 72720, @EE T Cu
DOEILITIZ E A ERND, NI IR T IEBEE TH 5. $FIT, Ni-Cu D575 Cu-Ni
K OEEE— R OE SRS N2 Enbind. Fig. 3.16 1 5 m/min~50
m/min T LN BB RHTROES HFROM I 5z~ LTS, — I
Cu MlOEHA BT OM S IHME <, Nifilof S XEmv. 708, WHEEE 5 m/min
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(a) Cross-sectional SEM image
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Fig. 3.15 Results of longitudinal hardness distribution of Cu-Ni and Ni-Cu dissimilar lap

welds produced with single-mode laser.
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Fig. 3.16 Results of depth-directional distribution of Cu-Ni and Ni-Cu dissimilar lap

welds produced with single-mode laser.

DA Cu BN THE X IEL< 2o TWA, ZhiE, CuF o Ni E0n%<

Iol-l=h LRI NS,

Fig. 3.17 I% Cu-Ni 3 X O Ni-Cu DO B R F T O S 2 I H0RE OBIE & L
T/RLTWD. XL, Cu L0 EL, Ni LW, 2o, 515 AW
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Micro—harness (HV)
S

T T T T T T
0 10 20 30 40 50
Welding speed (m/min)

Fig. 3.17 Hardness of center of Ni-Cu and Cu-Ni dissimilar welds zone by various

welding speed.

B OGEE) 1, Cu & Ni OHF RS eofe Z E LI NG, 70, S
1L —HH9IZ Cu-Ni OFLEE DM Ni-Cu LV &V, Z ORI, Fig. 3.9 O5|5E
HAWrERER D% F T Cu-Ni 28 Ni-Cu £ 0 @V SR MR D3SO - fk R &
BREMERH D Z EbnDd. 728, Ni-Cu DA, WEHEE ClE, HMENET
IKF LD, BIREAWMECK NITEZ 6ot 20, ELKTFHE
ITEE O — FiRZHE L. = O %R % Fig. 3.18 |Z7~7". Ni-Cu @ 50 m/min
DR ENRE O OVt ©— Mg BB O AR B2 6T 5 2
EIWCEoTHIML TV Z Ebrolc. LTEN-T, Sl AW E AN
L7=DL, Y — RIENEM L2720 L HEZEEND.

Thickness of weld beads (mm)

T T T T T
0 10 20 30 40 50
Welding speed (m/min)

Fig. 3.18 Thickness of weld beads of Cu-Ni and Ni-Cu dissimilar lap welds produced with

single-mode laser.
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VU EDOFERD G, #EE L — P HEQEERF O S & gl MR (FRE)
EORNCBEEMENR B D Z LNy o Tz, BN T OV 8 O F 5 Ol
X, Cu LV @EWeD, lIREAMMT RISV EREgEIh. £/, HR
REzE L TERN LRGN HE, S LMET S bICFRFEREF TR
FEORVHAER LV EL, GWEAEELVIES D Z LRIk,

VLB DRFZERE T2 515 & MU T2 B2 SV O SIS 1% Table 1.1 OF — & & Lok
L, £&®T Table3.3 1237, LATOMOIFIEE 512 & 5 B EQEBICEET
LA TIE, Cu-Ni 38 X O Fe-Ni #:4 EHRIEHAMEITI R AF CTH 573, Fe-Cu DER
REIIARRETHD Z ERHE SN, L L, AFECIZEBRILEY &k
L72WEBRMELOM AT W T, b — 0 El R E 5 iR AW s
FAEEORWEAEE LD &<, BOEAEE L VEWZ ERHB L. S 512,
SUS304-Cu O HE AR BEEE N T & B35 2 EnbnoTt.

Table 3.3 Weldability matrix for dissimilar metal combinations having no

intermetallic compounds

Al Cu Fe Ni

Cu F2

Fe F5 F2—G
Ni F5 E1—E G2—E
Ti F5 F5 | <3 F5

Weldability of common materials'" ; E=Excellent, G=Good, F=Fair, P=Poor, *=No data
Weldability by electron beam Weldinglz) ; 1=Very desirable, 2=Probably acceptable, 3=Use

with caution, 4=Use with extreme caution, 5=Undesirable combinations
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3.5 #E
ARETE, @BHEAEMBHFEET 5 BEGE O L — P EAREEME & e RFE b

EMOTHAE LRV BRESRO L —VEQAREEOZREHMEICT 5720, Vv

INE—RT 7 A N—=L—FEHNT, TTEBEMEEMDRIFELLRWEED

B EQEEZF L, T OEEEZRHME L7z,

i L7 @ EHE, Cu, NiB L OSUS304 (K 70% Fe)TH v, L —ILEE

%2 kW B RIERENE Y v IV E— R 7 7 A R— L —PIEBEZANTEE

FUEEWIDAFAE L W R R OB EEREE LT o7, Ik, WHERML

LT, L—%H 1 kW, BEEEEE % 5 m/min 75 50 m/min Tho7-. Bif#

MELO ETF2E 2T L, WEMEICRIZTMENC L FALE ORI OV T

et L7-. RETELNERIZLL FTo@EY ThHS.

1) SUS304-Cu, SUS304-Ni 8 L Cu-Ni (2% L C L —YEEEIT o 7256 5, W
THOBEERTICB O TY, SIETAWREIL, EEEENENT 2 DI
ONTHRAIIET LT Z ERbodz. 2, EHEEE OHEINIHE
ST, BEMOHEBNEAD L2720 Thsb. 728, Cu 2fHLIEGEO5E
WL TRBAE T O T, Bl E O I MG E L0 53R AW E 2N E < 72
STVAHEDLRD LI, ZHUE, L— P EREEED O o
IANAEBIIRDD Z LI X o THAEAMOEBEOIHEM L2 Th -
7z,

2) Cu-Ni OEQVEHELZTE A2 ORPEHE TIT o TofE 3R, WHEEENHL 725 &,
KB L OREmOEREE— FIES RIS 720, 50 m/min TIEEIAA S
HLl 2o T, BTEIAIRE 725 TCWND Z LR S NLT=. Rl & EE B L
O 2 @122 LT2fE R, BN OB EITED b7z LEDORERN G,
Cu-Ni OEM L —HFHAFEHETINTHUORETHARETH D Z & ik
.

3) SUS304-Ni DERNREHELIToToib R, WEHENRLS b L, B LT
B OWRPEE — FIENREITHEL 7272, 50 m/min TILE @R FRET
HV, Cu ZRAHLIEZGE L L TERMIIAS THHZ EnbhoT.
SUS304-Ni O Hpf L — VP EQBEEITIWTNORETHARETH Y, BT
Cu A HWIZGAE X VRS Th D Z L s S L.

4)  FEx OB T SUS304-Cu O EEAEHE 2 Fl L 7o f R, WWHSHE 2 N3 2
DIZHES T, BWHEE— FiEI3< 72> T\ 5. 30 m/min LA EORBEHE T
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S)

6)

7)

8)

9)

IREBBEOFN R OND X D20, EOTEAHDIEET & o> T 5.
SUS304 78 EHRD & O TITT N T ORERIE Tt B — FOREITHAM 72
BN RD BTz, Cu S EROLE, 20 m/min LT OEPEEE CHEm v
— RIZEINOIAEDFER S, FldiE SUS304 (2 Cu 3 ERL L, JAVVEERE
IREEHEPE ChERE L7-7o D Z o7 b O L HEE S D.
Cu-Ni B8 LW SUS304-Ni Bbf D> > FNE— K7 7 A4 " — L —F EHRIEHE
HFIZONT, T_T L —FERESIITEQE O Fm Tl L7e 2 &2
MRSz, WThoOBAMTICBWTYH, SIETAMIMNEREIL, AEHE
DEINT 2 DICHONTIRFET LTV, 2T, W OBt -
T, EAHMomENED Lclcd BN,
Cu-Ni B L Ni-Cu O EM DO U —PEEHFIL, W TFoEEaEEIzB 0
T, Ni-Ni O RFEEEEF L 0RO GRE AWITE & 72 > TW 5723, Cu-Cu
DORFEEE LY BWBIEEAMME S 2> TWVWA. £z, Cu-Ni OFN
Ni-Cu X0 &mW\WZ R bro T,
Z D5l A KBRS R &R T OMMBEI OB MR T 5 &, W
BT EVREEE T Cu & NIl EOEETH DK 125 HV L
TEEE DA A < AT D, Ni-Cu O 52 Cu-Ni K 0 ¥FH: v — RES O fs
BAER S InoTz, FT, WHEEEE NI EFKHE & B e — R
IRV E NG SN 5. ZFOBSIE Cu-Ni D55 Ni-Cu L U 5#E.
ZOEHIX Cu-Ni D525 Ni-Cu LV IE#E— NS EIOREDNEH Lo T
MHTHD.
VST CHEWT AN 2 > 7o DT, ek FaE L & 5| R A Wrakiik o fs iz
KERBEBERHDLEEZLND. Cu-Ni OJFFH Ni-Cu LV EWEIE Z 55
LD REF D 5 iRE AWERER OFE T Cu-Ni 23 Ni-Cu X U @&\ g 5EE AU KT
NGO Z ERbhroTz.
U EDORERNG, @RELEMETER L2 W& BMEOMEEIZE N T,
R i R QA A T ORI, FEMEEE OB T T S 720, T
DVEREEA CRIFAEZOROVEAT LV EL, mOHAT LKV &2
HIEH L 7=,
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FA4E VUL E—FI7PAN—L—HIZLD
EREIEEMERSY 1 TOREBMHEOBESE

4.1 ®E

HWIETE, VI NANE—RT7 A NR—L—FEHNT, &BELEMNIE
L7 W A O B ERIEEEITV, T ORSEIEEFHE L=, 82, SUS304
& Cu DEEHETIE, SUS304 o EE B CHRNNBET L0 b T, 2
AU SUS304 1249 20% 0 Cu MEA SN TEY, ZOEINIE Cu-SUS304 T 30
m/min UL EOBEEERE T IETE 5 Z b otz B o L — Ak
FORERFENY, EOBEEEE T RFEMEIORWTOME LD mTE5 2
EHIB LT,

— XA BB OVEEIL O DOEJE OB R FER KRES ERH Y, &
HWE o0& B TIEERBRC SRR T D T DR MR AE LT <
BTN EETH D, FrS, O BRESEEEIIEM P RE RA
BT D&BEL S OERNBRARETH S, 2O X 5 72 R B BHE S
TAFREIC 2R, Z< OB TEERICEATE 52 & THIR SN S.

Z 2T, ABETIE, ZHIVE CORMBHORR LMELZ RS 5720, &
RS S-S e EHE S I VE— R 7 7 A N— L —F &, SRk
DEDEPAE G U, & OB & B 72 5 | 928 AW o B Rp i 2 3FAf L 72,

4.2 FERAMHE, EREESIUVERAE

AFETHEH LS BMENL, & 0RO VHRREER % Fig. 4.1 [ZRT L5
W23 - & BEULADBER T 2AED D TH Y, Al Cu, Fe(SUS304), Ni
BLOTIi OFRBRA THD. 6 DILFRST % Table 2.1 1T L, HEAIME
B % Table 22 {Z/RLTCW 5. KB O~HEXE S 70 mm, 830 mm, &S
03mm Ths. HHLEL—FIE, ZRHII2KkKWDOT U I AE—RT7 7 AN
—L—%ThHbV, L—WEEAE BIERERTE, B8 - o kRl #
3ELFEIRETH D.
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Fig. 4.1 Phase diagrams of dissimilar
metals showing formation of intermetallic
compounds' "%,
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4.3 BEMOBEBRFERRELIVIANREOERICRIZTBEEEOZE

i L7=4& @ EHZE, Al, Cu, Ni, Ti 83X USUS304 (Fe £&) TH Y, Al-Cu,
Al-Ni, Al-Ti, Al-SUS304, Cu-Ti, Ni-Ti 33 £ O'SUS304-Ti T & LE&mD 4
BTSN D b OOMETITK L THRE L., 4 F THES T & o 2Rk
B OVRBENE 2 3FH L T _7= Table 1.1 12K % &, L — AN F(Fair) TF&
B — APE$EME 2(Probably acceptable)® Al-Cu LA#k 19X T 5(Undesirable
combination) TH ¥, EMEENIEFICHETH L Z LN THEIND. Al-Cu T
B E—LAEEEPRRE SN E W OMERH D0, FIEFMRIT 4TI
e Bbib.

ZI T, RETIE, BE—2DAKRy MEBRIEFIT/NEL, NT—HEDOMmRD
TREWEE Y VI NVE— R 7 7 A N— L —H & Hn TR RO HEREEESE
Bra Sihe Lz, 4R OMATIcBW T, B 10 m/min ~ 50 m/min TS 5
NIEBMESE e — FoRm, ik L OWim 28122 L7245 R % Fig. 4.2~4.14 |C
ZNg

Fig. 42 12777 Al (A1050) -Cu O AT DHE, 50 m/min DR O B —
R DOEFIED S ALY EARDO TR Cu B ERO L X XV IERP LIV ES THSH Z
ENRDND. £, Cu Ml EROEE, HED 10 3LV 20 m/min &EWE X
AV R 6D Z E BB Le. £ OMoOSFTIIE#E e — R
BT R D2 o 7o, RHE T Al lOBEES BT THh A RAEL, CufllT
FENLEONRN LD, BT EDRAIREBOZERIZOVWTERLTE
SWENRHD. EHE— FOWm 2812 L7z Fig. 431285 &, ALY LD
B, Cu NS T 27 4 VISR L, Cu 2 EWROGE, HEdE il oiR
e — KB L Tz, e — RNOEFEN SHIWTT 25 &, ALIE Cu AR
EOYE, IKEE T Cu 7Y AVANSE@TREE L TV D23, D Sl 72 2 1270E
ST, Cu DAVIABEITDVRL o TNDZERNDD. L= ->T, Al-Cu
DL —F RS TIE, FIFICL > TREENRERD Z LRSS,
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A1050 (0.3 mm'), Cu (0.3 mm®), P: 1 kW, £: 0 mm, Ar: 35 ¢/min

Welding speed

10 m/min

20 m/min

30 m/min

50 m/min

Top surface
appearance of
weld bead

(Al-Cu)

elaiia G REEhS T AE

BOREATY e

CRTNERT
1N

T

Bottom surface
appearance of

weld bead
(Al-Cu)

,}‘ i LEE\L‘I—-—M—Iﬁﬁ ! ‘; i

 LSmm,

(a) A1050(upper)-Cu(lower)

A1050 (0.3 mm'), Cu (0.3 mm"), P: 1 kW, f3: 0 mm, Ar: 35 £/min

Welding speed

Top surface
appearance of
weld bead

(Cu-Al)

10 m/min

S

20 m/min

30 m/min

50 m/min

Bottom surface
appearance of
weld bead

(Cu-Al)

(b) Cu (upper)- A1050 (lower)

Fig. 4.2 Photos of top and bottom surface appearances of weld beads made in Al and Cu

dissimilar sheets with single-mode fiber laser at different welding speeds.

A1050 (0.3 mm'), Cu (0.3 mm®), P: 1 kW, f3: 0 mm, Ar: 35 £/min

Welding speed 10 m/min 20 m/min 30 m/min 50 m/min
(Al-Cu) ' 2 :
oty x ) | T | YT | E—— T
Cross section 5
(Cu-Al o
& {,04mm h = fr6751111111 0.4mm | L0.4mm |

Fig. 4.3 Cross-sectional SEM photos of weld beads made in Al and Cu dissimilar lap

sheets with single-mode fiber laser at different welding speeds.
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Fig. 4.4 {2777 AI-Ni O L— P HEAQEFFERICL S &, 50 m/min DGEG D
2D X DI, Al RN EOF PN EBEEOFERARETH S, —T7, ALRD
ToHA, AIIERNRBREL THIETRNW E8b»5d. &5I1Z, 10 m/min LL
T OMEE T Ni @S T OGE, e — FICHINOFRERHER I .

A1050 (0.3 mm"Y), Ni (0.3 mm"), P: 1 kW, fg: 0 mm, Ar: 35 £/min
Welding speed 10 m/min 20 m/min 30 m/min 50 m/min
Top surface ing-di ‘ i T ‘ ‘ i
appearance of
weld bead
(ALND)

Bottom surface
appearance of
weld bead

(AL-Ni)

(a) A1050(upper)-Ni(lower)

A1050 (0.3 mm'), Ni (0.3 mm?®), P: 1 kW, f3: 0 mm, Ar: 35 €/min
Welding speed 10 m/min 20 m/min 30 m/min 50 m/min
Top surface ing direci TS SRS o 2 ;

appearance of
weld bead

(Ni-Al)
Bottom surface
appearance of

weld bead ‘ N
(Ni-Al)

ction—+ -

(b) Ni (upper)- A1050 (lower)
Fig. 4.4 Photos of top and bottom surface appearances of weld beads made in Al and Ni

dissimilar sheets with single-mode fiber laser at different welding speeds.

Fig. 4.5 12”7 AI-Ti O L—WEHAEBEEERIC KL S5 &, 10 m/min LLFOEE T
T TiNCEINORENHR I NI, IFEE— FEENTH Y, 5248
BHLEMNER LT Z LIk 2ENTH D 2 B HEE S LS. Fig 4.6 (2”7
MEEDFERND, HROZEA 10 m/min ORHEE CHESND Z &, Ti N
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A1050 (0.3 mmY), Ti (0.3 mm?), P: 1 kW, f53: 0 mm, Ar: 35 £/min

Welding speed

30 m/min

50 m/min

Top surface
appearance of
weld bead

(Al-Ti)

10 m/min

HEP B

20 m/min

U1 TP L

Bottom surface
appearance of
weld bead

(Al-Ti)

(a) A1050(upper)-Ti(lower)

A1050 (0.3 mmY), Ti (0.3 mm"), P: 1 kW, £;: 0 mm, Ar: 35 ¢/min

Welding speed

10 m/min

20 m/min

30 m/min

50 m/min

Top surface
appearance of
weld bead

(Ti-Al)

Bottom surface
appearance of
weld bead

(Ti-AD)

(b) Ti (upper)- A1050 (lower)

Fig. 4.5 Photos of top and bottom surface appearances of weld beads made in Al and Ti

dissimilar sheets with single-mode fiber laser at different welding speeds.

Ti (0.3 mm?), A1050 (0.3 mmt), P: 1 kW, f3: 0 mm, Ar: 35 £/min

Welding speed

10 m/min

20 m/min

30 m/min

50 m/min

Cross section
(AL-Ti)

L 0A4mm

e L 04

e 04

ey 1 0-4TIITI

Cross section

(Ti-Al)

O,

L0.4mm |

* 0.4mm

T a—— ]

s

~=, 55 LOAmT

Fig. 4.6 Cross-sectional SEM photos of weld beads made in Al and Ti dissimilar lap

sheets with single-mode fiber laser at different welding speeds.
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AVANZIRIVAA TR SN TS Z L7 ERNbD . Ti OfiiviAte BIXIREEHE
FEDOmHEEICZ VB LT 5.

Fig. 4.7 {279 AI(A5052)-Ti OFERICE D L, 10 m/min OFE, Ti EFRMANS
NN B, AS052 28 FHROGE, FTHIZAMEPARERITINTT &7 ¢
VISR LRoT o = 2 L NG,

A5052 (0.3 mm?), Ti (0.3 mm?), P: 1 kW, f5: 0 mm, Ar: 35 £/min
Welding speed 10 m/min 20 m/min 30 m/min 50 m/min

Top surface wldimd Pﬂ?%nH R
appearance of 7
weld bead

(AL-Ti)

Cross section

(Al-Ti)

Top surface
appearance of
weld bead

(Ti-Al)

Cross section

(Ti-Al)

o OAmm , i L0.4mm |

Fig. 4.7 Surface appearances and SEM cross-sections of weld beads made in Al (A5052
alloy) and Ti dissimilar lap sheets with single-mode fiber laser at different

welding speeds.

Fig. 4.8 |Z7~7 Al-SUS304 L — W HIEHEREF T, SUS304 23 FHRODOGH,
10 m/min LA F O T SUS304 F M OVEREA BRI BN OFR AR S,
SUS304 75 EAR DA, 30 m/min LT O T SUS304 AR DOFAHE4 @ iic
FNDOR AR S L7z, B, e — MERTH Y, Masslee)EMib
ERAERR LT Z LIZ X pENEHEE IR S, SUS304 (1) -Al (F) DOGH
DOENIEAEMMAIL, NiRTi OHE LV @ EHrsng. £z, @ T,
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A1050 (0.3 mm?), SUS304 (0.3 mm"), P: 1 kW, f3: 0 mm, Ar: 35 £/min
Welding speed 10 m/min 20 m/min 30 m/min 50 m/min
TOP surface i IR S | :‘J { ik gl ﬁ,!; m !‘ } MEEE 1 ]

appearance of
weld bead

(ALl-SUS304)

Bottom surface
appearance of
weld bead

(A1-SUS304)

(a) A1050 (upper)- SUS304 (lower)

A1050 (0.3 mm"), SUS304 (0.3 mm'), P: 1 kW, f3: 0 mm, Ar: 35 ¢/min
Welding speed 10 m/min 20 m/min 30 m/min 50 m/min

i i T

T

Top surface
appearance of
weld bead

(SUS304-Al)

Bottom surface
appearance of
weld bead

(SUS304-Al)

(b) SUS304 (upper)- A1050 (lower)
Fig. 4.8 Photos of top and bottom surface appearances of weld beads made in Al and

SUS304 dissimilar sheets with single-mode fiber laser at different welding speeds.

FREEBOME - BlSn b 2 EnNborolz. ZHUIHEDORE MR S -
T LHERIND.

Al LR & O BMEEHETIE, W b AR E T OV B mICEIN
AL, @R TENDFAE L TN EH L. £, #lid, Al-Cu
DORAEFLIMNINTI S Al TRWEBRMOEESGBEM TRAET L2 Enbn
ST,

Fig. 4.9 3 X OV Fig. 4.10 [Z7” 3 Cu-Ti O L —V EREHEOH B TIE, 10 m/min
(Ti-Cu) L 30 m/min (Cu-Ti) LA TFOMET, TiflloEEeRELT GRifm)
IZEINORAEDRHER SN, FUL, BEE— FEHEINTHY, FHEOMEYE
ERRRICHETS e BRI L AN L2 Z L IC L 2B RSN D, mlE
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Cu (0.3 mm?), Ti (0.3 mm!), P: 1 kW, f3: 0 mm, Ar: 35 £/min

Welding speed

10 m/min

20 m/min

30 m/min 50 m/min

Top surface

appearance of
weld bead

(Ti-Cu)

Bottom surface
appearance of
weld bead

(Ti-Cu)

(a) Ti (upper)- Cu (lower)

Cu (0.3 mm"), Ti (0.3 mm"), P: 1 kW, f3: 0 mm, Ar: 35 £/min
10 m/min 20 m/min 30 m/min

Welding speed 50 m/min

Top surface
appearance of

weld bead
(Cu-Ti)

Bottom surface
appearance of
weld bead

(Cu-Ti)

(b) Cu (upper)- Ti (lower)
Fig. 4.9 Photos of top and bottom surface appearances of weld beads made in Cu and

Ti dissimilar sheets with single-mode fiber laser at different welding speeds.

T, BIRMER - B5IE S TWb. 2L, Fig 4.10 (2753 SEM BE O
MHLND X I, TLROEENED Lo L sns.

Fig. 4.11 3 X O'Fig. 4.12 (27”3 Ni-Ti O L — WV ERQIEHZOF R TIX, Ni £72
ETiOESL LD EHRTE 20 m/min LT O T, RO ETIC
FNORENHR SN D, Fl, wHEe— MEENTH Y, Megseelamik
AMBNER LT LIz L DEN RSN,
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Ti (0.3 mm?), Cu (0.3 mm?), P: 1 kW, f5: 0 mm, Ar: 35 £/min

Welding speed

10 m/min

Cross section

(Ti-Cu)

Cross section

(Cu-Ti)

20 m/min

 oAmm,

0 4mm

30 m/min

— 0 4mm

50 m/min

0.4mm

Fig. 4.10 Cross-sectional SEM photos of weld beads made in Cu and Ti dissimilar lap

sheets with single-mode fiber laser at different welding speeds.

Ni (0.3 mm?), Ti (0.3 mm?®), P: 1 kW, f4: 0 mm, Ar: 35 £/min

Welding speed

10 m/min

20 m/min

30 m/min

50 m/min

Top surface
appearance of
weld bead

(Ti-Ni)

Bottom surface
appearance of
weld bead

(Ti-N©)

(a) Ti (upper)- Ni (lower)

Ni (0.3 mm"), Ti (0.3 mm'), P: 1 kW, f3: 0 mm, Ar: 35 £/min

Welding speed

30 m/min

50 m/min

Top surface
appearance of
weld bead

(Ni-Ti)

10 m/min
e

20 m/min

Bottom surface
appearance of
weld bead

(Ni-Ti)

(b) Ni (upper)- Ti (lower)

Fig. 4.11 Photos of top and bottom surface appearances of weld beads made in Ni and Ti

dissimilar sheets with single-mode fiber laser at different welding speeds.
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Ti (0.3 mmt), Ni (0.3 mm?), P: 1 kW, f3: 0 mm, Ar: 35 £/min
Welding speed 10 m/min 20 m/min 30 m/min 50 m/min

Cross section

(Ti-Ni)

L0.4mm |

Cross section

(Ni-Ti)

= s e s e
L0.4mm , 04mm’, L0.4mm

Fig. 4.12 Cross-sectional SEM photos of weld beads made in Ti and Ni dissimilar lap

sheets with single-mode fiber laser at different welding speeds.

Fig. 4.13 IZ777 SUS304-Ti @ L —HF EHQEHEORE R TIE, SUS304 28 HANZ &
L9546, TR TOEEHE CREOEHE Y — FIZEN O AR S, 20
m/min LA N OEERE CRAOEZEE — NZbHEhNs Ao s, T2 Hlch
% &, 10 m/min UL T OEPLHEE CRmMERE E— NICENDR AL, EilmOEHE
E— NI BN OB AENHER IR0 - 72, SUS304-Ti D L — W IEHEET Ol
% SEM CTEIZR L=/ R Tdh 5 Fig. 4.14 12X 5 &, HEE 30 m/min LA FiZBWN
TENDBHERIND. ZNOOEIIL, BEEPICREL TW L0 TR
<, REHEHEDOI=DD~A 70k vy XL H0WHICRAELTZb O RSN
%. Fig. 414 IR OGN DFIINE 7213k, SUS304 725 Bt D& 1%, SUS304
MOBEEBEICIAEL, Ti S EROEAIE, ERFEITFHICEAELTWD D
ERomoTe. UEORERLY, Ti 1%, Fe-Ti2 mRIREKTRT LI, K
20% P Fe Z[HIR TE B 728, f8&ED Fe 28 Ti IZ& ENT-EALIZEBREILA YA
AR LIZLS L, B olzl EmE b5,

L EDRER LD, é@%mA%ﬁiﬁﬁé&47@%@Mﬂ®ﬁéﬁfm,

R DR B CEINORAENED G, @, SHETENNAR LR
WHEDHHDHZ ENboT.
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SUS304 (0.3 mm'), Ti (0.3 mm"), P: 1 kW, f3: 0 mm, Ar: 35 £/min
Welding speed 10 m/min 20 m/min 30 m/min 50 m/min

SR e 301

Top surface
appearance of
weld bead

(SUS304-Ti)

Bottom surface
appearance of
weld bead

(SUS304-Ti)

(a) SUS304(upper)-Ti(lower)
SUS304 (0.3 mm"), Ti (0.3 mm?), P: 1 kW, f3: 0 mm, Ar: 35 £/min

Welding speed 20 m/min

Top surface
appearance of
weld bead

(Ti-SUS304)

Bottom surface
appearance of
weld bead

(Ti-SUS304)

(b) Ti (upper)- SUS304 (lower)
Fig. 4.13 Photos of top and bottom surface appearances of weld beads made in
SUS304 and Ti dissimilar lap sheets with single-mode fiber laser at different

welding speeds.

SUS304 (0.3 mm?), Ti (0.3 mm?'), P: 1 kW, f3: 0 mm, Ar: 35 £/min
Welding speed 10 m/min 20 m/min 30 m/min 50 m/min

Cross section

(SUS304-Ti)

o Q4mm, g A 04mm

Cross section

(Ti-SUS304)

Fig. 4.14 Cross-sectional SEM photos of weld beads made in SUS304 and Ti dissimilar

lap sheets with single-mode fiber laser at different welding speeds.
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4.4 FREFLEEMOBERFOSIREANTE GEESMY) ICRIET
BEEEDTE

VTN E—RT 7 A N—L—H|Z LD Al-Cu, AI-Ni, Al-Ti, Al-SUS304,
Cu-Ti, Ni-Ti 3 £ T SUS304-Ti @ B ERIEFEIEIZOWT, gliRE AW E (5
F£) % Al-Al, Cu-Cu, Ni-Ni, Ti-Ti, SUS304-SUS304 O [r]ffi B AQfAHE kT D iR
FERE R & LEEGRTI L 7=, = o515 AWk E R BRE L 4 Fig. 4.15 (27,

Al-Al, Ti-Ti 72 ¥, RREOESEMETIX, Cu-Cu ® 30 m/min & 40 m/min % B&\>
T, WHEREOHINCIE-> T, BIREAMIE (GRE) NMEFTHZ Enbr
. ZAUE, EHERE OINIAE > TERABESMOENRL 72 olc/cdTh 5.
72¥, Cu-Cu DIEHZT 40 m/min O 7 OIREE &> 72 DI, 30~40 m/min TE
IR DI T IA BRI TARD W IRER SR 7r o Tefe b LHER I NS,
£, AHEOERBHEOES TIL, MFOSIREAMGRE GRE) 1%, #EO
FEEEICIKAE L, SUS304 > Ti=Ni > Cu > Al DIEIEKEFL TS, Lizn
ST, FEIFETHLNT LI LT, SlRTAMIEIRL, MEOME R L &
NG E OB REEICKFET 5 LS.

Fig. 4.15(a) 12 L% &, Al-Cu DEMUF OGS, SlRE AW EIL S m/min
TIHMEBREE D Al-Al OFRIFEHE T LD S 52KV A3, 10 m/min T ALI-ALFK T &1
IERIZEE 72D, 20 m/min DL EOEHE T, ALAI#T LY &<, Cu-Cu &iF
ERIZEOBWRERENG O N D HGEN D D, B CHEREMROOIE, E
NRNREL W THY, AL EICERE (BffE) Tho01%, EhR
PO OEMEIEN A <, BHEMOMERE LA TEHS RoTnD e L
Hegsns.

Fig. 4.15(b) 12 &2 &, ALNi OEMAETF G, SIRE AW R EIL S m/min Tl
AL-AlL [FIFEE T X VRS, 10 m/min BL EO & TIE, AlLAL XY +55i2@mn
FREERFEDN S BTV D. £ LT, glaRE AW B I3HEE A 10~50 m/min (233
WTIZEALERT LWL YD THD. T, glEEAMREIX, AN BLO
Ni-Al & & [F#HE CTIEXFRETH 5.

Fig. 4.15(c) I2& 5 &, AL-TI ORMAFEFIZ, SIEEAMMED 5 m/min~50
m/min O EOEHEHRE TS, Al-Al FFERFF L0 &, F712, T (BR) -A1 T
1%, 30 m/min PLE TR AWRTEOK FARO 5N DHH, Al (ER) -Ti T
1% 40 m/min UL EO @ TH SR AMMEOR FRZEA LR, 207D,
Al-Ti DAL, BRARMTFOERNAIRETH L & LTHERINS.
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Fig. 415(d) I2& % &, AI-SUS304 DEMTIL, SlRE AWIHTED 5 m/min
~50 m/min D E DIRBEHRE TH, Al-Al LV EV. KRS, SUS304 ((B#R) -Al
T, 30 m/min LL_ECHI5RE AW O T80 H A5 03, Al(LE#) - SUS304
Tl 40 m/min DL EOEHE THEETAMMEMR FNIEE A LR, ZD7=
D, Al-SUS304 DFLEEIE, RIF7RMFOFERAFRETH L & LTHRINS.

Fig. 4.15(e) I & 2 &, Cu-Ti DEMMETIL, SIHEFAWAMEIL S m/min TiX
Cu-Cu [AIFERET L VK23, 10 m/min BL EOEEE CTIE, AlLAlL XY +212 @
WIREERFMEZ 7R L, 30 m/min LA B O EIHEIZIB VT, Ti-Ti FIFEAEF & [R5 )
FNLUETHY, BRETHLZ RS, FRZ, Cu-Ti TEIRETHS.

Fig. 4.15(f) {2 &% &, Ni-Ti O BT T, SIEE AW EIL 5 m/min~50
m/min O EDOEFHETH, @I EnNbnd. B, SIETAWMER S B
L OV 10 m/min (28 CTiE Ti-Ti 38 X OV Ni-Ni [FIFEfET L 0 K43, 20 m/min T
AR T ER%E L 720, 30 m/min L EOEHE CIE, [FIFEAMEIOMK T LD
B VR R E AR LD, FFIZ, 30 m/min BLETIE 1,000 N 2LEO &
BRIECH D Z L VHIB LT,

Fig. 4.15(g) I\Z& % &, SUS304-Ti O EAHEF TIL, IR AWRTEIL 5 m/min
~50 m/min TEHHEDES 2D DIZHES T, @< RDOHEMDH D Z &b
L. ZOMEBIIMMOMATE TIIR LMWL DO TH S, ZiuE, REHE DR
WIEBICEINAFAL, BWHEEEOSEBEICHES T, FlAoMER L7272 &
2anb.

UEORERLD, ALIZXT 25 Cu, Ni, Ti £720% SUS304 O L—H A S
EI%, 20 m/min TEBEOKFENHE LN TS, F£72, Al-Cu & Al-Ni 23[AEE
IRRRERE DM 2R L, ALTI & AL-SUS304 AR\ Z2 R L TWD. Ti
X9 2 BT T, SUS304 OfifE (L) 2MEK<, Ni & ORMAETFINE
METH D, BMBAEMFOLE, IREHERE O PG IRV A5 R
AT B RBRE R L O RIFEM L W IRWEA R D 5. ZORIKIE, RESREE
WZEINAREL T2 Th D, F, KIS, L—FRMBEAHOMTA
& OGRE) 1, RO HORBEMELL D SRETHD. £ LT, mlETEHE
DRI TRV, ZiUE, @EE CIIaEoRAENME S, SRELE
W) O ARSI S AL THERILOFAE DM - Bil s, Atz L2 E5mE - &
LN Z o7ele EHEE SN D, RIS, WTHOMEIOMAEETE, 20~
30 m/min DGAF T, m R AW E CHERHEDEN IR ER G LN TN D.
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3 1400 -
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2200 - —[J— A1050-A1050
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< 1600 | .
S 1400 | O
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1800 |-
Z 1600 |
e]
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2 1400
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2 1200 -
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2 1000 |
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Fig. 4.15 Results of tensile shear test for

similar and dissimilar weld joints with

single-mode laser at high welding speeds.
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45 SEEEREMBETOEBBRRALIUVEREORERREER
451 Al-Cu BEUAI-NI O L—FEMBERLR

5l iR AWTRRER OfE R, Al-Cu 36 KL O AI-Ni O33R AUWriaf L, IRBEHEE 5
m/min Th b IRE DRV Al-Al ORFEEEEF L VIRV DS, BEEHE 10~50
m/min &ERWIGE, FEN AlAl S IRIERSE AL EICEWEFERGE ST
W5, ZOBHEZAMEICT 5720, SIIEEAMEERA O SEM #8527 nsy
MraiT->7-.

Al-Cu O L —FEAHKT- O —H O WriE > SEM #2355 5 % Fig. 4.16 (2~ 7. %
Wi, 1 FE A EDORIFTEARES TR > TW5A. 723, EHEHE 10 m/min
TO Cu(_b)-Al(F) M L —F T O I, Al B THERT LT\ 5. IR
5 m/min Tl Al {llOBEEARITICENNRD D), SR LE YR Es
JEERERPNCAER L, BEMNIEQEER TE Z > T\ 5.

VAHEHE 10 35 X TV 50 m/min T 5 172 Al(E)-Cu(F) L —IEE#R T O 5] 5E
B AMEERE OWrE SEM 55 & EDX o4 % Fig. 4.17 38 XX Table 4.1 (2
RT. EDX oM OFER, BEWHEHUTERIC CuAl & CuAly 2AAERK LTV 2 O D3RR
b, Al & Cu O BMEHER ORI T S ELCT WSS 2@ BRI E

A1050 (0.3 mmY), Cu (0.3 mm?'), P: 1 kW, f3: 0 mm, Ar: 35 ¢/min
Welding speed 5 m/min 10 m/min 50 m/min

Fractural cross
section of
dissimilar welds

(Al-Cu)

Fractural cross
section of
dissimilar welds

(Cu-Al)

Fig. 4.16 Cross-sectional SEM photos of Al and Cu dissimilar welds produced at 1kW

laser power at 5, 10 and 50 m/min welding speeds, after tensile shear test.
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(b) 50 m/min

C23 15.0kV €23 15.0kV x1.50k

(d) Fracture part of Al side at 50 m/min

C23 15.0kV x1.50k

(e) Fracture part of Cu side at 10m/min (f) Fracture part of Cu side at SOm/min

Fig. 4.17 SEM photos of cross sections of fractured Al and Cu dissimilar welds made at 10
and 50 m/min welding speeds, showing EDX analysis points.
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Table 4.1 EDX analysis results (as ratio of Al to Cu) of marked area in cross sections of

Al and Cu dissimilar welds made at 10 and 50 m/min after tensile shear test in

Fig. 4.17.
Raﬁoe:)e;nl?aitns ey Predicted
Al(%) | Cu(%) phases
1| 49.7 50.3 CuAl
2| 736 | 264 CuAl + Al
3| 622 37.8 CuAl + CuAl
4| 48.6 514 CuAl
51 79.8 20.2 CuAl + Al
6| 513 | 487 CuAl + CuAl,
71 917 | 83 Al + CuAl,
8| 552 | 448 CuAl + CuAl,
9| 932 | 68 Al + CuAl,

EMTEZ o722 EDNHELEIND. 728, IWHHHE 10 m/min @ Cu-Al fkF0D;
A, miEE () O Cu R L e BFLEWBFAES 2 &2 B 5w )
HEEIL, AVANCZAERTHZ &L~ T, 7o —RO LS ITHEA L, Al B4
T2 D BIERITE =2 LRSS,

77 AN—=L =PI LD AN OEBMEREHE O 53R AWtk o 5 o
Wi & Al AR ORISR O 5B % Fig. 4.18 (2779, Al-Ni O B AHEE T 1 38 B2
B 10 m/min LA T CTHIIREE AWFRE N Al O RIFEESER R IRV, 23
PEIZEINDHAE L TWelod EHEE SN D . HEHEE 10 m/min TiE Al (R) -
Ni (F)& Ni (F) = Al (T) OEBriREARAL Y, ALN T T Al BB L O
Al JRALES TR L7 2 & 2305, HHEE 10 m/min L TRV G EE AU
LA T HENWREEE — RRLEICFERIN TS, BHEEHE 5 m/min
Tl Bl bEMN L EICAER L, —HEIn b & eBR A (Fig4.18 B and
D) Tk L 72 72 DR W SR ABRWREE & e o 7. —J7, HEHEE 10 m/min
CTIEREA CREWT L7228, ZAUE Ni 28 ALEEERENIRA L, @i L L CEal
FED NiJRILEA T o =W RO LS IHEA LTcle B2 bbb, £z, ek
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A1050 (0.3 mmY), Ni (0.3 mm'), P: 1 kW, £3: 0 mm, Ar: 35 £/min
Welding speed 10 m/min 30 m/min

Fractural cross
section of
dissimilar welds

(Al-Ni)

Fractural cross
section of
dissimilar welds

(Ni-AD

(b) Al side bead of Al-Ni at 5Sm/min (c) Al side bead of Ni-Al at Sm/min
Fig. 4.18 Cross-sectional SEM photos of fractured welds in AI-Ni or Ni-Al sheets made at
10, 30 and 50 m/min, and Al side weld beads produced at 5 m/min in Al-Ni and

Ni-Al sheets after tensile shear test.

B 20 m/min PL_E I E QT UTEE THEW L7223, ZHUEEasimmngk< 2o
7o LRI D,

4.5.2 Al-Ti KXV AI-SUS304 D L—FEHMBEHFR

Al-Ti 3 XY AI-SUS304 D L — BRI EAETF O 53R AWEtBR o5 1T X
% &, BAEKFOG RS AW EIT Ti-Ti £ 7213 SUS304- SUS304 O [F]FfAk T &
AR, B5WH D AL-AL AIFEOMFF L 0 @<, [FERRmERETH - 7.

Al-Ti OB AWERER A O SEM BIE3HE R L OV HiE R 4 Fig. 4.19, Fig.
4.20 35 L O Table 4.2 (27853, Al(R)-Ti(F)DHA, EHEEE 10 m/min LLF Tl
EEHEHEE — NIZHERAFEAE LD, IR AW EIZ om0 2 &L
To. BRI A iR L 7R R, Ti(R)-ALCT) D5 IS EEHEE 50 m/min O 445
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A1050 (0.3 mm?), Ti (0.3 mm'), P: 1 kW, fg: 0 mm, Ar: 35 £/min
Welding speed 10 m/min 30 m/min 50 m/min

Fractural cross
section of
dissimilar welds

(AL-TD)

Fractural cross
section of
dissimilar welds

(Ti-Al)

Fig. 4.19 Cross-sectional SEM photos of Al and Ti dissimilar welds made at 1 kW laser

power at 10 to 50 m/min after tensile shear test.

Fractured parts at Fractured parts at

10m/min welding 50m/min welding

speed speed

15.0kV 16.3mm x130 15.0kV 16.3mm x130

: i :
100 11/0 [ w0016 25KY 200 xa_ 100K AW 2012/11/05

Fig. 4.20 SEM photos and EDX analysis of fractural cross section of Ti and Al

dissimilar welds under 10 m/min and 50 m/min welding speed conditions.
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Table 4.2 EDX analysis results (as ratio of Al to Ti) of marked area in cross sections of

Al and Ti dissimilar welds made at 10 and 50 m/min after tensile shear test in

Fig. 4.20.
Raﬁoerefmn::tl: ey Predicted
Ales) Ties) phases
1] 989 1.1 Al
2| 98.6 1.4 Al
3| 527 | 473 TiAl
4| 871 | 129 Al+ TiAl,
50 956 | 44 Al

FETF 0 TR U, fkF O AW ENME T L7y, ZRESMIT T Al BAF
THEWTT 2 2 LR S, Y — RIZ3A LBl s iRl ’Wff
bololo®, FlEE AR EOR IR E R EE RIT S ool L H#HELE
5.

VAPEHE 30 m/min LL_EO STl Al(E)-Ti( F)OFEHR A2 Ti(_L)-AI(T)
£ mb\%léﬁﬁhmnif%é EDRFERIND . EHEHEDNHEWVZE Al &
Ti 2EA LT EEENIZIT Y AL TR 2 003025 ZAUTEREL S MR
Al 75 Ti £V JRWVELPH CHREl S 4, Ti 13# ﬁﬁéht Al IR AL CHEE ST
DT, AN IRBEEE DN 72 D1 & AN 220 | SRR 95 2 &3
EZHND.

WRBEHEE 10 m/min & 50 m/min D5 CTHE S 172 Ti(L)-Al(F)D#AHETO 5]
MR AT IR A AT o T2 % OREBRE O 2 SEM & EDX o #riE TiE L <IRFT L

7o, EORER, BHEEE 10 m/min THEET L7251 Al S Sy, TaHas
50 m/min DK Tl BEMILEY TiAl & TiAl B L OV Al 23H &z,
Ti(_b)-AI(F)DEHSEE 50 m/min LA DM TIET R TORBEERESM TEE
FUEA M O AR+ THIE S ALTCRERT 2 = & 3 g STz,

Al-SUS304 D EZ s D6, Al OFRIFEEE LD MW sk ABHREZ A L,
SUS304 D [RIFEEHE L VARV SIRE AWITREE T - 7. Al-SUS304 {5 T D 5|
AR AT O R IET I O SEM B354 1 % Fig. 4.21 1273, Al(_F)-SUS304( T)

-73 -



A1050 (0.3 mmY), SUS304 (0.3 mm?), P: 1 kW, £;: 0 mm, Ar: 35 £/min
Welding speed 10 m/min 30 m/min 50 m/min

Fractural cross
section of
dissimilar welds

(A1-SUS304)

Fractural cross
section of
dissimilar welds

(SUS304-Al)

Fig. 4.21 SEM photos of cross-sectional tensile shear test specimens of Al and SUS304
dissimilar weld joints produced at 1kW laser power and various welding

speeds.

DA TIHEHEHE 10 m/min DL F OS5 TEif v — FIZENRFHAEL,
SUS304(_E)-Al( )D& TIRIEBEEE 30 m/min LA F OSAETFKm v — RIZHE
NFEA LT, 61T, ERD AlOBEIT Al R TR TH L2556 X0 &mvalikR
FAWTREZH L, BEHEEEOEIZ L D KRERBEDOEITIRD b/ -
7. EARDS SUS304 DA, WWHERFE DT E 519k AWRE 13K < 7e o 7.

Al-Ti & Al- SUS304 O 5| 3R A Wi B 1 IR B E 5 X OB | Tz X 558
FEDZEAIZEL TV D 25, AL-Ti 1% ALITTHEID I, Al-SUS304 DA X E A
WEFE CHET L, ERITE R Z ERMREINTE. TORENDL,
Al-SUS304 OAEEE R ERQEETIE, SIETANTRED KT ~F v 7 ek
BIRD, REEEEE L REMLE BRI L 0 BB bAoA E H 5
BREMOT ZENARETH D Z L BRI N, FRZ, EHSHEE 50 m/min D5
T Al(E)-SUS304( )T, 5l AWEER 21T > 7o %MW L7350 2 8lss L
TofESR, Al & SUS304 O—HMRES Y, DEOEGBEIEEMRERL, FILC
LT = EIMER L= 2 E BRI D.

Al-SUS304 Wit 2 EDX 73 #r L 72/ R, 2 30 m/min 36 KX TF 50 m/min
DT O Al(E)-SUS304( F)D 5| 3EH AWERER %2 1T - 7= OBWr ORI
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ZTNEI 98.8%Al+1.2%Fe, 97.5%Al+2.5%Fe BL W Al &=, =D
VS D TR TOLMT, BT Tl Al & FeAlys, FesAlys, FesAl 72 E D4 g
bWt 7. Al(E)-SUS304( F)DalEHEGH TIL79 X T Al & SUS304
DIRE SNVTWVDHES THAND Z L DRI, TORBHICL LT I —
PRI LY SUS304(E)-AIF)DOHA XLV @SV EliEEAKREZAE L TS D
EMHER I Tz,

4.5.3 Ti-Cu, Ti-Ni 8&UTi-SUS304 I2HB1+2 L—FEMERAERER
Cu-Ti kT O 5t A Wralli i ORI 2 Bl25 L 7o 75 R % Fig. 4.22 |27
WFNOEETY, FIEEAWERER TOMWHIIABT O EREITE TR - T
WL BRI, AR EEEEL O 10 m/min S0 TR, Ti EHEE R TR & 2Bl
FAL TV, Cu- Ti OFRE AWRE ITAHEHE 5 m/min TIEHESE 724 )8 H
BB DR D 7= O R O RIFEEHE X 0 IRV, IRESHEE N E < 72 213 EHass
e BEUL A DL HIE Z, BIgREAMRIE (BE) NE o7, §F
(2, WEOHE 30 m/min PL BITEESE T T, BERQEERET O Ti [+
DIEEAR LV &L 20, A ERQSHLHRNAD Z 22X, TiRLOR
BT L VRS TE L2 b ot

Cu (0.3 mm'), Ti (0.3 mmY), P: 1 kW, f5: 0 mm, Ar: 35 £/min

Welding speed 10 m/min 30 m/min 50 m/min

Fractural cross
section of
dissimilar welds

(Cu-Ti)

Fractural cross
section of
dissimilar welds

(Ti-Cu)

Fig. 4.22 SEM photos of cross-sectional tensile shear test specimens of Ti and Cu
dissimilar weld joints produced at 1kW laser power and various welding

speeds.
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Ti-Ni BMEEEET OG5S A E () 1%, BEEHE 20 m/min 2L R T
IENi B IO Ti ORFEBEERTOME XL VK> 7253, 30 m/min BL_E Tl [FRfE
DHO LY EL Irofe. gl AKEERE ORER A OWHH OWriE 5 HE % Fig.
4.23 (2779, Ni(_b)-Ti( ) TIAEHEHEEE 20 m/min LR ClI#Ew & 2k e — RIE
AUNEA L, Ti(E)-Ni( F) TAEEEE 20 m/min DL F ClEFEm £ — RIZEIn s
£ L7, Ni(B)-Ti( ) D HE8 £ 30 m/min LA T Tl & Ti flo4&EFEEY
T U, W 50 m/min Tk P EIQ CTHET L7-ONHER I D . I8
30 m/min TIE Ti(E)-Ni( F)DOFAE LV @V sIEEARREZ A L T\ D
T, WEEEEE 30 m/min DL E CIZEREITHEOEBERNH L 720, < 7eo
Tl LRSS,

Ni (0.3 mm"), Ti (0.3 mmY), P: 1 kW, f3: 0 mm, Ar: 35 £/min
Welding speed 10 m/min 30 m/min 50 m/min

Fractural cross
section of
dissimilar welds

(Ni-Ti)

Fractural cross
section of
dissimilar welds

(Ti-Ni)

Fig. 4.23 SEM photos of cross-sectional tensile shear test specimens of Ti and Ni
dissimilar weld joints produced at 1kW laser power and various welding

speeds.

VREEHE 10 m/min & 50 m/min T Ni(_b)-Ti( )T 51558 A Wrakbr 247 -
72 1% DREWTERUTEE O SEM BB & EDX 20 #rfs & € 112 41 Fig. 4.24 35 X U Table
4.3 |Z7~3. EDX AT SR, Ni & Ti BAEEEROMEr X 79 40 % TiNis, TiNi,
TioNi D& BREUEEIDOER L TND EZATRI o722 &R S . 58
HEE 30 m/min KV W &, R RIFE O T L 0 BAF72 519 AW oo 5
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Cross section of Cross section of

specimen made at specimen made at

10 m/min welding 50 m/min welding

15.0kV x100

speed speed

1 1 1
100um

[ B I I L L I B B R I R A

15.0kV 300 100um 15 0kV x300 100um

(b) Crack at Ti side at 10m/min (d) Crack at Ti side at 50m/min

Fig. 4.24 SEM photos and EDX analysis points of cross sections of Ni and Ti dissimilar
welds at 10 m/min and 50 m/min welding speeds.

MBS TN TE oD, BRSNS TS B EM B ERT 52
HnFICEL L, Mmbshilzo L Hgsns.
Ti-SUS304 sk F O 5 ikt AWkt oW 5 5 % Fig. 4.25 (27 K
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Table 4.3 EDX analysis results (as ratio of Ti to Ni) of marked area in cross sections
of Ti and Ni dissimilar welds made at 10 and 50 m/min after tensile shear

test in Fig. 4.24.

Raﬁoeﬁefmnz?]itns ey Predicted

Tics) | Niea) phases
1] 200 80.0 TiNi; + Ni
2 28.7 71.3 TiNi; + TiNi
3| 485 51.5 TiNi+ TiNi,
41 90.1 9.9 Ti+ Ti,Ni
5| 17.8 82.2 TiNi, + Ni
6| 424 | 576 TiNi + TiNi,
71 782 21.8 Ti,Ni + Ti

HE TIX W T IORPER T HEFUAZEAE L, @ E Tld SUS304 I TEFUA 3
L2 ENbS. EEEENFHVIT LS EREAMMAE L o -DlE, &

SUS304 (0.3 mmt), Ti (0.3 mm?®), P: 1 kW, f3: 0 mm, Ar: 35 £/min
Welding speed 10 m/min 30 m/min 50 m/min

e

§ 7 Ve

Fractural cross
section of
dissimilar welds

(SUS304-Ti)

Fractural cross
section of
dissimilar welds

(Ti-SUS304)

........

Fig. 4.25 SEM photos of cross-sectional tensile shear test specimens of Ti and SUS304

dissimilar weld joints made at 1kW laser power and various welding speeds.
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BEUEE DERENRD L, Bnnbialrolizb LR INn5.

VREZEE 10 m/min & 50 m/min T SUS304(_b)-Ti( F)fET D 5| 3EE A WrakBR
% ORZIETE A4 SEM #8152 L, EDX T &17 > 7oL % Fig. 4.26 & Table. 4.4 |Z
AT WHEEE 10 m/min OFEWIEIZ X TiFe, TiFe, D& EBLAEW AR L,
WRPEHE 50 m/min CTlX4& B ML AW TiFe M X7z, Ti-SUS304 D FAFVE
BRIV OMAEE THIRWAY, Z OFRHE TN 722 & BB LA Y D IR BT
WAL T LT ool EHEE IS,

Fractured parts at Fractured parts at

10m/min welding 50m/min welding

speed speed

15.0kV 15.6mm x350

Fig. 4.26 SEM photos and EDX analysis of fractural cross section of SUS304 and Ti

dissimilar welds under 10 m/min and 50 m/min welding speed conditions.
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Table 4.4 EDX analysis results (as ratio of Fe to Ti) of marked area in cross sections of

SUS304 and Ti dissimilar welds made at 10 and 50 m/min after tensile shear

test in Fig. 4.26.

Ratioe:::i;nnl?]itns ey Predicted
Tices) Feqs) phases
1| 69.1 30.9 Ti + TiFe
2| 393 60.7 TiFe, + TiFe
3 254 74.6 Fe+ TiFe,
4| 253 74.7 Fe+ TiFe,
5 8.1 91.9 Fe
6| 683 31.7 Ti + TiFe
7| 555 44 .5 TiFe + Ti
8| 99.8 0.2 Ti

U EDRER IV, BEWE ORI R % £ & © T Table 4.5 (2R 7. BWFE
MOFEHE - BIZ L BRERTH Y, FOFERAFETEONZ/ERETHD. L
RIOMOMFIEE HIZ LD Table 1.1 OF — X2 L5 &, BREMBICEMDERT S
HEEM B OWREL, HEeBHICERMEMDBIERT 57 OREETH > 7.

Table 4.5 Weldability matrix for dissimilar metal combinations having intermetallic

compounds.
Al Cu I'e Ni
Cu | F2—E
Fe | F5—G FI-G
Ni | F5—-G E1—=E GI-E
Ti FS—E F5—E F5—»F F5-E

Weldability of common materials” ; E=Excellent, G=Good, F=Fair, P=Poor, *=No data
Weldability by electron beam welding(’) ; 1=Very desirable, 2=Probably acceptable, 3=Use with

caution, 4=Use with extreme caution, 5=Undesirable combinations
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Lo, AR CIEFITHOEGEH L —FEEAITo AR, SUS304 & Ti DR
MR LA O BFEA B OB R L — I X E SN D Z BN boo 7=,

4.6 % 8

ARETIE, ZTHETORMEBHEORR L MER MR T D720, KT S
AUTZ 2 kW BRI S A mEE S S TV — R 7 A N— L —HF A2,
BFEAM B O ERIEEIEICOW TR L, T OEEEME & 5l 5RE A MR fitt 2 51
fli L7z, AFIETHROLNFERIZLLFO@EY Thb.

1) A L& EsmEHT, Al, Cu, Ni, Ti 3 X OV SUS 304 (Fe J&) TH 1V, Al-Cu,
Al-Ni, AI-Ti, Al-SUS304, Cu-Ti, Ni-Ti 3 X O SUS304-Ti T, #Hm#HlL —
VFELABMBEORRE, @REAEMNERT DX A 7 O&RMEIOME
FTE, EEEORESBIM CEHNORENRD LI, BHE, mEEETE
NRRLNZ2NEDEHDH Z DRI .

2) Al-Al, Ti-Ti7¢ &, FEOEEMTFIL, Cu-Cu @ 30 m/min & 40 m/min % R
WTC, EHEREOHINCES T, SIETAMME (FRE) METLEZ. o
S, R OHEINCHE > CTEAESHOENEL o2z Th 5.

3) ALIZx 5 Cu, Ni, Ti £721% SUS304 O L —HF B EZAEIL, 20 m/min
f%ﬁﬁ@%%ﬁ%%hk.ik,mcu&AMhiH%ﬁ%Q%é@@ﬁ
Z L, Al-Ti & Al-SUS304 23 [RIAR 7258 FE R E DM ThH D Z & 3o 7.

4) Ti 65 BT TIE, SUS304 OfFE (FREE) 2ME<, Ni & DRk
TREREThHHo -,

5) BEMEAEMTFORE, (KIAEEEHE O 5 RN BEAEIE LA 5 RS A Wi &
HSIRE R L O RN L 0 EWIEER S 7=, ZORKINE, EEARIC
BINREAEL TV THD.

6) WITHNOMEIOMERETE, 20~30 m/min DZE{}T, %m%ﬁw%ﬁiﬁ
SRERFEDEN TR TENE SN, Bl E TIE T EORADIE S,
E%mé%@éﬁﬁmﬁénf%n@%éﬁm%-%ménk.ik,&
EREITEE TIIERE « SEEOBEWICELNTRIVAALTL =D, HFEOmE
XN & VB L7,

7) Al-Cu O L —WIEHEKTOMMBNIL, 1TE A E DS TERREAEE Tl
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8)

9)

ZoTWE 2B, WESEE 10 m/min TO Cu(_k)-Al(F)EM L — IRk
FOIH, Al R T L7z, FEHEEE 5 m/min TlE AL IO SR HBIE
NHFEO LA, SREEEAMDERES R AERICAER L, WX R
T Z o 7. EDX AT ORER, AT E7IZ CuAl & CuAl A3 AR L T
BY, Al & Cu OBRMEHEROBMIINT I b EFLC W MEss 72 & B F Ak
EM TR T2 ENHEREIND.

AL-Ni O B FRBEM T XV EEE 10 m/min LA T CHI8EE ABHRE 2 Al D[F
FRIASERE R L VIRV, ZHURBETICEN A LTz LR s
5. VAHEEEE 10 m/min TIL ALNi & Ni—Al ORERTHEEE 232720, ALNi f#
FTIX AR B LA TR L7- 2 & 2300 % I EEHE 10 m/min
U ETIEEWE R AWIREZ G T 5 ENWREEE — RRLEIC/ER S
ALTUW D, A 10 m/min TR TR L7225, ZAUIE Ni 25 AL Bt
IZIBAL, @i L L CREE D Ni (LR T o I —h RO L9 IT/ER L
Tl E2oND. —JF, WHEEE 20 m/min LA _E T3 E Qi FIrs Of
Wrl, ZAUTESHENRS rolclcd EHERIND.

Al-Ti 38 LT Al-SUS304 @ L —FEEEHETF O 51k A Bl ORE R, 5
FfE T O 51 5E AW faf E1E Ti-Ti & 7213 SUS304- SUS304 O [AIFEAk T L 0 %
WS, 53V E O ALLAL RIFEO/M T L 0 @<, Rk mERECcH - 72,

10) Al-Ti D56, EHEEE 10 m/min DL T CIEEmERE ©— RCHEINAHA L

7208, IR AW B0 2 & AVEIA U7, Rl 2 el L 7R AR,
Ti-Al DEGAIZIREEEE 50 m/min O AREEAETE CREMr L, #EFox AW
FIEMET L2y, ZRLIAMET T Al fBM CHET 2 2 L SR S 7.
W — IR LI2BIUEs R A IMICEAT CTh o 7oo, Bl AW
BEOMERICRKRE B ERES o RSN D, WEEEE 30 m/min
VULEOZEMAETIE AL (AR -Ti A Ti (EAR) -Al X0 @WgliRE AW E T
bDZ BRSNS, Ti-Al OFEHEERE 50 m/min UAAOSAETILT T
DVEPERE ST B RE S O AR 43 IZHIE S Al B Clr9
LNl

11) Al-SUS304 TIXHEH2EE 10 m/min LA T OGS TEE B — FICHINAFHA L,

SUS304-Al O TITIEESEEE 30 m/min UL F OS5 CTHRE E— RIZEnn
FAEL. &6, WD Al OBAIZ Al N TIRTHI25E L0 EWg|5E
TAWEREAZRH L, B2 SUS304 D6, RSN H VI E5EEA

-8 -



12)

13)

14)

15)

Wi B 13 < 2o 7.
cmﬁW%@%%ﬁh%ﬁ%ﬁ@ﬁ%ﬁ%ﬁﬁbk#&:wfhw%#?%,
5o AU WEER T OMWH AR O A fF Tl Z o Tu iz, FRIZ, K
B V@MmMm*@Ti'ﬁ@%&AE%Tﬁ%ﬁﬂhﬂ%ELT%
7. Cu- Ti D55 AW B I 3 H5E L 5 m/min TIIMESS 704 @k baw o
RO T= O R O RIFEESE L 0 IRV, AR ENE L 72 H1E E a7 4
BEALA M DER D L S 4, BIRE AW EN < o7z,

Ti-Ni MR T O 53R AW EIL, HHEEEE 20 m/min LA T TIE NI B
L O Ti ORIFEREHEME T OME X VK-> 7223, 30 m/min LL_ETIXFEFED
DX EL I oo, EEEHEEE 20 m/min UL F CIEERR B — RIZENAHA L
7=. Ni-Ti O%EZEE 30 m/min LT CTIXfkF & Tifdl OD/J%)E,FH'WEA%“C“ﬁﬂiﬁ
L, WHEEE 50 m/min ClIAk T EIE T L 72023 kiR S 41 5. EDX %)
B, Ni & Ti BMEEEEOMWHIXV 34D TiNi;, TiNi, TiNi O4JEH]
EEWMDOAER L TNWDHEZATRI 2722 LRI,

Ti-SUS304 D356, R TIIW TN OB THENALTEL, mEE
TIX SUS304 I THINAFEAE LTz, EWHEREE DS EWIE E 51 A Brs L )
L 7o TeDlX, GRELEMOERENBD L, Ennbielrolic
WEHEEIND. WEEEE 10 m/min OAEXWIEBIZ X TiFe, TiFe, D4 )& E b
EMNERR L, BEESEE 50 m/min TIXEEELEW TiFe B S,
Ti-SUS304 O BAMAEHEMEIT VLTS OMAE THEWDY, = OB H XM
72 & B A D TEEERIZ AR LT Lod o Telod LR S S
UELDFER LY, Zoo&RHICERELEN T T D BT
ThdETREINTZN, KRR TOIEFITHOEHE T L —FEELTo 7
fi ik, SUS304 & Ti ORMESHELS O RFEMETIX, L—iEEtiEs
BWETH ET 252 Enbhotz. —J5, SUS304 & Ti OBMIEHTIX, ik
FOFREABIREITEEEHOEETHRM LV IRro7c, LT, T
TOMEFITB W CIEEERENEVNE LGS 2D 2 ERbnoT.
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58 RESEMHOL—TERBEEICEITS
AR DIES L HBRE D £ S
51 #E&

BREA BB OEEL, BRSBTS BRLAMNTERE L, g o
BRI RAE LT, MPRENMI 2D 0n3H 570, NEETHD & F
EINTND.

¥ 3ETIE, 2BMLAMNHFE L 2WREERMEOY 7 rEe—R7 7
A N—= L =P ERQEEIEIC DWW TRHRET L72RE R, Cu & SUS304 Tk [E R i
PSRN, BB FAT DN H Y, & OMRELIH N AHE 485 CIAH
PCTERR T D BN AEL, BENECDZHAERNH D Z ERNbhotz. — 7,
Y [ YL R D S PR 22 A2 T D Cu-Ni 72 E DB DA T, BAHRE
P OMERNFIEECTH D Z L DR STz,

F AT, @BRMEEAMNAERT DHEFEAGEORBEEBEMEIO L—1 5
WA AT TR, TNENOMAY LIRS BEEHE) 12Xk > TEin
MIEAET DG L EINDFAE LW D o7, FFZ, 30~50 m/min O
HEETIE, Bl DR ERE O TFOERA FTRECTh o 7.

Z T, KETIE, BEEGBEMEIOEMBERSZEZMIL, WD A
FEEDITEDODOMAEEL ZEEENE LT, &RMLEMNERT D AT
F71EL ALCu DA HITKI LT U P AE— R 7 A N— L —WIC L A8 EHE
WEEEIT, B&ITLRERDOHAMIC OV TIE EDX ki X v lE L, ki
DUV TN X BRETE, TEM #8152 & B RREmEIC LV RE L. £z,
TR O RS HEAE RN AT TR B D T OFREALE & 35k F ORE D %8
IZOWTHRFH LTz,

5.2 HRAMH, EREELIUERRAZE

KRETHEMA LZEBEMENE, ALBLXOTI 25T AIBLO Cu THY, 4%
MR ORIE, W, ZAKIERR & OWBRFFMEIT Table. 24 IR L7 & B0 THD.
ARAELOSHEE, #F, EZX 70 mm, E30 mm, JES 03 mm Thd. 728, K
JEDZ, 0.1,0.8 £7201F 1.2mm £ X T, L—PREMICRIETHRIZED ZEIC
DONTHEETLTNS.

-85 -



WAL, Fig. 32 1R LIc ko1, Btz A7 —Y hicERTEEL, L —F
01 kW, Bridd UIEEE 0 mm (BBRAr@E) T, BHEHE % 5~50 m/min &
RELSBELSHETUTHo T

L—PEEE D I 7 n B L O~ 7 vkl oW T SEM TRIZ L, £ DR
? EDX {ECTHAETTHEDIRAIREZ T Lz, F72, FARFIC OV TN X
MEFTETREL, 6T, BUNMERBFEIZ DWW TIE TEM #8152 & B ETE
WXV FRELTZ.

5.3 EMERBREROL—YAERHOHTHERLER
5.3.1 AlI-Ti EMERBED L—FAEEE

Al & Ti BMEHRETF ORRE ABERER T, Al RA MBI 2 50 EE Offk
FNERITEX A Z LML, 22T, SIREAWME W 2 ERIAEET O
A TE-T, =W OXT, BT O55EE AWTRE ¢ (MPa, N/mm?) % 5 H
L7c. BT o518 AW B 2 — 5k F Ok il 2 7~ 975 52 & LT Fig. 5.1
(R, AT OS IR AR IS Al B TR L7270 —ETHHD T,
BHRENEL 70D &, EREGIOEMNEA L, T 058 A Wi

400
I —— Ti-Al 1050
350 - | —@— AI1050-Ti
O 30| %
\% -
<
th 250 | po—
C
(O]
S
» 200 -
i)
‘©
c 150 |
(6]
|_
100 - 1500 163mmxiz0 | U 4odum. 15,06V 16.3mm x130. AT Rt 3t Yok
1 1 1 1 1

0 10 20 30 40 50
Welding speed (m/min)

Fig. 5.1 Results of tensile shear strengths of Ti and Al dissimilar welds in laser lap

joints as function of welding speed.
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TIN5 2 Enbnd. bbb, EEMOSIRE AKIREL, Fig. 5.1 TR
SNDELL B2V EHERT S D . 7238, Ti-Al OFfA T 50 m/min DA O
AR TN LTS 72, Bl AWriREIZITVME (K9 270 MPa)
ERLTND T SLS.

Al(E)-Ti( F)DEED Ti(L)-AI(F) &V SV EIREARRE TH S, Z g,
AT OEAHE TH mIRE OB AER ST Al BB Tl L7272 T
HY, ZOMAZHET D700, BEREHESOEBA O AR Z I T 5 03
NH 5.

2T, REEEITRENC B T D AL & Ti OIRE D ATIRILIC OV T EDX {5 Tt
L7c. ZOfR, W oRE L EmE— N, B SEM EHE L EDX v v B
7 % Fig. 5.2 ITHk L TRd. EDX ~ v B o 74D, IRESRENEBWE L
Ti 7 Al IOEEEBEBICIERS MAVAATWD Z ENbND. K12, Al(L)-Ti

(F) OMEEDOHN Al RAIOEREGBTICIESIEE L TVWDH L9 TH S.

WIZ, Al & Ti OEMBEHEBOIREIREL S DICFELSHTARND 2D, B
& B A HULHR FIZ EDX EIC K 2 Atk KOS 21T 72, T OFER%E
Fig. 5.3 (27”7, (a) & (b)I Ti(E)-Al( F)DIAEHEEE 10 m/min & 50 m/min % (c)
& ()T AL(E)-Ti(F)DEEHEHE 10 m/min & 50 m/min @ SEM GE & EDX #4y
W RZ7R L, 1006 VIIZZNLH (a)~(d) TER LIZE% @ EDX S8k ¢
b5, MOITIZED L Al & Ti OEMEEDLE, 50 m/min OFEEEEE T R
N—HRE > TV 5 IR E N B WVIRFIR S o 7230 03 8 2 52 O DR T X,
Al & Ti OMLEIZEERZZ S WIS Ti U FEIC AL 2SEPE L Ti 23 Al O 7123k
FVANTE DD DD . IRHEEEFE 10 m/min DOBA BB L 0 IRBEETENE Z -
TR D. BE LIEEESROEAFO I 226 VI @ EDX G Of5 R,
THHALE TINRES > TVDOD, BHEHRE LIRS > BIRICERN RO D.
R EEIRITEEHER ORI E FM@EICL D ED S0, DLED Al
MTi Uy FEHITRAT D2, TiX ALY v FEHITEALIC W, S 5HIZ, Tifl
TRDOBEFEN Al ik & 0 @728 Al O FICTHRIVAALTEORFER SN D.

Ti 23 Al O FITIRIVAA T D %GR T 572, Fig. 5.3(d)D A IZFKR L7ZE5y
ZEDX vy BT L. ZO/ME% Fig. 54 177, REBIUREO~ v E
VIRERIZENENAIBEOTI ThHDH. EDX v v BV 7 2BE LR, Ti
1AL Uy FEOHFITIREA LIZ WS Ti BIRIZZBE D Al @i L 0 @iz Al
DT Ti BPEAVIAT IR A fERB S Tz
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Ti (0.3 mm'), Al1050 (0.3 mm®), P: 1 kW, f3: 0 mm, Ar: 35 £/min

Welding speed

10 m/min

50 m/min

Top surface
appearance of
weld bead in Ti

(Ti-Al)

gl_ding direction—

Cross section

(Ti-Al)
0.4mm | * 0.4mm |
EDX analysis
results
(Ti-Al)
L0.4mm |
Bottom surface
appearance of
weld bead in Al
(Ti-Al)
(a) Ti(upper) and Al(lower)
Ti (0.3 mm'), Al1050 (0.3 mm®), P: 1 kW, f3: 0 mm, Ar: 35 £/min
Welding speed 10 m/min 20 m/min 30 m/min 50 m/min
Top surface L S DHTEAL O
appearance of e
weld bead 2 =
(Al-Ti)

Cross section

(AL-TD)

L 0A4mm |

EDX analysis
results

(AL-Ti)

L0.4mm |

Bottom surface
appearance of
weld bead

(AL-TD)

0.4mm

|

0.4mm

o)

L0.4mm |

0.4mm

]

(b) Al(upper) and Ti(lower)

Fig. 5.2 Photographs of top and bottom surface appearances, cross-sectional SEM

photos and EDX mapping images of Ti in Ti-Al dissimilar lap joint welds

made with single mode fiber laser at different welding speeds.
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0.15mm

(c)

Simim

Element

Wi
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Al

068

1.20

T

Al

99.32
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Counls

Counts

Element | Wit At%
Al 1874 2905
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z
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0.15mny
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Wi
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Wiea At

Al ol | 958 ]
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17.40

26,83 30.43
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17 &0 57

b
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" 1
A o

Ti

Il (&)

R'(b)

o

V(e)

am an oe

VIid)

Fig. 5.3 Cross-sectional SEM photos and EDX line analysis results across centerline of

dissimilar weld metals in Al-Ti and Ti-Al made at 1kW laser power and

different welding speeds: (a) Ti(upper)-Al(lower), 10 m/min welding speed;
(b) Ti(upper)-Al(lower), 50 m/min welding speed; (c) Al(upper)-Ti(lower), 10
m/min welding speed; (d) Al(upper)-Ti(lower), 50 m/min welding speed, and
EDX analysis results of pure Ti I, pure Al-II part(a)-I11, part(b)-IV, part(c)-V

and part (d)-VI, respectively.
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0.05mm O

(8) A-Al (b) A-Ti

Fig. 5.4 Results of EDX mapping analysis of ‘A’ area marked in Fig. 5.3 (d):
(a) Al (red), and (b) Ti (green).

Fig. 5.3 1278 L7z Ti(_B)-AlCH) M EEEHFF TR BRI EM DO LR MR 5
7o OVRHEA R ORERRFRIZ DUV T XRD [BIFFE THRET L7z, 8512, 3083 0.3 mm
DEW T, WL /NI Wz, 23.5 S ColB L7z Eikil ez L7z
Bruker AXS ft#4® D8 DISCOVER % W\ TH#raiT-72. XRD HHre— A0
J AL ¢ 0.3mm Z o T, IREE OMUINEE T X BRBIHTE #2157

Z @ XRD [Bl4fr Dk R & A E sk O 4 Fig. 5.5 (27”97, fKIHEE 10 m/min
T L 72 Ti(R)-AlCF) B L OV AIR)-Ti( P F O E R EITEE) B O XRD Ofi
RTHD Fig. 55 QBIO)ITEDE, AlTi & ALTI O&BEMILEMDOE— 7
PR SN, BEUEANAER L TWD Z ERNEREND. —JF, Fig. 5.5 (b)
B L) D FEIHEE 50 m/min TIEWTAILHHMAL LTI O B — 27 OLDBBIE S,
SEMEEYH O & — 7 1358 L.

Z T, EODTHWVIEETO L —FEESBRIICK T 28R MIEY DA R
DAL AR EEMEGRICT 2728, EHERE % TEM T#l% L, EDXETH
Br L7z, WHEEEE 10 m/min 38 X OV 50 m/min C Al & Ti BNRE S 7B R T E
® TEM B E % Fig. 5.6(a)} L ObIRT . (a) & (b)DEENIZR SN A~H
IR O @GO TEM BEE LR S & — 2 & Z OfffTik R % Fig. 5.7~Fig.
510 2R L, ZNENDOMEE%E EDX TER O %2 LI-#5 5% Table 5.1 I % &
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Fig. 5.5 Micro XRD analytical results near lap joint interface of Ti and Al dissimilar
welds. (a) Ti(upper)-Al(lower) and 10 m/min welding speed; (b) Ti(upper)-
Al(lower) and 50 m/min welding speed; (c) Al(upper)-Ti(lower) and 10 m/min
welding speed; and (d)Al(upper)-Ti(lower) and 50 m/min welding speed.

DTRT. (DB LOANIEENEIA~H 8%, 5 O TEM-NBD (nano beam
electron diffraction) /X% — B L ONZE DT —X AV 77 L5 THO, () B
X OavizEnEn) o et s 0 Bright field BF)” & ‘Dark field(DF)” D5 E
Thb.

EGHEE D Fig. 5.7 ()IZBWTIE, 7 —HETH DR Mm[T12] Tt i,
Z DR BAEIEIT fee-Al TH Y, B12)BEA TEIPT L7z DF BEE(IV)TH > T 5
A1 fec-Al OFE S TH D Z L 3h 05 . Table 5.1 DHHRE RS 1 99at%
UbEDAIRERSNTWD Z RO 5. B0 ORI 77at%Al 1 &
W 23at%Ti TH Y, AFE RO FHE[001CEEZRE CTHEYTLTWD. Ok
B, MEPEZR bet-ALTI & BRUL AWM O LR HER S 7=, BEA(010) THEIYT L 7=
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Al
upper

0.15mm

(a) (b)

Fig. 5.6 TEM images near Al and Ti mixed zones in laser weld metals of Al (upper) - Ti
(lower) dissimilar sheets, produced at welding speeds of 10 m/min (a) and 50

m/min (b).
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Al (FCC)

[112]

(1) BF TEM micrograph (IV) DF TEM micrograph

(a) TEM photos and analysis results of A part

Al;Ti (BCT)

[001]

( 1) electron diffraction pattern (II') key diagram

\ 1
\ \
N

(I BF TEM micrograph (IV) DF TEM micrograph

(b) TEM photos and analysis results of B part
Fig. 5.7 TEM photos and analysis results marked as “A”~"B” in Fig. 5.6; (I) electron

diffraction patterns, (II) their analyzed key diagrams, (II) TEM photos of
bright field (BF), and (IV) TEM photos of dark field (DF).
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Al,Ti (BCT)

( 1) electron diffraction pattern

(1) BF TEM micrograph (IV) DF TEM micrograph

(a) TEM photos and analysis results of C part

Ti(HCP)

( 1) electron diffraction pattern (II) key diagram

(II) BF TEM micrograph (IV) DF TEM micrograph

(b) TEM photos and analysis results of D part
Fig. 5.8 TEM photos and analysis results marked as “C”~"D” in Fig. 5.6; (I) electron
diffraction patterns, (II) their analyzed key diagrams, (III) TEM photos of

bright field (BF), and (IV) TEM photos of dark field (DF).
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Al (FCC)

[T12]

(1) BF TEM micrograph (IV) DF TEM micrograph

(a) TEM photos and analysis results of E part

Al;Ti (BCT)

o) (212)

[241]

( I ) electron diffraction pattern (II) key diagram

0.5 pm 8 % w0 :3 J
(1) BF TEM micrograph (IV) DF TEM micrograph

(b) TEM photos and analysis results of F part
Fig. 5.9 TEM photos and analysis results marked as “E”~"F” in Fig. 5.6; (I) electron
diffraction patterns, (II) their analyzed key diagrams, (III) TEM photos of
bright field (BF), and (IV) TEM photos of dark field (DF).
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AlTi (Tetragonal)

( 1) electron diffraction pattern

(1) BF TEM micrograph (IV) DF TEM micrograph

(a) TEM photos and analysis results of G part

Ti(HCP)

(1) BF TEM micrograph (IV) DF TEM micrograph

(b) TEM photos and analysis results of H part
Fig. 5.10 TEM photos and analysis results marked as “G”~"H” in Fig. 5.6; (I) electron
diffraction patterns, (II) their analyzed key diagrams, (III) TEM photos of
bright field (BF), and (IV) TEM photos of dark field (DF).
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Table 5.1 The atomic percentages of Al and Ti marked area “A~H” in Fig. 5.6 (a) and

(b).
Tocation (a) (b)
Abemiie percenline LY B L » K ¥ & H
Al 0080 | 7696 | 7396 | 17.70 | 99.22 | 74.38 | 61.91 | 12.08
T .20 | 23.04 | 26.04 | B2.30 | 0.78 | 25.462 | 38.09 | 87.92

DF BE(IV)IFBECR D & 72 BRAHAR D bet-ALTi fidbtEE A R I 5. (b)
D bet-ALTi FRITEIRE TH D03, BEIREDO M THLEZ HILD.

C DAL 3 13K T4at%Al 3 K TOY 26at%Ti TH Y, TEM M D78 — 2 )
5 bet-ALTi &BEFLEMTH D Z bbb, (110)BE4 TlElYT L7~ DF TEM
BE(V)) 5, Ti M LEERE & L THE L7 bet-ALTI &RMEEMTH 5
ZLEWbinD. BEICIIR L TRV TEM B2 0fE R, Fig.s.8 (a)fEl co&
D ALTi #HOFIEZ R S 4L, BIECREIX ALTI & ALTiFHZ BT TH D Z &
23HIB L7z,

Fig. 5.8(b) |27~ 4V 5 AL Of b 2 AT L 70662, hep-Ti BEEAETH
D, DERY DALFRR T NI DFRER, 17.7% Al NEESNTNWD Z ERNb 5.
ZDOFER, D EIE, HEZED Al Z[EIE L2 hep-Ti THDHZ ENbho
72 51, hep-Ti lZEHROFHFRTH Y, ~ LT oA MEEHERINS.

—%, Fig. 5.6, Fig. 5.9 8L O Fig. 5.10 ® E~H (2787 50 m/min O /58 1A
P& B D TEM BLEHE R 3B L OV EDX oMb I L 5 &, (KR FE & [RAR 72 AR
&SI LIZ AT & REMCEWNFRE STz, £z, BEREES BRSO3k <
o TV, ZHUTEERRE N E o 2720 EHEEL SN D, ks, TiERET
1%, #913% Al Z [EA L 7= hep-Ti B ORFEA R S 7z,

AT, @mEY I NVE— RT 7 A N— L —FDIFEFITENANT —5
FE\ZX D, SETICEATE D> TBEEIEHEZIT 72720, WEASRIIT
AICEEE L, TiFIE s E o~ LT 91 Pk L LTS, £72,
Z DD O Al EERENIZRE LT, bet-ALTI FHBIECK (F721TBRICA SN D)
IR LT EEZ 2 bN5. ok, ®EEICBWTAITI 23R L TV,
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WEHEHE 10 m/min & 50 m/min TR L 72 Al(R)-Ti( )3 L O Ti( R)-AI(T)
T ORBEEIRE T Al & Ti MRS L TV 2 BRI OFHIFLAE 2 TEM THIZ2
L7-fER %A £ & T Fig. 5.11 12779, TEM @ BF BEAL LN Al B IO T @
vy BV TRREBEB LA TRT. ‘A, P, PEBLIOTOMIT AL C,
T, KRBLD ‘QOMIX Ti THD. ok, OCBIR T I~ T VA b Ti
T D IEESHE 10 m/min O Al(_L)-Ti( F)D5GA, B IIBHERE O AL Ti+ ALTi
FITH Y, ‘DIX Ti+Ti:Al #1, BEid ThAl I CTH D, EHEHE 50 m/min D
Al(L)-Ti(METFOHRE, ‘GIEEFIRO ALTI THY, ‘DITHENRID AT
T, “TIiE Ti+TiAl fHCTH D Z R S NT=. —F, Ti(h)-Al(F)EESRE
> TEM 8152 & EDX ST OFER, Al(L)-Ti( T DGR & B 5 MR I
2. WEEHEE 10 m/min TO Ti(_B)-A F)BE#LE OHE A, TitTihAIL),
AITi+ALTI(M), ALTI+ALTI(N) £ 721% ALTI(0) 72 £ D& @b E Y HY AV T
AL TWD Z ENERIND. —TF, WHEEE 50 m/min O35 138O EI T
Ti+ALTI(R) E 7213 ALTI(S)MERK L, & ORI, FFiZ, SO ALTi X
FEINSWEERTHS.

PLEDRERD G, Al & Ti ORM L —PEEOGAE, Al (EHR) -Ti T Ti (k
) -AlLTH, D OENRPEHERFICILEE Dm0 Ti @ik 3% B O Al ik
HFIZIEAVIAT Z EDNHER S NTZ. ZHUE, Al Z KK & BRI TRGE O RKGRIE
KTO Ti O L [FFRIZ Ti DEWRKFICENLS Z & LU TH L. £,
ZIE LT AL IEF—R— /VNEEZ B U C Ti BRICER S 2. Ti 1o Al
BIXREHE DN E NI E DR LD, 2D Al OFHREITFATE Lz Al BIEfO
Ti CEESINZEEZ NS, LML, HE 10 m/min DIREE R CHER TE 5
EHE, TiFICEBE SN AR T Uy TSRzt 572 < 9/ LT
L. ZHUTFRIE LT Al R — R — LEBEDWREN Ti 20 L CEIR SN2 & &
A6ND. £ LT, Al RS TR L7 R OB EH T b, ALTI, ALTI, TiAlL
AlTi 72 E O e85 72 & B ELEMPER L TV D ORIz, S5, #Hn
VSR« VR OB A TSR E O RS~ VT A b Ti MRS BRSNS
6 FTIX, Ti 2 Al BRFEPHICE A STV LR EHEIZT 5720, L—3
RHRFICRT E B OF —AR— VAN DIRET LTV — LD HEEREIToT-.
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AL Ti+ALTi

Ti

Ti+TisAl

Ti+Ti;Al

Ti+TizAl
AITH+ALTi

Al Ti+Al,Ti

Ti+AlTi
(d) | LAL

] BF 2.0 pm TiK

Fig. 5.11 TEM photos showing analyzed inclusions in weld fusion zones, and EDX
mapping analysis results of Al and Ti near boundary layer in Al(upper)-
Ti(lower) and Ti(upper)-Al(lower) dissimilar sheets; (a) Al(upper)-Ti(lower) at
10 m/min, and (b) Al(upper)-Ti(lower) at 50 m/min, (c) Ti(upper)-Al(lower) at
10 m/min, and (d) Ti(upper)-Al(lower) at 50 m/min.
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5.3.2 Al-Cu EM D ERBERF DM FHHEBAZ B

ARIETIE, BREBIZBWTHER & TW5 Al & Cu OEBMIEHCRIT 28
BRI BN 23 LSS, $B43FTIE, #HE 30~50 m/min TIERL L 725
MkF D558 AAWrREE 1L, RS To AIFALESEE L 0 125 7M2E < Cu-Cu
ERIFEMNZENL D BNV EfER SNz, —F, Al & Cu ® L — Y BBk
FOMWrmE o EDX AT OFER, Eix, W bifigs7e CuAl & CuAls 2E
LTS EZATEZY, 5lRtEAWREBREFOHE b REICSBRELEY T
D Z DRI,

Z T, KRR O X 7 n kA BIER L, MR E T T B 720, IRBET % SEM
THIZ L, EDX TOMT&1T-7=. #E 10 m/min 3 X O 50 m/min T 5HiL7z
Al(_E)-Cu( T DIEHEH D SEM 8345 & RHE 72 58Il D EDX Mt % i
Z ¥ Fig. 5.12 B X UV5.13 72 5 ONZ Table 5.2 35 KX ON5.3 127”7, 7235, Table (2
VAR SHERI S D R B R LTV D, Fig. 5.12BlX Cu VU v Fi & Al Y
v FEOERTHY, Fig. 5.12CIZ ALY v FEHOFRITEETHD. B HOQJIT
Table 5.2 £ ¥ 10.4% Al ZEVE STV D Cu [EEIATH D, b &<CiL Cu & Al
LR 58 BRIEEM T, ‘& ~NIT Al & CuDEFRNPELRDOT, AKE
GDORED Al & CuAl, EEZBND. COTBIY YHAEREIGDR:D
CuAL+AIFHTH D Z LRI SN D.

LLEORER I Y, Al B O & Bk TEres Cliffess e AlCu 8L O
AlCuy 2MER LTV 2 Z & M ERI S 3u7z. WEESHE 10 m/min TO Al ((EAR) -Cu

(FH) DA, ZEOEBEILEWNARK L, F1EEAKREBR TITEI SR
AL, LT RSN S.

—7J7, Fig. 5.13 OIRPHHE 50 m/min TOEPEN 2 BIE LIRS, WEHHE
DSEEREX AL BN QTSR < 72 0, SRR LS DERK & Xt 5 K A FH
DR LD Z &5, Fig. 5.13B' da”iX, Table 5.3 DAk & A RkAR
M5 2.9% Al BEEINTND CulEEETH Y, b”id CunAly & CusAly, &
BEEEY, ‘¢’ ~€” 1T Al & Cu DERFRNFERRD CuAlL+Al T, 71X 1.84% D
Cu BEESINTND Al EEETHL Z ERHERISND.

U EOFERI D, Al & Cu @B U — PR CIIIREEHE N & 4B ]
LB OAERREDB L, Al & Cu DB LA LR 2 K 5 pum O
HOBLIRE LTART DX 1025 2 L3R Sz, 728, EDX OHric & %
&, WHEHE 50 m/min THAOBOSBHEILEWNRFET 5 2 L BAHER I L.
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B 10 m/min & 50 m/min T Al(_)-Cu( F) DS B HI AR L7z BRI

B DR ETERT D12, WHHEZ~ A7 17 XRD THIEL7Z. ZORRE
Fig. 5.14(2)B L OOITRT . (DEHEEE 10 m/min TO XRD T RICE 5
L, CuAl, & ZDOMOEBFELEWAER L, (b)DEE 50 m/min #5R T,
L BEULAY CuAl, AR L TWADORERTE 5. WY Cudl, & BRI L
BYOE— 7 BHIESH, CudL &BHEAIF AR LT <, 50 m/min D
FISEWEERHE THER LT W AR SN, 2k, @BRHELEY
CuAl, DIZARIL, XRD D[ — 2 A Bl LT, B A8 E L
LI H bl

C23 15.0kV x2.00k

Fig. 5.12 SEM images and EDX analysis results of points ‘ a’ to ‘ j” marked in B and C in

dissimilar welding of Al(upper)-Cu(lower) specimens at 10 m/min.
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Table 5.2 EDX analysis results of points ‘ a’ to ‘ j” marked in B and C in dissimilar welding

of Al(upper)-Cu(lower) specimens at 10 m/min.

Ratio of main alloy
elements Predicted phase
Al(%) Cu(%)

10.4 89.6 Cu (solid solution)
b 41.7 583 Cuy;Aly+ CuszzAly,
c 522 178 CuAl+ CuAl,
d 70.3 29.7 CuAl, + Al
e 79.8 202 CuAl,+ Al
f 85.4 14.6 Al + CuAl,
g 91.7 8.3 Al +~ CuAl,
h 94.3 5.7 Al + CuAl,
i 83.1 16.9 CuAl, + Al
] 932 6.8 Al + CuAl;

C23 15.0kV x4.00k

Fig. 5.13 SEM image and result of EDX analysis marked on ‘B’ of dissimilar welding of

Al(upper)-Cu(lower) specimens location at 50 m/min welding speed.

-102 -



Table 5.3 EDX analysis results of points marked on ‘B’ of dissimilar welding of

Al(upper)-Cu(lower) specimens location at 50 m/min welding speed.

Ratio of main alloy
elements Predicted phase
Al(%) Cu(%)
a 2.9 97.1 Cu (solid solution)
b' 459 54.1 Cuy Aly+ CugsAly4
c' 58.6 414 CuAl, + Al
d 81.0 19.0 CuAl, + Al
e 823 17.7 Al + CuAl,
f 98.2 1.8 Al
® Cu 20 _ ® Cu
® O a * O
¥ ALCu ¥ ALCu
o Cupdly 15
AlCu
8 g ol
£ 5 o 2
:
A 5 o
\d My * v 'Y l , i [ ]
o v a a
T T T T 1 0 et
40 0 0 100 T T T T 1
28 20 [+ a0 [
20
(a) (b)

Fig. 5.14 Micro XRD analytical results of welded zone of Al(upper)-Cu(lower)
dissimilar welds at 10 m/min(a) and 50 m/min(b) welding speed.
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5.4 Al-Ti EMOL—FBERICRIZTE—LESLUHREDTE

5 4.1 AlI-Ti BHRDT 14 RY L—HERBEER

ALTi RO L —VFEEEIZOWT, T4 A7 Lb—% (E— A% :03mm) %
AWTHE 2 DA THRF Lc. ZORERE, 1ZLAEDHE, UL R0, B
DNEETH -7z, £OPTH LN RIF 2R Y — FoRmB L OERE
DI % Fig. 51517 . AF¥ ¥ F—~y RZHWZH, Ar HAZRE ST
TN, KEOHBIENMIELWE S THD. Fio, TXTOEMT, &b
LNOEEEE — FREIZHINARD b,

Disk laser, Ti (0.3 mm?), A1050 (0.3 mm"), f;: 0 mm

Welding 1.25 kW, 9 m/min 1 kW, 10 m/min
conditions ( Al-Ti) (Ti- Al)

Top surface
appearance of
weld bead

(AL-T1)

Bottom surface
appearance of

weld bead
(Al-TH)

Fig. 5.15 Photos of top and bottom surface appearances of Al and Ti dissimilar weld beads

made with disk laser under different welding conditions.

FRROHEEBR A ZHWT, SlREAWRBZIT oo/ ER, TOMEITENEN
HIS6SNBLUNS90ON TH Y, IEHEEE 40 m/min LLFTH LNV T E—
R 7 7 A = L —PEEEHE T DK 600~700 N X 0 K- 7= kT 51588 AW
i (JREE) MR- T2BEEIE, B — NIRDIRS 2o TV D08, FlvsfF
ELTWETEEEZLND.

ULEDOFERIY, T4 A7 L—FTliE, E—LBNRRKEW=D, £ 10 m/min
VI EOEE CEQEEN TE T, (ERCE AT BN nBw4e Lz, —5F,
VTNV E—=RT 7 AN— L=V, BE—LARNNEL, BT —EE G
KNV —EE DT D EHEEENFRETH U, BN O 2 W REST O ERL S T X,
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GlaRtE AVWTRRER T, AT 2N AL R & 72 212 EmR R FOERS WRETH 5
REDFERNG, BMEROERREEM L —F L LTEATH S LD,

5.4.2 Al-Ti BHROL—FERBEUIZRIEITIREDHER

WEE T, WE 03 mm OFREEFAWT, L—VEQEEEICOWTEHME L
T&El. ZORE, AT O v 7 VE— R 7 7 A4 X — L — VIR TF O 5| EE
AWTRRER TIE, METFIREN R <, B 0.3 mm O Al REM CHEWT L7=. = DOfER
X0, BEEOMERMZMT 5720, WEZ 0.8mm B L 1.2 mm &JE<L
L7ciBR R 2 D C L — P2 2 D& TIT o 7z,

BE 1.2 mm @ Al(_L)-Ti( F) F 7213 Ti(_b)-AICF)#ERIZE T 5 L — VP EEE
B — FOEEPB L OEEO/E 7 5 ONZ W SEM 5-E % Fig. 5.16 (23, 1 kW
DA, 3 m/min EEGHEE THDH2Y, 2 kW TiE 5~30 m/min OVERE E— R2VR
IINTWD., —RICBUREHENHZE LT 0o 72, Al(R)-TI(F)DO%HE, 5
m/min LA F OEGHEE TIE, TiMIOERIZENATEAE L T, @ cidE
NN SN o T2, —J, Ti(h)-A(TF)DEHE, EHiiEsie — &R
MIZB W TEIRD BN o7, LLEORR LY, RSEETHELNIZEERT
DEFUT T Ti( E)-AI(TF)D T2 Al(E)-TI(F)EZ VL Z 0 iz < W2 & 23
L7z.

Al-Ti 54 U — IR BE i O SEM BEEOBZEMAR LV, EREETIz D
TIEETFZP2D 6T, Ti 2 Al fICRIVALBR SR I, RIVAT &
IEEEEIZE DR D Z L bR SN,

Fig. 5.16 |T/8 Lo e ek F okt U CHliRE AW 21T o 72, ZORER, ik
TFOSEEAWIRE (N) BILORNTOFEE AKERE %2 £ & O T Fig. 5.17
(ORT. REB, SIIRE AR X E 2 EAE TR O TEl > TR B
DTH5. 2kW TOD 5m/min~30 m/min Db D ZLLE 5 &, gl AW E
RIRBEHRFE DN HE > TR 2300 N 205 1200 N IZIK F LT\, —F, 5lE
HAWREE X, BINAFAT D LR, o RWiEE134 300 MPa £ 7213
370 MPa L BIZEWZ ERboTz. W 28152 Lo/ R (%IED Fig. 5.18
28, Ti(_E)-AI(F)EAST 2 kW, 30 m/min OFREIMERNDIL, Ti ~OVEAF
N ThaL, BAEEE R TWETY, oS mEI R ST
Mol LHEZEEND. LER->T, Ti-Al B0 L —FEETIE, Ao
SREE 25K 370 MPa LL EICEWHEFO/FRIANTRETH 2 Z L b o7z
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Ti (1.2 mm?), A1050 (1.2 mm"), f3: 0 mm, Ar: 35 £/min

edine | 1 kW,3m/min | 2kW,Sm/min | 2kW, 20 m/min | 2 kW, 30 m/min
Top surface { b

appearance of
weld bead

(AL-TD)

Cross section

(AL-Ti)

Bottom surface
appearance of
weld bead

(ALTY)

(a) A1050(upper)-Ti(lower)

Ti (1.2 mm"), A1050 (1.2 mm"), f3: 0 mm, Ar: 35 £/min

conditions

Welding 1kW,3m/min | 2kW, 5 m/min | 2 kW, 20 m/min | 2 kW, 30 m/min

Top surface ding direction—
appearance of -
weld bead in Ti

(Ti-Al)

Cross section

(Ti-Al)
i crrepriie- | gasiiny = - LYY
Bottom surface ' i '
appearance of
weld bead in Al
(Ti-Al)

(b) Ti (upper)- A1050 (lower)

Fig. 5.16 Photos of top and bottom surface appearances of Al(1.2 mm") and Ti(1.2 mm")

dissimilar welds made with single-mode fiber laser at different welding

conditions.
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B 12 AFTI

T 500- P:2kW g 15704
a
450 1 —a— 0.3 AFTI
= g PLEW o o37ia
= £ 400 o
2 o ®
- % 3504 &
8 E 30
H %]
2 8 e
2004
3 -
: 2
- = 1004
8w
N . SN AN "8 40 20 30 40 50
3n/mi1 9n/mi1 20/ min 30m/min
Welding speed{m/min) Welding speed (m/min)
(a) Tensile shear load (N) (b) Tensile shear strength (Mpa)

Fig. 5.17 Results of tensile shear test of Al and Ti of 1.2 mm thickness dissimilar laser

lap welds produced with single-mode fiber laser.

HRZ 1.2 mm D Al-Ti @R AT O 5 | 8RE A WrakBR % O Rbr i & Wi D812
it B % Fig, 518 IR 3 AN I VT 0 S AV O B Tt 2 - Tz,
T, TiBNEDSANVAATAER L T & Al OREIETHY, &BRE
MINFIET AT BEZ 5.

Wiz, L—VIRBE oW & 51 IEE A WEER 2 I 1T DRk tk O RRER K 2
5N L —V AR O S 4341 2 JE LIS R % Fig, 5.19 (R 7. (KHE O
A, AL T < 7oy, Ti flom{bixBE b o7, £, Zo Tifil

DOFIFIZITFINAHAE L TE Y, UL EEE CHass 2B bE AR L
TeleDRAE LT Ll anG. —F, m#ERETIE, AlLBXIO Tl bE
R ERUTEE T Hv K9 200~300 &b LTz, ZOFER, kBT ERE % K
WAZE Z 5O TIEZR L, ALANZENTE Z o772, £ LT, ZOMWEIZSRE
B AR ER L TV A CH - 7.
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Ti (1.2 mmY), A1050 (1.2 mm?®), f3: 0 mm, Ar: 35 £/min

Welding

conditions

1 kW, 3 m/min

2kW, 5 m/min

2 kW, 20 m/min

2 kW, 30 m/min

Fracture part of
Al

(ALTi)

Cross sectional
photo of
fracture part

(AL-TD)

L0.5 mm,

L 0.5 mm

L 0.5 mm,

L 0.5 mm,

Fracture part of
Ti

(AL-TD)

(a) A1050(upper)-Ti(lower)

Ti (1.2 mm'), A1050 (1.2 mmY), f3: 0 mm, Ar: 35 £/min

Welding

conditions

1 kW, 3 m/min

2 kW, 5 m/min

2 kW, 20 m/min

2 kW, 30 m/min

Fracture part of
Ti

(Ti-Al)

Cross sectional
photo of fracture
part

(Ti-Al)

0.5mm,

L 0.5 mm,

Fracture part of

(Ti-Al)

(b) Ti (upper)- A1050 (lower)

Fig. 5.18 Photos of fracture parts and SEM photos of cross sections of Al(1.2 mm") and

Ti(1.2 mm") dissimilar lap welds made with single-mode fiber laser at different

welding conditions.
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Hardness (HV)

8
Hardness (HV)

9 T T T T T T T T T 1
-0 02 06 -0¢ -02 0O D02 04 05 02 1w
Dista-ee from eeqter (nT)

T T T T T T T T T 1
-0 -08 -0& -04 -02 00 ©02 04 03 0B 10
Distance Fon ceter (1}

(a) 2 kW, 5 m/min (b) 2 kW, 30 m/min
Fig. 5.19 Results of longitudinal hardness distribution of Al Spectral emission intensity
of plasma induced from Al(1.2 mm') and Ti(1.2 mm") dissimilar lap welds

produced single-mode laser.

5.5 #&E

ARETIE, BECEMEIOBEE L —PIEEERG A L, WHEEDR
R FE2EL 2 2 BNE LT, @BRFEEWHERT S ALTI £7213 Al-Cu
DMAEFIZXH LT I NVE— RT7 7 A NN— L —FIC L DBEEEEZITV,
BBILHE DM HONTIL EDX HEIZ KV EE L, AEFEIZ OV TEIHUN
X BRIEITE, TEM B2 LB REPNEIC RV FEE Lc. 72, B oEH
Y HERS RAZ MAT T BB O BT ORRENLE & 3BT ORIE DRI ST
HLRF LT, R THR LN RIZLLFOEY Th 5.

1) Al & Ti OEM L —FEBEOEA, ALTi TH Ti-Al TYH, 15 OEQERE
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2)

3)

4)

S)

6)

7)

P LT 128 B 708 1 U TR 28 88 FE OO AR T IS iR VA T Z & SHERR S
7o 72, A LT W AN T — A —/LNEER 8 U C Ti Ak ic B S vz,
AVIAT Ti B L O T F O Al A \EITW TV IEEEE N #H M EAD 7
{Tpoiz.

Al RIAS CHEW U7 S D aEE B T, ALTL, ALTi, Ti;Al, AlTi 72 £ O fifs
3972 & BEMEAM D ER LT, 51T, BWIERL - BEEEE 0S54, &
WA DML~ VT A b Ti SRS B ST,

Al & Cu DM U —VEEEOGE, WHHE P EWE E @ BmHbE ) D ARk
BB L, Al & Cu O&REULEW M ERT 2 5B ORI & L CARL
THLII/oT-. EDX oW OFERIZE B &, WHEEE 50 m/min TH/0 &
D BELEPAFET D 2 & DR I .

Al(B)-Cu( P DE#ES BT A KT 2 8B AWM E MR T D728, IEHET
r~A 71 XRD THIE L7c#E R, %EEHE 10 m/min 3 XV 50 m/min Tl
CuAl, 72 E D& BB AN AR L Tz, Wi h CuAlL & B LA
AR LT o7, EEELEY CuAl, DAL ETX, XRD ORI E— 7 E
PNDHIET LT, WEEEN RV ERAD T 2 Enbho .

Al-Ti AR (B : 0.3 mm) O L—HEEHEIZONT, T4 A7 L—H (R
Ny ME03 mm) ZHAWTH A O THRET LIZRR, 138 A EDRE,
GIWT L 720, WEERNEECTH 7=, Z O TH b Ll ) B A 72 8% v —
RTHREIZEHNARD DT,

T4 AT L—WTIE, E—ABRREWD, K10 m/min L EOEE TIX
BREENTE T, (ERCEEERICTEhBBE L. —F, Yo
F— K77 A N—L =W, E—28BINNEL, ENT LD T E
BHENFIRETH Y, FNDORWEESTOFER G T, JliRE AW T,
WS Al REAF & 72 513 E @i FOFER G ARE Th 7o, 2D X 9 ek
oo, BMEROBERREAL—V & LI — 20V v 7 LE—
RZ 7 AN—=L—FRENTND LHTENnD.

WE 1.2 mm @ Al-Ti £7201% Ti-Al HERICET 5 L—FEREEOSL S,
Al(E)-Ti(F)® 5 m/min LA F O TIE, Ti flOEmIZHEINLHAEL TH
7=m, BEETIIEIR RO N ootz —F, Ti(h)-AI(F)DEA, El
NEEEE — FREICBWTIEERD oo Tz, LLEDORER LV, R
T LN EBEER TOENT Ti()-AI(F)D 52 AI(CE)-Ti(F) X » —fi%iciE
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8)

DI W EHESNT.

BE 1.2 mm O Al & Ti OE L —VFERQEHEOSIRE MR X, Fhn
WET D EROD, ENORWGEITE NI ERDbho T, Ema#E L
ToRER, BUWIETOERINARETH 2 Z E b o7, I vwIhnd Al
BN OWEBEEBER TR Z » T iz, ZAuE, Ti @RS AN VAL TAER LT
Ti & AlOFHEEFHFETH Y, @REULEMDET D EB 2 6N5.
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H6E EEZEMHOL—YEETERICEITS
T —LEE LB EERBOMREE

6.1 #&
BRF O U — PIRBERC BV TIE, ERMET O R m AT ClEma s g <,
BEENEWEBDEMS & B ENMENERBAIZERNIC > TRAL, &85
DIREN A BNT. ZORESIFEERERENES DI o TP Lz, 72,
MEO ETFOMAETEEBEREICL > THEIESNDIEETENRRDLZ N
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LR DHEEEEEATY, WHE O Z RIS 2 LIRS, T O%
ﬂ@@*@ L—WFHE 7L — LA DOZEENE L OA R X OFARN A ERE e
TATBEL, TN— ORI Z AKXV REL T, ERB LD
TR DVESF - AT OV THES L, I8 B O AR BB I DWW TBZE LT,
I BT, B OEIREHERRICKE TR O B FOREAME, BEEER IO
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(R Prax: 30 W, BRA 973 nm) ZRIH L7z, 2006EHNE, 7 —2ao
FEAEIZRT LT, e KR E Yy T 4 7 LTHT 7 A /3—TE LTHI
ELTZ. ETABRELOONOIE, V—RERFOR DS XL OEm)H 55
AT DTN — 2kt LCRIFFCAT - 72, 708, BFEMEIOER Fr OIS % fl
B2 THEML, EHERS EEEEIC KT IREOR BT 5 m A 57,

Laser head
Ar shielding gas
ngle-mode fiber lager
e & a Laser diode —
Yb Fiber Laser (illumination for camera)
YLR-2000-SM ©O % - -
© Cross jet
@
“ Laptop
High speed camera ™
] Spectrometer
=

(a) Schematic experimental set-up

Spectrometer

Thickness Metal 1

Thickness
‘ '
&

(b) Schematic set-up of specimens for observation
Fig. 6.1 Schematic experimental set-up for behavior observation and spectroscopic

measurement during laser welding of dissimilar metals.
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6.3 BESERHOESEARIFIIREFIMHESLIUBIEEEDRE

B O@E L —PIRBEOR R, HE CIE, Rz BE O WS RNPEED
BWERBIZRATLZ L, ZNENORTIEERER D720 LT O 54
TLENEESND Z &7 EDHER Sz,

Z 2 C, BEEE 50 m/min TEEIO ETFALE 22 S8 T LU —WFEEL21T0,
15 DN EEER oW i 2 EDX 1A TROHT & St 21T o 72, T OfEHR
% Fig. 6.2 [Z/RT. Al(E)-Ti(F)DAF L Ti(E)-AI(F)DOH I RT XK 9IZ,
AL TR 0.2% A5 O Ti S &4, Al(R)-Ti(F)D D’ F L W Ti(_E)-AI(T)
DB TIE, ZNENH 2% LUK 6.7%D Al D3k S 7.

Al A Ti
Element | Wt% | At% Al i © % | At
\ 39.43
Al 99.69 99.83 upper
60.57
Ti 031 0.17
Ti
Ti
Ti
%0 o o \ F o )
Al Ti
B At%
Element Wt% At% 1.95
Al 97.75 95.78 98.05
Ti 725 422
) Ti
" A
a = e e
2o ] [5)
(a) Al(upper)-Ti(lower)
Element Wt% At%
Al 3.90 6.71 Element Wt% At%
o Al 92.41 95.58
Ti 7.59 4.42
Ti
.
00 400 00

Element
Al 23.05 3472
Ti

Element Wit% At%

Al 99.66 99.81
Ti 0.34 0.19
0.15mm
Ti
00 .00 600 00 00 00

(b) Ti(upper)-Al(lower)

Fig. 6.2 EDX analysis results of Al and Ti dissimilar lap weld fusion zones made
at 50 m/min welding speed.
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CORERIY, AIITIETIi OFA BNV, TN AlBREL GEND
ZENHB LT,

Al & Ti RO T NVE— K7 7 A= L —WFIC L D@ EHERE R
BHEOARESTHEDERBEOEREZHMIZL, L —VIAEsE 2 RS 5720, &
BERF OVERIHII IR & F— R — LDV A XEBHMLEIC OV TEIER L. &h,
WRIETIE, L—YFET N —LDHNET, FREBRIZONWTHREF L.

VAPEHE 10 m/min 3 X OV 50 m/min C Ti(_b)-Al(F) & Al(_L)-Ti( F)DHA44 &
NEBEEEZITV, WHERFOREERM & X —F— L OZNENOTIR & 28)
HEEEET A AT TR L. ZOMR% Fig. 6.3 1T~ 7. 72F, B
IXEHEHOWE SEM BEEZ R L, FEICEETOERMmOEREZ =7 .
Ti(_E)-Al(F)3 LY AI(E)-Ti( ) DZKR i TOWRREMIL, EHEEEANE T EHEH
HEL Y, BEEREL o, £, WL, Al 23 EROFH Ti 25 R
DEE L VIRS TREL, R&EoTz. KT, F—AFR—/VOIREEREOKE ST
DINOLTEICRETHD Z ERBlEsnT-.

Ti (0.3 mm'), A1050 (0.3 mm?), P: 1 kW, f;: 0 mm, Ar: 35 £/min
Material setup Ti-Al Al-Ti
Welding speed 10 m/min 50 m/min 10 m/min 50 m/min

Cross section

(T/AD)

High video
observation of
weld pool

RS

i .- $0.2mm; =

Fig. 6.3 Comparison of high speed video observation results during laser lap welding
of Ti and Al sheets at 10 and 50 m/min in addition to cross-sectional SEM

photos of their welds.
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6.4 REMHHOEEL—FBEBOTIL—LEHLZOELDSISTHER

Al-Ti OEMEREERFO 7 N— L2822 L CRET HHIIC, Al-Al & Ti-Ti
DRIFEERREZIT> T, Al & Ti DAY MT—X B R T — 4% L L
TNELZ., L—PEET DT )V — LD EHE T A 782354 B % Fig. 6.4 (R
L, Al & Ti DFNAXT MLV EZAER Fig. 6.5)8 X OO RT. £LT,
K —7 DR LREDT —H % Table 6.1 |ZF & TR

P: 1kW, v IOmImm,f;l 0 mm , 0.3 mm!-0.3 mmt, Frame 25,000 {/s

39:42.606357 Frame G021 2:39 06357 Frame 021G 22:39:42 606357 Frame

Top side
Bottom side / plume

spatter

ALl N\

2mm p 1852 Rec 25000 Shutter 100k [NECEEErS] p 1852
(a) 0 ms (b) 10.04 ms

B/02M9 16:22:12.372654 Frame

/02119 16:22:12.372654 Frame

Top side
- plume

Bottom side /

plume and
- spatter -
Ti-Ti P

S : - .

2mm er 100k QBN GX-1 COER TS nac GX-1

(d) Oms (e) +0.04 ms (f) +0.08 ms

Fig. 6.4 Comparison of high speed video observation results of plume movement

during Al and Ti similar welds made at 10 m/min welding speed.
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Fig. 6.5 Spectral emission intensity of plasma induced from Al-Al and Ti-Ti similar laser

Fig. 6.4 IZR”T L 91T, Al-Al O LV —HEERFICRAET HRIETO T — L
PENREA SN TVWLEATHY, il TIIMEDO ANy Z RS, %
72, Ti-Ti OEBERICRAET L RE T V—LITH S T E TOOHIBIAEE LAY,
Fig. 6.4 ()T D7 NN —AiFZA L Ul LTRSS, BEH TIEIRKED A/ Ny X
A4 LT, Fig. 6.4 OERE D A ZBE 2TV 6, 6.2 fHiid Fig. 6.1 Tt
L7z REEIT>7=. Fig. 6.5 THERINTZAXRXT NMOWET —Z Th b
Table 6.1 & A7 hILORIET — & _X—R P RE I LR S, Al(L)-Ti(TF)
DBEMERFEREO T )L — L Z T L, FE L. T ORBIIRM L —) R

lap welding.

BED A HFERDOEME L L THW .
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Table 6.1 Spectral emission intensity data of plasma induced from Al-Al and Ti-Ti

similar laser lap welding.

Wavelength| Intensity | Wavelength|Intensity [Wavelength |Intensity| [Wavelength|Intersity
(nm) | (counts) (am) |!oounls! (nm) |(counts) (nm)  |(counts)
4g8.18 | 601 61233 | 6°8 35793 | 665 77768 | 672
496.86 606 617.72 | 626 36489 | 664 7926 670
5005 640 62042 6438 38349 693 80531 673
5C233 | o647 62221 | 662 39357 | 666 817.12 | 666
51554 | 600 62356 | 665 2000 | 672 24415 | 676
gg’g; g; gggig gg‘; 41525 | 666 84807 | 666
- - 4304 | 725 97089 | 892
521 45 639 62984 | 634 =
52554 | 613 63163 | 630 :;ﬁgg ;;g :g;g;g 8%
52691 601 63432 | 622 6iss 1 604
531 600 63656 | 66
53372 | 601 6397 | 609 4891 | 764
391/ | 600 |[ 62238 | 601 0187 | 883
54325 | 602 64373 | 601 91281 | 743
54597 | 622 6£731_| 60 92281 | 807
5496 625 649.1 64 22827 754
551 86 625 65759 | 599 238.26 725
553.22 614 6625 6°0 20186 | 826
556548 | 623 66384 | 600 55639 | 761
5573 624 665563 | 60 566.8 774
558 65 612 66831 | 624 57222 | 774
560.46 623 66964 | 621 5785L | 759
562.73 641 67232 | 622 58712 | 799
56454 | 640 675 631 59253 | 796
5663 639 67678 | 627 59838 | 784
569.51 632 67901 | 620 31098 | 755
971.77 629 68168 61 526.25 812
57538 607 684.35 607 533.43 763
57674 622 688.36 6°4 545 .52 727
578.09 616 69103 | 603 55080 | 736
579.45 615 71146 | 608 5605 | 738
be2.15 615 712.79 | 599 =
58351 625 71412 | 609 177%019 ;iﬁ
55621 628 71589 | 605 8655 1 725
58757 629 71811 | 604 e <
58892 638 72076 | 604 39363 1 713
59027 | 652 72298 | 601 39992 | 687
59298 | 648 97046 | 1011 10746 | 706
59568 | 645 107628 | 801 71412 | 733
55638 | &30 72165 | 710
599 73 542 74111 | 680
6C2.43 638 74553 678
6C3.78 628 7192158 686
60648 | 614 7596L | 679
6C9.63 613 76712 | 674
(a) Al-Al (b) Ti-Ti
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6.5 ERMHOBEL—YBEROTIL—LEELZOELDOIASTHER,
BEUENLICRIET REEREOELE
T2 DYRPEERE T Al(L)-Ti(F)EBM O L —V ERQREZITV, T ORFICREA
LT N— L% @mRECT A NA T TRE L. 2OHRT-FERAL N EHET
O T N — PG LN HBIERE R A £ & T Fig. 6.6 [R5 IEEEEE 10 m/min
THRAELZ B 7 L — A1, B4 T, &I 1 mm ORWEIRTH - 72,

P:1kW, f[, 0 mm A](upper) -Ti(lower), 0.3 mm'-0.3 mm!, Frame 25,000 ﬂs,
4575 3 575 Frame 575 Frame
v Top side
Bottom side plume
10 spatter w/
m/min o =
Bottom side
| 2mm b 1852 Rec 25000 Shutier 100k [ RCEA]
(b) +0.04 ms
Frame
Bottom side
, plume and .
v spatter Top side
/ plume
30 y
m/min -4 -\
*  Bottom side
. plume
2mm c 25000 Shuter 100k mc GX-1
(d) 0 ms
30 3090 Frame  +00001570 B02 9:57 7930 +00001571
w
P - Top side
ottom side
lume
50 plume and / :
m/min + spatter
2mm b 1852 25000 ‘SﬁL;ﬁerJ U nac GX-7 852 250 852 25
(g) 0 ms (h) +0.04 ms (i) +0.08 ms

Fig. 6.6 Comparison of high speed video observation results of plume behavior during
laser lap welding of Al(upper)-Ti(lower) dissimilar sheets made at various

welding speeds.
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Fig. 6.7 Spectral emission intensity of plume induced during single-mode fiber laser lap

welding of Al(upper)-Ti(lower) dissimilar sheets at various welding speeds.
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AT DHDE =N OBGLNTEY, Ti FIRORFERNEDHER ST, A8

HEE 10 m/min TS O 72 FEL O30T OFE R TIE, MW E— 27 XA 6780
D, ARNWE— 7 ZEE LTEREE, Al & Ti OMFOILRBHER I N, EHEE
FE 30 m/min LA ETO EET N — D& 3T D &, Al OBOFRED RS,
Ti D — 7 IfER SN oz, —JF, THITAl & TIOmMAENREENTND
T ENHERR STz, F 7z, Fig 6.6 THhnd X 912, EHERENEEVIEE FEo
TN—LE ARy ZEITEML TS, 2RI ES T, BEEEENEHVIZE T
DI ANRT MVREIXE L 2D 2 LRI, FHIcs W TRAELE
ARy ANENGE, TORHART AL LbND K92, G ERAeR
DURDO AR ML biesie,

PLEDRERN G, Al(E)-Ti( F)DBMEREE T > TR ET 57—

ITVRBEE FE 23 LB IO G (10 m/min) i B R C AL E Ti O B — 27 D3R
R, Al & Ti WFIET D008 b-T=. —J7, WEHHE 30 m/min LA (2@
e, T =D SHTTIEZ Al DT N—LDHRT Ti OB —7 TR S
Nigmoiz. 728, FHORNITIT AL & Ti O FOEETENEGENTND
DR STz,

Al(E)-Ti(F)EM O L —FEREHETIE, EHOT I — A2 Ti B8040 7
<, TOREFEHEETSHIEKTFTDZ E0nbhoTz. —F, THIKE, TiE
TR Al BB SN, Lo T, B3R EFNITHED 7 — 2 0ME I
Al DTN ST Z ERHERIND. T70D5, AlOZAIIZLY TH T @ Al
B ~OWEHA 2 B, B AL &KL B & T OmGIcER L & HE
HIh5.

AL-Ti 8D L —PFEEHE R DRl 2 ot LT2RER, Ti U v FEi~0 Al OFH
BN ALY » FEHA~O Ti OFEEL Y 2o B HIL, F—h— I8N TRAE
L7z BB AL OZ&FED TE Ti OZ&B A M2 THFHIRAL, T TICEREI
Tl ThDZ MBS Tz,

Ti( b)-AL(T) B8 O L — W EHQEEE & x IR R TITV, 2 ORFICHAE
LIz N— L@ E T AN AT TCHE L. 2O T—FEHLIWEHRET
WO T N— BN E LN TR Z £ & T Fig. 6.8 [Z7~ 7. I8 H2HE 10 m/min
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HUMEE Z N 2RI T, BEO 7 V—MIAAT, FH~DARy
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LU EDFERD G, Ti(R)-AI(F)DEM L —FEREEDOLG, Al & Ti OWJ;
DELKNDNENEN ETICEHT I EEZ LS.

-123 -



lower), 0.3 mm®-0.3 mm', Frame 25,000 /s
FARE 61957 Frame +0 2 3
Top side
s / plume
10 4 3
m/min . .
Bottom side
plume
2mm Shutter 100k Shutter 100k
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Fig. 6.8 Comparison of high speed video observation results of plume behavior during
laser lap welding of Ti(upper)-Al(lower) dissimilar sheets made at various

welding speeds.
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Fig. 6.9 Spectral emission intensity of plume induced during single-mode fiber laser lap

welding of Ti(upper)-Al(lower) dissimilar sheets at various welding speeds.
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Al(upper)-Ti(lower), 1.2 mm'-1.2 mm', £: 0 mm , Frame 25,000 f/s

(/02724 1410, ) Frame  +00001487 4 14:1C Frame  +00001493 302724 1410, ) Frame

Top side
/ plume

P:2xw Bottom side
v »

30 m/min Bottom side
plume

2mm er nac  GX-1

911165 Frame  +00C 3 7911165 -3 0 26 B 911165 Frame  +000

Bottom side Top side
plume and
spatter
P:2xw
k2
5 m/min
2mm GX-1
Top side
. Bottom side
P:lxw plume and
v spatter
3 m/min
2mm 03 100 G)r,g e 3 c 2 J 5 GX-1

(i) +0.08 ms

Fig. 6.10 Comparison of high speed video observation results of plume behavior during
laser lap welding of Al(upper:1.2 mm')-Ti(lower:1.2 mm") dissimilar sheets

made at various welding conditions.
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> Frame 0
Top side 5 : 'Top side
spatter ™ . 5 / plume
P:2kw “’. > = "—’
v
30 m/min
2mm Shutter 100k [ ERCEA] Shu Shutler 100k
(a) D ms {b) +0.04 ms (c) +0.08 ms
Top side
/ plume
P:2xw ~ Bottom side *
plume and
v spatter -k , .
5 m/min ' '
2mm > i tter  100% I.lc
(e) +0.04 ms (f) +0.08 ms
5 Frame  +00002749 50 B3, Frame  +000(
Top side
/ plume
P:liw -» ® ¥
Bottom side
v plume and )
spatter v -
3 w/min e ‘ 3
2mm = el Shutter 100k |[FIETEEENEY < Shutter 100k b & Shutter 100k
(2) 0 ms {h) +0.04 ms (i) +0.08 ms

Fig. 6.11 Comparison of high speed video observation results of plume behavior during
laser lap welding of Ti(upper:1.2 mm')-Al(lower:1.2 mm") dissimilar sheets

made at various welding conditions.
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1.2 mm&-1.2 mmt, P:2 kW, #: 5 m/min, f;: 0 mm

18000
12000{485.44 Ti| = 16000
Bl =
Emuoo.488.1aA Z"-"ﬁ @-14000- 2 _
s E o2 5 12000 y =
§ w000+ <S4 g D&
Al(uppen) |3 8o = ot PR
- ‘g 6000 =8 r\'&t‘-;-_ 3 goo0| F =7
- =
£ 87 °"'§g<< 2ol F 3
Ti < 4000 : BIRE g g9
1(lower) s &3 w0l ¥ 3
2000- "’ @
2000
400 450 500 550 60D 650 700 750  80C 400 450 500 550 600 650 700 750  BOC
Wavelength {(nm) Wavelength (nm)
(a) Top side plume (b) Bottom side plume
_ z E - E
18000 F T: F 12000 F _ =
< 0 3 - < w0 T
16000 5 g FE o o
o 10000+ 8- _9 .,—;g o
~.14000 %] _ — T o8 FEao d
2 e 2 S-TEB B
. S 12000 0 5 3000+ _f| © e
Ti(upper) | 8 i 8 Eh _g <1
100004 _ < = Q-
2 &= 2 6000 8 2o
- 2 5000 ® g - r:§ 3 82 E
- W o A
Al(owen) | £ w00 E3 g Zun] § % ‘ o
o] g ¥ i
2000{ ¥
2000 .
400 450 500 550 600 650 700 750  BOC 400 450 500 550 600 650 700 750  80C
Wavelength (nm) Wavelength (nm})
(c) Top side plume (d) Bottom side plume

Fig. 6.12 Spectral emission intensity of plume induced during single-mode fiber laser

lap welding of Al(upper:1.2 mm")-Ti(lower:1.2 mm') and Ti(upper:1.2

mm’)-Al(lower:1.2 mm") dissimilar sheets at 2 kW laser power and 30 m/min

welding speed condition.
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6.7 SUTNE—FI7A4N—L—HFIZLZEEREMEREERE

AEHITIE, WEETIZHELNTE/REREND, VoI NE—RT7 74 =L —F
2R 2 EH B EREEEEICONWTELET 5.

FRIZ, Al & Ti OEMIZH LT, @l L —PRESRZ8ET L & BT
PN EAT -T2, ZOFRERMNS, L—VEREEEE AR L, oK
% Fig. 6.13 |2/~ 3. (a)if Al(L)-Ti(F) THEHZEE 2 5 m/min LLF & BWEEET
HY, (b)F L)L Al(L)-Ti( F) THEEHEE 10 3 KO 50 m/min, (d)F LV e)
X Ti(R)-AICF) THEEEEE 10 B L V50 m/min DA EFNEFRLTND.

FF, QDEHERE 5 m/min DL T OEE, Rl A<, ER <l b
WD Al & TR Ti ORISR T2z X <IRE S ey 7248 M1t
AW DEES B ORI AR LT W e OB R IICEIN A A L.

(b)B L ()P Al(L)-Ti(F)DEA, AL MIOERMNIA L, HENELS 25 &
RIS 72 o TR o T A, L—VHBR 7V — A0, HENEWGE,
HEL TS, —F, BEEE CIEEROF —F— VR ERMOICE®RT 5720,
TN—DLE ARy ZPRRNEEZLERENVEENRBVEZ LEZ TS, &5
(2, 50 m/min OEHEHEE DG A1 Bl 7 /b— 5T Al TTERD AT MLV DR
H SN, WEEREASHWEAIT TR O Ti RKS B LI WoR#ER SR
To. Al DZEFEINEL L, F—AR— L ZBE LT TIICEEBEINTWD &S 7.
Al DEEEITEBERE DR NT E DD, —T, Al ~O Ti OFEITD 72
VY. BN CIE, EEW Ti 28R AL IRIVAA TV D, FOILAT &
IHERBWNTTRZ . RIS, WInLh ALY »FEE Ti U v FE O ST es
THRL L 7T 8 M LB ORI & IR b i 7= B R Sy, 2
DOFNTIRBER L HSFNE O A XL BT 5. WEEEE 10 m/min DY
A, EHE— NIV EOENNHEAET D 2 L AR I,

(DB L R()D Ti(_L)-A(T)DHE, Al(E)-Ti(IZHRT, A,
B, WENELS 2D LREHIIES BT o TEL 2o TW5D. E#o L
—WFHE TV — A0F, A(E)-Ti(F)ICERT, K& THD W, HE T,
Al(B)-Ti(ITHART, T—AFREWR, Ay X i3b7en. F, FKifli
EHE T L —LITWTILD Al & Ti OGRS ST, KRS, Al DZEFEDL
L, F—F—EZBUTCTICEBESIL TN D, AlO Ti~O FEEE T AL(R)-Ti(T)
IZHARTEZ. Al OEEEIFEEEENENZED R RD. —F, Al ~D
Ti OEEEIIADR0. EENE T OERiuL, Al(R)-Ti(F) D% G & RERIS,
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FO T DSV AVHNZIEALIAA TV D Z OFAVAT BT B N TT R,
RN D ALY » FEE Ti U v FHE O S 7 THR L 7o/ERkE, B
LB ORIEAR & B D VT2 BAR D ERE S 4, Z OMITE R EE D3
FEHOY A RLEEBENEDTS. S5, AR LIEMIZEORE & BN RESR
JESTBIONLEZCIZ LV E DD DR RS T,

Uk, oI Ne—RT757 A= —W|Z L5 EEEMEREE#EICOW
T, L—VEEBSEN LM TE, BFEH O I 7 nilifit s SRELEHDERK
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Generated Ti vapor \

Generated Al vapor
Ti vapor movement

Al vapor movement

Tt

- Distribution of Al to
Ti-enriched zone

o
I

Ti molten pool movement

Al molten pool movement

\C

Al-enriched
Ti<0.7%

(b) Al(upper)-Ti(lower) at 10 m/min

T
L% .
Welding direction
Al+Ti-=> Plume
)

i0.5%

Ti+TiAl

Al 4 AlsTiyg

5
Al-enriched

(d) Ti(upper)-Al(lower) at 10 m/min

AlFTi#~_plume

? Al

(a) Al(upper)-Ti(lower) under 5 m/min

L
b

¥

Welding direction

Al-enriched

: 9
Al o, T1502%

K

Fast solidification f
®
ass .

\
ALTi Al

Ti<0.2%
Al-enriched

- ,’\Spatter

(e) Ti(upper)-Al(lower) at 50 m/min

Fig. 6.13 Schematic representation of phenomena during Ti and Al dissimilar welds at

high welding

Al(upper)-Ti(lower),  under

speed from consideration of material properties;

(2)

5 m/min  welding  speed; (b)

Al(upper)-Ti(lower), 10 m/min welding speed; (c) Al(upper)-Ti(lower), 50

m/min welding speed; (d) Ti(upper)-Al(lower), 10 m/min welding speed; (e)

Ti(upper)-Al(lower), 50 m/min welding speed.
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6.8 &8

ARETIE, AL-Ti RO A BT U Ol ESEEEZITV, BB O
RS 2 I 2720, IR ORI O %), L —YFiE 7 v — LD %HE)
BXOAAR Y X ORARMEZBE L, T—DDORNES 25 Noikc XY
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PREIZ DWW THEE L, B o EREERE R RETHEO BT ORENME, B
PR L OB OWEDOREBIZONTHLRE Lz, Bon=fimidl To
WY THS.
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AT S ToRE R, ALITIER 0.2% AR O Ti At S, Ti lTZn 26
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L AL 23 EARO T Ti S EAROGE L VIR TR, KEo7z. FFig,
F— R — /L IR PEEE 10 m/min 38 X TOV50 m/min (2B W TCHFIZZE TH D
ZEnBlgEI k.

3) Al-Al & Ti-Ti ORI EREEZIT o TR, Al-Al O L —FEEBERFIOR AT
HERMTOTN—LNIEREFT SN TVWHEATHY, Ti-Ti OFm~7
N—AFHDLTELN, AL rvme LTRSS, RSSO D A
7 MVEBT. ZOAT RV, AlR)-Ti(F) D BA L — PR D45
FEROREB L L TRV,

4) Tl x OFEEEERE T AICR)-Ti(F)E2M O L—FERQEEZITV, £ ORHIRAE
LT N— L@l EET 4 AT TRE L. BHEGEE 10 m/min THA
L7z EF 7 v— 203, (67T, B3N 1 mm ORWEIRTH-72. —F,
TEIIINENT = LD ED ANy HZ RN LG I TR EEEEE D3
FETFEOT N —5E 2Ny ZEFWINL TWAED, EEOF L—L3dhE

DEDLT, ANy ZORHELDIRNT LRI N,

5) Al(L)-Ti(F)DBM ERIEREZIT - 2RI AT D 70— NTIERE TN

REGHIIT B WSS (10 m/min) X B RET AL & Ti O B — 27 23R S 4, Al &
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7)

8)

9)

Ti DMFET D Z Enbrolc. —F, WHAEE 30 m/min BL EITHWGE,
ST — B DS NSHT TIXAID T I — A DB TTi OB — 7 IR S/
Mol 728, FEHORIEIZITAL & Ti O TOEETENEGENTNDHD
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Ti(_R)-Al( D EMEREEED FE T V— D507 — 4 T, Wit
H AT MVOFEENMEV., F LT, WEEHENHEMNT 5 & A7 hroy
— XS HIZHHL Y, SRR EEL o7, £, Ti-Al OEM L —HPE
REBEOEE, Al L Ti O G ORLINTNEN ETFICEH L.
JE & 1.2 mm OFRENIHR LT L —IC X 2 il Bbf o Emia s A i« e
S CIFM Lo, Wb BB LT O 7 — A7 H TN AR
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Fﬂﬁwﬁn,iﬁbfw —5, M F?i%ﬁ@%—ﬁ—wﬁﬁ
RENZEIBTHTD, FI—h b ANy BN X L RE WL XY
zLﬁ,_oTW\é{*WHW?%Tj:EDWHﬂ@%\AWﬂ IZIAVIAA TV D,
FOWAVALBITEERN B NI NL . £72, Al OEENEL, F—h—
Nl U T THCEE ST D Efr Sz, Al O FEE SIS EaE R A E
WIE ED 2L TeoTz. —, Al~O Ti OEETD72h-7z.
Ti(_ B)-AI(F)DHA, Al(L)-Ti( )W EERT, @I, 728, HEN
WL 72D EVEBMIT S DI 2o TREL 2o TW D, Lo L—VHiE >
=20, KESTHI W, BEH T L—HIRE WD, Ay Z 370,
R PN C OB RAVE, EV Ti 8V ALNZIRIVA AL TWD . Z Dt
ADERITEEDBN T NS, £72, Al ORENEL, F—h—/LE&@EL
TTilCHEES TS

10) ULk, v e — K7 7 43— L —FIC L 5 @EiE B ERIEEEE IOV
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F7E BERE EREL—YVICLKI2HHRO>=HER
SHMDERBIE

1.1 #8

Do E INTZERITEHM & Do M OYMEDZEIT L > TERMEBED R & A
T ENTE, BRI RICRETHD. FrlZ, BEHEER T fED
NTWBHEND - EHIROLA, HENOWEAITK 1180 K (907 C) T, #LDFEMS
1811 K (1538 C) X WKW 7=, ZDOENQRHERHIIL, ER o= RiEE D
EHIAFAET DM D > R EROWRIEE TARIET 50T, HRliZiTimen
ARRUTERTKBIC L 2R ey T 0 (v b)) BROARYZIZE DT o4
T 4 VIR EORBER MG REAT H. A ETIZ, D o K 2 Bt EEEE
IZBET D HF9EI3Z < OBFFEE B2 & » TiThh, HTE, WRECE v v 7 &%
52K o TREFREHEMTFOERNAIRETH D Z 0L TEY, 20
L— PRI EALENTWA. Fig. 7.1 [CHEBIHE L 20 R 7 EZ7 03, diéh
Do TR D 2 FERE 3 KHEROEENPMLETH Y, 2 HERICK L TILY
T— b L—PREMEA SN TS, 1L, 3 KEROU T— b L—P
FEIZOWTIEZE ORESLNBEE S LTWD R, HARTIEEAB2 722, UE— |
L—WIZ X0 3MERQEEN AR AU, B OEE TENIEME CHEL 2D,
HENEPEZE T TlE < ZL< OB THLHEANEEIC 25 Z ERMfF SN S.
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HEN D - TR O L —V EREE TIE, BRE (gap: ¥ v ) OEBICL

D BIFIRESEEERISTER T 5700, RIARANR Yy ZRFEL TR T 40T &
T4V DH DRI N T S, #hD o X 3 FeERO Y £— K
L — IR 2 ek L C b LE RIS OF DS W /2 726D, AARTILE
LB 2k 5 TH 5.

ZZTARETIHE, £7, MiE—2BOV 7NV E—RT7 7 A4 N —L—F%H
WTHEER D © Z IR D 3 BEREHEZ TV, £ OFHEMEIC OV TRET L T d.
ZORER, REFRIEHERESDLZEDRNETHDL I EBHHRINTND., £
TRIZ, TAAZL—PFLEDAT v~y REFERIZED, difhd > ZHIK
3MEND Y E— F L —PEHEMEIZ OV TEEMICHRET L TV 5.

T4 A7 L—WEETIE, £7, Wih) o X0 WK 3 lEROEHEAZAT
W, BEEE— REONEL, TEAATERE X ORI ORA ORI KIFET E
XY v TOREBIZONTHF L, Highed o X 3 ERD L — gL
BT 21D OEMMRAERTND. ZLT, L—VEEOE=X ) 7k
FOERECT AU AT &AW TR R mBLEE 2 FIRFICITY, BHEBE % 30
T AL Lblz, F—FR—AEELE=F 7 ERLOMBICHOW TR
L. ThoDE=4Y T EGOMEGRE LOREEET AN A TIZL 58
ERE IR & BT, R R K8 AR DYSHEBLG: L 5HE(E 5 & OMBEZ I LM T 5.
Bl 21X, HEOABFFERTRBE R MO AEDRR L TN DI RITT L — RIS
e Xr v TORBIZONWTHDLZ EITEETHD. FrT, BEHERRORAIC
DNTIEZOMRMNEETH Y, KPR EBET L ENEETHD.

Z ZTAETIE, #fhed o R 3 MERICH LTI I LE—R7 74
N U —PEEETTIT 4 A7 V—PEEZITV, BRI C OB R
BEOEEMEIZOWTRETL, Highd - X8 3 FERD U E— b L— P iEH:
BB O L RN REE RN EZ ] S0 T 5 2 L2 BNCT 5.

72 ERAME EBREEHEIUERBRAE

AT CHEH L7723 EHE, Table 2.3 127 L7728 918, AREMN 0.65mm, 1.2 mm,
1.4mmBLEUN2.6 mm & F/p DML D - X480 SP781 Th 5. HEIOMAET DO
A E L TNE—RT 7 A NN L —HFBILOT 4 A7 L —WEEIEE O
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Laser head [s'm"",,f,',‘,ﬂﬂr e ]

Pmax : 2 kW
A : 1070 nm

Ar shielding gas
BPP :1.05 mm"mrad i@,

~

ngle-mode fiber faser

PG & .

Yb Fiber Laser (o)

YLR-2000-SM o]

Fig. 7.2 Schematic experimental set-up and arrangement of specimens for single-mode

fiber laser lap welding of Zn-coated steel sheets.

Optical fiber

Core diameter Laser scanner head

Max. Traveling Speed
(£10,000 mm/s)
Focal distance (281.5 mm)

Spot size (¢300 pm)

Max. power (16 kW)
Wavelength (1,030 nm)

(illumination for
camera)

Al

High speed camera |

Fig. 7.3 Schematic experimental set-up and arrangement of specimens for observation of
keyhole behavior and spattering during disk laser lap welding of Zn-coated steel

sheets.
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HAO2KkW S v PV E— R 77 A NR_R—L—HF L HERKEST16 kW DF 4 27 L—
PTHY, EHAAETOARy MITZENZNK 28 um B LU 0.3 mm TH
H. VY ITIVE—RT 7 AN— LR, i o kA AT — RIC
BEL, L—W~y REZREND 10 EIT TITo72. T OEEESI% Table 7.1
(RT. IR E A REP I A b S CIRA L.

Table 7.1 Conditions for single-mode fiber laser welding of Zn-coated steel sheets.

Laser power, P 1-2kW
Defocused distance, fd 0 mm
Welding speed, v 25 - 150 mm/s
Incident angle 10°
Upper gap 0.0-0.1
Under gap 0.0-0.1
Shield gas (Ar) 35 £/min

—J, T4 A7 U—VRET, W o kA AT —Y EICEEL, L—
PRAX YT~y REBEEICL7RE (RS :07) T Table 7.2 ([T JIEHESAM:
Tiiotz. F, BEEETA AT ERH, L—FEETORE & EmOR
Al 10,000 F/s, 7'/L— LZ8@E % 5,000 F/s TEIZ L=, BEOHLE, a7
AL TEEHEET A h A 7% L LT-.

High oD - Z R D L — P EH QBRI GDOL L BBGHto®s =4V v 7%
1oz, ZOEBIRNOBEAK % Fig. 2.12 (/R L2 X 212, BWEICERE (¥
v ) BRRTTZ 2 M0l 3 ERHES O - THRERICH LT, T4 A7 L—PR
BeaATv, L—9 &l R ORI 65T 5 Aot KO L — YK
SPObomEEZ L a—F =l ko THIE (E=%) L, RRICEEREET A A
TR DEHEBIG OBIR 1T o 1o, AR EORERIEIZHWD 7 + B
T A F— RO NERERESY Fig. 7.3 12737, L—VHEREI7LV—2%5
TR S B DB YERE OWEIL, FA /Al v/ IT7—%2FBLTE-
HD D Bl o REIT D Z LN TE D EEIEAK 190~900 nm D 58 A J E
THZ LI D. BHFRENRKE VIR ATHCHERICH 57035, DR
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Table 7.2 Conditions for remote welding of Zn-coated steel sheets with disk laser.

Laser power, P 2.5-45kW
Defocused distance, fd 0 mm
Welding speed, v 35 -85 mm/s
Incident angle 0°
Upper gap 0.0-0.6
Under gap 0.0-0.6
FAN ON
it (Typ. Ta=25'C) 07 {Typ. Ta=25"C)
%‘ 06 % 06
= >
: 2 P
n 04 = 04 -
c
2 LT S Ve \
o 03 Hs1226-80} // A\ o 03 /
S - / \ £ Eissssa] V7 \
3 02 T L 8 oz ,/ \
£ " Z \/
5 oM - \\ 5 o[\
0 1 X ke
: % \‘ - 2 \s1336-BK
%50 400 500 BOO 1000 190 W00 600 800 1000

Wavelength (nm) Wavelength (nm)

(a) Visible light (b) Reflected laser light
Fig. 7.3 Sensing properties of photodiode sensors for visible or reflected light.

WMORBEZB 2T L0, L—VFET L — L2 B0 & E DB O
B D OB 2 EAE L ISR T D Z LT 5. LV RGO
FERIEITZ A 7 aA v 7 I T7—CTRE LR 900 nm PLEOYIZH LT
B 1030 nm O/ RSRAT 4 L Z —%i@9 2 L2 L0 RIS 10302210 nm
DORNEZEIT -T2,

- 139 -



1.3 BRHHOZFHMMIMERDI VI ILE—F I 74 NN—L—FBREKR

BRI 2 kW DL I E— RT7 7 A4 =L —FIZ L5l - = ik
3MERDEHE LT, DFRMETITo72. £F, REBIOE ST ELS 1.4mm, 1.2
mm B L N0.65mm TH Y, BRI ZEAME (f;: 0mm), EHEHE 50 mm/s
BLIOFYy70mm & LTL—HNZZ I ERNOERREEZTo 7.
Z DFEFR % Fig. 7.4 12759 kW 05 2kW O L—F ) CIA#E 21T - 125 17,
FIBEEDNATRE TH D0, WT IV B BIIC R v o7 ¢ AR L. 72k,
V=) 2 kW THEE L2 E, Kl - Bilm & b IRNICRBEREEE — R
BEFEOLND Z ERbhoiz.

v. 50 mmy/s, f3: 0 mm, Gap : O0mm, 1.4mm!'-1.2mm!0.65mmt

Laser power 1 kW 1.5kW 2k
Top surface

appearance of
weld bead

Cross section

Bottom surfacc
appearance of
weld bead

Fig. 7.4 Top and bottom surfaces and cross-sectional photos of lap weld beads
produced in 3 zinc-coated steel sheets without gap with single-mode fiber
laser at 1, 1.5 and 2 kW power and 50 mm/s welding speeds.

gD o ZFROREI R I 2 ERNE (f:0mm) & LTEy FLTL—HH
H2kWBLOF ¥ v 7 0mm & L, BHHEEEZ 25 mm/s 7225 150 mm/s £ TE
A TCL—VEREEZITo 7. TORR%Z Fig. 7.5 127”77, 25 mm/s & 50 mm/s
OMETIE, EREENARETH Y, 100 mm/s 35 L OV 150 mm/s OVEEEHE T
IXEB I BB L, VEEEEEE DS EE EIEE SN L2, W Oz
WEIZB W T HIEESRIIC R 1 7 ¢ BAER L TV DRI RS Sz,
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P:2kW, Gap : 0 mm, 1.4 mm'-1.2 mm®*-0.65 mm", £3: 0 mm
Welding speed 25 mm/s 50 mm/s 100 mm/s 150 mm/s

Top surface
appearance of

weld bead

Cross section

Bottom surface
appearance of
weld bead

Fig. 7.5 Top and bottom surfaces and cross-sectional photos of lap weld beads produced
in 3 zinc-coated steel sheets without gap with single-mode fiber laser of 2 kW

power at different welding speeds.

EO01mm-F0.1mm DXy v 70N HHHE0ND > XAk 3 EREELZ Fit L
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L7 adE 0 01-0.l mm OX v v 703H DA, £l & BROEEE— Nidkt
WAORBE CH - 72, 25 mm/s~100 mm/s DHEE TH LR R TIlX, Eilas
DARETH Y, 150 mm/s DML TEHPEIAFH DEEHS & e o 7o, W O3
GBI THRE T A IFER L TWRWZ E MR I, L)L, BESRE
(EReE) OBENPARE L TR AT Z LN TET, B — REIEE S
IZHEE SN TWRWNWZ EafERIN. ZUTL—T ARy MK 30 &
X OO T/NIWT, EEFEIE 2 NS <, 0.1 mm OFREZ LD 5 DIZ+43 721
S BB SN ool Th D LHELR IS, LEER-T, BRENRH 5
BV — P e — AR B BERBHERMFO—D2TH Y, HUlRE— L% H
HTLOVENDDLZ EDRDND.

PLE, #ighd o il 3 MERO L —VIRELE S ITIET— R T 7 A /3—
L—HFE2HN T TR, Fv v 7 0mm TR 7T o mBEL, Fv v
701 mm TITEBIARRE L 2 D SN TW R WEFTDEER SN, b0
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P:2kW, Gap : 0.1-0.1 mm, 1.4 mm*-1.2 mm®*0.65 mm!, £;: 0 mm
Welding speed 25 mm/s 50 mm/s 75 mm/s 100 mm/s

Top surface
appearance of
weld bead

Cross section

Bottom surface
appearance of
weld bead

Fig. 7.6 Top and bottom surfaces and cross-sectional photos of single-mode fiber laser
lap weld beads produced in 3 zinc-coated steel sheets with gap of 0.1 mm and

0.1 mm at 2 kW power and different welding speeds.
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(a) (b)
Fig. 7.7 Cross sections of lap weld beads produced in 2 sheets (a) and 3 sheets (b) of
Zn-coated steels with gaps at 3 kW laser power and 50 mm/s welding speed,

showing underfilling on surfaces.
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P:3 kW, # 50 mnv/s, f3: 0 mm

- 2.6 mm*0.65 mm', Gap: 0.2 mm

1.4 mm*-1.2 mm'-0.65 mm', Gap: 0.1 mm

Bottom surface

Bottom surface

Top surface

‘1 Keyhole

Top surface
Keyhol z

Keyhole

Fig. 7.8 High speed video observation results of keyhole and spattering behavior during

laser lap welding of 2 and 3 sheets of Zn-coated steels with gaps.

P:4.6 kW, fg: 0 mm, Gap: 0.1-0.1 mm, 1.4 mm*-1.2 mm*-0.65 mnr
Beads
Welding Top and bottom surface Cross section
speed
25 mm/s - ?, gﬁ;;i;- —
oncavity
5mm h v
Under ﬂlﬁ
55 mm/s
Smm
95 mm/s
_—_—

Fig. 7.9 Top and bottom surface appearances and cross-sectional photos of disk laser
lap welds made in non-coated steel sheets at various welding speeds.
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V=355 mm/s, f;=0mm, Gap : 0.2-0.2 mm,
1.4 mm' - 1.2 mm' - 0.65 mm'
[kl\:V] Top surface of welded bead | Bottom surface of welded bead
25 I . ma K Sr T T ERE3h e T
(a) Top and bottom surface appearances of laser welds at various powers
P=45 kW, f,= 0 mm, Gap : 0.2-0.2 mm,
1.4 mm' - 1.2 mm' - 0.65 mmt
[m;ls] Top surface of welded bead | Bottom surface of welded bead
o | e
L
85 R R T Y e SR Y

(b) Top and bottom surface appearances of laser welds at various welding speeds

Fig. 7.10 Top and bottom surface appearances of laser welds in 3 zinc-coated steel

sheets made at various powers and welding speeds.
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Fig. 7.11 Cross-sectional photos of laser lap welds made in 3 zinc-coated steel sheets
with different gaps at 4.5 kW laser power and 55 mm/s welding speed,

showing formation of weld defects such as underfill and porosity.
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P=4.5 kW, V=55 mm/s, f;= 0 mm, 1.4 mm' - 1.2 mm' -0.65 mm*

Gap Top surface of Bottom surface of X-ray inspection
[mm] welds bead 3mm welds bead 3mm results

0-0

0-0.1

0.2-0.2

0.2-0.3

0.3-0.1

0.3-0.2

0.4-0

0.4-0.4

0.5-0.1

0.5-0.4

0.6-0

0.6-0.2

T i

Fig. 7.12 Top and bottom surface appearances and X-ray images of laser lap welds

beads made in 3 zinc-coated steel sheets with various gaps.
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Fig. 7.13 X-ray transmission observation results of keyhole behavior, and bubbles and

porosity formation during laser lap welding of 3 zinc-coated steel sheets without

gap.
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Fig. 7.14 X-ray transmission observation result of keyhole during laser lap welding of 3
zinc-coated steel sheets with gaps of 0.1 and 0.1 mm at 4.5 kW laser power and 55

mm/s welding speed.
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Gap 0.4-0.1 mm, Fan OFF, P=4.5 kW, V=55 mm/s,
fd=0mm, 1.4 mm'-1.2 mm*0.65 mmt

|
Visible light (V)
Reflected laser(R)
2t
wn
c |
(0]
-—
€|
(V)
(R)
0 0.1 0.2 0.3 0.4 0.5 0.6 07 0.8

Time [s]

(a) Bead surface appearances and corresponding monitoring signals

Time A B C D
Image t=211ms t=353 ms t =496 ms t=593 ms

-

Plume
10 mm ‘

Pool

(b) Observation results of plume and molten pool at timing marked in (a)
Fig. 7.15 Weld bead surface appearances with monitoring signals and high-speed video

observation results for 3 zinc-coated steel sheets with 0.4-0.1 mm gaps.
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Gap 0-0.2 mm, P =4.5kW, V=55 mm/s,
fd=0mm, 1.4 mm*-1.2 mmt-0.65 mmt
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Fig. 7.16 Weld bead surface appearance with in-process monitoring signals of visible
light and reflected laser, and high-speed video observation results of molten
pool behavior and spattering during laser welding of 3 zinc-coated steel

sheets with 0-0.2 mm gaps.
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Gap 0.5-0.4 mm, P=4.5 kW, V=55 mm/s,
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Fig. 7.17 Weld bead surface appearance with monitoring signals of visible light and
reflected laser, and high-speed video observation results of molten pool during

laser welding of 3 sheets of zinc-coated steels under 0.5-0.4 mm gaps

condition.
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Gap 0.6-0.3 mm, P=4.5 kW, V=55 mm/s,
fd=0mm, 1.4 mmt-1.2 mm®*0.65 mmt

Time A
Image t=175ms
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Fig. 7.18 Weld bead surface appearance with corresponding monitoring signals of
visible light and reflected laser, and high-speed video observation results of
molten pool during laser welding of 3 zinc-coated steel sheets under

0.6-0.3 mm gaps condition.
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Gap 0.4-0.4 mm, P=4.5 kW, V=55 mm/s,
fd=0 mm, 1.4 mm*-1.2 mm*0.65 mmt

Time A B C
Image t=237ms t=408 ms t=524 ms
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Fig. 7.19 Top and bottom weld bead surface appearances with monitoring signals of
visible light and reflected laser, and high-speed video observation results of
molten pool during laser welding of 3 zinc-coated steel sheets under 0.4-0.4

mm gaps condition.
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Gap 0.2-0 mm, P =4.5 kW, V=5 mm/s,
fd=0 mm, 1.4 mm*-1.2 mm*'-0.65 mmt

Time A B
Image
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surface
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Time[s] Visiblelight (V)

Reflected laser(R)

Fig. 7.20 Top and bottom weld bead surface appearances with monitoring signals of
visible light and reflected laser, and high-speed video observation results of
molten pool during laser welding of 3 zinc-coated steel sheets under 0.2-0 mm

gaps condition.
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Gap 0.1-0.3 mm, P =4.5 kW, V=55 mm/s,
Jd=0 mm, 1.4 mmt-1.2 mm'-0.65 mm"*
Time A B
Image t=520 ms
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Reflected laser(R)

Fig. 7.21 Top and bottom weld bead surface appearances with monitoring signals of
visible light and reflected laser, and high-speed video observation results of

molten pool during laser welding of 3 zinc-coated steel sheets under 0.1-0.3

mm gaps condition.
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HEZEZLND.

2) Al REBF TN L 7= SoF O AR T T B, ALTi, ALTi, TisAl AlTi 72 £ O Ma5s
BB LA ER L TWDDORER SN, S HIZ, Al-Ti O -
B OB ARG ORI~ VT WA b Ti Mk Bl ST,
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3)

4)

5)

6)

7)

Iz

3
X

Al & Cu DEM L —VEBDGE, WHAEE N HWIE BRI EE Y D ARk
=R L, Al & Cu O&RALAE WD ER T 5 FEI S O IECR & L TARL
THEINT/D T LR INTZ. 7ok, EDX oMTIC LD &, WHEHE 50
m/min THVEOGBRIEEVNFIET 5 Z LR R I,

AL-Ti DO L —HFRBENEIZONT, T4 A7 L—FEHNTHAX OFMET
Bt LSRR, 1A EDYE, Ulie e b, IWERNEECTH-T-. ZoH
T DIV ) BAF 7RSS E C O e — FREICHIN GO b,
T A AT =TI, BE—2BRRKRENTZH, £ 10 m/min LL EOEE CHE
RIEHENTE T, (ERCX s IT g s ma L.

VU NE—RT A R—L—HFE, B ABNNEL, BT —EBEDT
O EREEENTIRETH 0, BN O AR WIS O/ERE TX, 5liEE AW
BR T O A Al RIS Z 21Z E @ EMRFOFER b EETH 7. 2D
FERNG, BMEROBREEA L —F L L TE—ARO/NS W L —F R E
NTW5D Lfllr S,

BIE 1.2 mm @ Al-Ti £7203 Ti-Al EERIZE T 5 L—VFEQEZOLA,
Al(B)-Ti(F)® 5 m/min DL T OAKEEEE T, TiIOEmEIZEFARAEL T
eh, mEETIEHENDR LN o TWe., —J, Ti-Al DA, Hi
TR Y — RREICEBWTIRO bR hoTo. ZORREY, RSEHTHE
BIVTZIRBEER TOEFUL Ti-Al O 528 ALTI LV Z 0 Iiz< WZ EAVHBA L
7-.

BE 1.2 mm @ Al & Ti OB U —F EREFEO SR ARTRE L, Flhn
AT D EARND, BENORNGAEITENZ ERDbho T BRI VTN D
Al B OB IBH TR Z > T2, 2T, Ti B2 A0 IAATAER L
ZTi & AlOFEAFHETH Y, @BECEMNFET 2 ELLND. K
Wit Al e BN Z N 5720, @REMFFOERMNFREE 70D 2 & AV
BL7-.

FHO6TETIE, Al & Ti OMAEE O FM EE E AP O PR 2 15 2 i
T 5 LIS, WP OBRMOET), L—YFHiE 71— AOEBER L UARR
Z OFERIZ ERE CT A TRIERE L, 7— ADIENH) & 53 HTEIC
DIRE LTz, $RIZ, bR XOTHRROEHEL - 785858k L ORESRE DL

BEHHC OV B LTz, S DI, Sb o f i RICKITTH B0 L F o

~174 -



ENLE, WEHE R XU OWEDOEEBIZ O THRF L, Ry & m
- REL, BEHEBSEZE L.

1)

2)

3)

4)

5)

6)

HE i 50 m/min TRUEID EFLE 2 2L ST L —FIEBEEIT - o fb R,
ALBICIEHR) 0.2%ATM D Ti D3R H S 4, Ti TR 2%~6.7%D Al 235 H
Sz, AVICIZ TI OEHFEENDR20N, TIHNZ AlBNELEEnD &
DI L7z,
WRPZHE 10 m/min 35 X OV 50 m/min C Ti-Al & AI-Ti O 544 B QB 0 IRHEF
DORMEFFHM & F—HR— L DZNENORIK L F#HZ2mEHET AT AT
THE LR, Ti-Al B X O ALTI ORE CTOREIIE, EEHHE I
FEEREEL Y, RENEL oz, 72, AL ERO G Ti 23 B4R
AL VIR TEL, REholz. R, F—F—/VHITEEERE DR
SO T HICEETHDZ ER oo,
Al-Ti OB ERIRERFO 7V — LA E B2 L CRIET DN, SRR T —
Z L LT AI-AL & Ti-Ti ORIFEEQE#EZITV, A7 MAT—Z 2L L
7o, ZOREFRITEM L —IEERR O R RO L L THW .
fli 2 DGR T AI(CL)-TI(F)EM O v —FEREEOGE, WHEHED
HWDMEETEHO TV — L b ANy ZEITHML TW =R, BT r— 4
THEVEDLLT, AN HZOFREL DN LRI, R
10 m/min TL—VFRL T N—LD AT "MILORIE LT=. D FE DOy
THTORERTIE, Al & Ti O G OTLEDER I, EEEEE 30 m/min
PLETO BT N—L %005 &, AlOZOFREENR AL, TIiOY
— 73R I N oTe. —H, TEIL AL & Ti OWMAREENTND Z
EDMERR S LT
PLEDFERD G, Al(ER)-Ti( N D B ERQIEHEZIT o 2RI AET H 70—
DIV BEEE DN L A B WSS (10 m/min) X E FEICALE IO E—27 2
B Sh, Al & Ti BNFEETDONRbr-T=. —J7, WESHE 30 m/min L
FIZEWGA, BT — A5G T Al DT V—ADHRT Ti O
E— 73R S oz, 7rE, FTEIOFRNITIX AL & Ti OW ;T OE4w
TENEENTNDONHER I N,
Ti(_b)-AI(F)EM D L — P EHEQEERF I AE LT 7V — L2 B LT R,
WRBZHRE 10 m/min OFMAETIH AL & Ti ORGP LIRS > TEH LTz
TENHERIND. BEEERENEVIEE 27 MLVORBEITED L, EE
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7)

8)

9)

10)

11)

TI—ENLBREEND Al BE—7 OBEBPEZ 5008005, L, Ti
DN AL L0 ZEFEE IR =0, TR Al 28508 B Tl o2& K &= # 2T
Ha7eotEZLND. TEH7T A —HF30NT I H AT ML OFREDK.
ZLTC, WHEEENENT 2 EAXT MLOE—27 133 5I1I285< 720, 4y
PR L 2p o7z, E£72, Ti-Al OEM L—YEREHEOLE, Al & Ti O
W5 DORKNENEN EFICERT 2 2 & 03 iR ST,
ME 0.3 mm O Ti-Al M ERICH LT It — K7 7 4 "= L —HF|C
KD mHERE RS AT o o R, \ERAELE T T 28 Al il
ATERERL, FINORWRBIF2REERTFOFERNAETH D Z &7
OYIEo¥ e
Al-Ti #4R 1.2 mm O L —YEQAFBEEOSLGS, WENEL b L, L—
PHLT N —LNRELRY, AR EINEL D ERNbhol=. L
<, V—%AU~2MN#N%JPSWmn®%§,L%%i@T%@7
N—LOFRNIT Al BEOT HF, MENPLDOLDTHDZ & bR S
To. Flz, ANy ZEGNAHT DAY FAGREEID kmrM%%?ﬁﬁé
b & bR SN,
Al(B)-Ti(F)DHE, Al RIOTERMAA L, HENHEL 725 & ARk
KTpo TR o TWD., L—FFRTV—40F, HENEBENGS, ZE
LTWA. —JF, Bl ClTEmOF—R— /AR RANCERT 5720
TN—=E ANy BRIV EEREVEEIDEEVEALEZ > TWNDH T
&R S AT, R N ER T, BV Ti MRV AN RIVIAA TV 5.
FOWIVATeEITIHED BN TN Z . £12, Al OEENRELL, F—Fh—
JV% 8 UC T ZEE STV 5 LIl S L7z, Al O EFE S IRV Ea A0 E
WEEDIRL D, —F, Al ~O Ti OEEIZD 20,
Ti( B)-Al(F)DEGE, AT \ZHAT, BRI -7, Ids, #HEDNE
72D LI E BT R TRELRoTWD. O L —HFFE T
N—20E, RELSTHL W, EH 7 /V—AFERKREDN, ARy X (370,
RN C O IRAUE, BV T 238 AL IIZHIALAA TV D, 2Dk
FUATPBITHERN BN T RNZ\. 72, AlOERENEL, T—Fh—/L&iE
CTCTilZEE SN TWD Z L 2l L7-.
b, oI NVE—R7 74— L —WIC L5 EHEBMEREEEEICD
WT, L—HIEEBRN O TE, o I 7 okl @Bt eyw
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DAERRIL, B4 ITRDOEEIREZ: & & OREMED MR T X 7=,

FEIETIE, 7, YU NEF—RT7 7 A4 =L —WFIZ LV llighd o ik
D SHERIFEEEITV, WM OWTRF Lz, ZORER, BIFRiasms
/DO ENHETHD LW ST, £ 2T, HiERD o TR 3 fE RIS
LCiE, 16 kW ek T 4 A7 L—HFZHNTE—L A X vy F~y NIT X
DY E— NEHEEEIT 2. LT, #ighd o X 3 M ERQOAEENE, &
R OSE, L — Y RIFORE, BREISIFDOREIT L DWHER IS OV TG
L7z, £z, @HEEET AN AT E2HANWCEERRORMM E L —FFE 7 —
LEBEET D2 LIZR VgD - MR 3 BERD L —PEHEBIZRIZON T
BT, KRBT A —F 2L S THlighd - X Bk 3 feilEd (B
1.4mm', 0.12mm', FXLU0.65mm") BEHEEZITV, FrITART 47 1)L
72 E DR KIET ¥ v TORBIZONW TG L, BAFREHE % /FR
TRHIODEREEFLZ.

i & o ZHARIL RIS & High oD o R OMIED I K - TEMEEH D &
LTCHRTZENTE, BT RICKRETH D, ZOEREHRE, @Hiol
Sl & F DIPHIAAAET D High D - T @R OUERIRE CTARIKE T H DT, Wil
WA TSN AR RICER T AKIAIC L AR T A BIORT V&7 4 V72 E O
BERMaRFEAET D, Hifhd o HR 2 O EBREEIZFEA LN THEHR, 3
KERDY T— F L—PRBIEICOWTIE, BARTO@EAGN/RL, ZOWSL
MEEINTND.

FITARETE, T, ME—LBOV LI VE—RT 74 =L —H¥%H
WTHiER D o T HIR D 3 ERQBEHELITV, TOWHEMEIC O W THRF L. £
7o, TAAZ L—HLEDRAFX YT~y REFRICEY, #ifhd o ik 31K
HAD U ET— N L —PEEEICOWTEEICRE L7z, B onzilimidbl T o
WY THD.

1) HEND - XK 3 BENRDL LV T ILE— R T 7 A _N— L —PFIRBEORE,

O I NET—RT7 7 A= —WFIZ LD - EHEHIK 3 FERD

vy TIRWEEE T2 ORI TITo 1o bR, W OBEEEHEIZIB W
THIEEERIMIZA e T ¢ NERKR L TW DRI MR S .

@ E01lmm-TF 0.1 mm®»DFXx v 7 2HDHIND - XMk 3 K EREEAT
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2)

3)

SRR, ¥ v 7R L TCEE LGS LV ERm & EmofE#Ee — Ntk
BHRRE COWTNOBRESRH THL AR 7 2 1IXAEK L TN &R
WINTZ. LL, BHESROEN AR L TX Yy v 72T 2 &N T
X9, BEE— RHIXE2NICES STV RN L 2ERINLE. Zh
FL—P ARy MENIWTe, W NE L, Fx v 72O LD
IR EE R PHHE SN o272 TH Y, Fx v 7D DRI
XL —FE— AR EEREESRGO—2TH Y, i) v — AR A F
TOMNENDD Z Ebhrolz.
Highed - ZHilfk 2 Bl KO3 ERD U E— b L —FEEORE R,
16 kW 7 4 A7 L—HEE 2 W2 #lignd > S8 2 /L 3 fioxt L <
LWz To 76, WInbREE— NICT v #7 4 VDBJBE L, 3
KEREEOLAIZITERE— FOL— MBIZHMA (T X7 40) M
A LTz, 3 MEREHEOLAIIE— REREICHT VX 7 4 A E L
ZEMD, Fx w702 mm OFMTIL 3 MEREEEO A 2 ERQE
BLOELWEHEr S,
gD - Z ik 2 A E A & 3 FE RIS L TR O 2 SEE e
T AT THELTRER, 2 KE 3KERQDOm G LS, EREOF—5FH—
AN TFEEOXF—HR—NVIVLZELTNDEN, F—Fh— 1 I2ERDOS
MIKERLVEZETHY, ANy XDV A XLERART 3 HEROLM
DN 2MENREY KRELS TENWZ EBRHERTEHDOT, HEHD > ik
SHEREHL, 2HEREHELIVNETHL Z Enbholz.
FHgn D - T 8RR 3 #c VU T— b L — VP ERQIAEEER O SR O F5 R,
iR > E DRV O L —FEREH LT/, WIhbEmICT
VT 4 IVINTERL LHERD o E MW T HIEEE— RICT X T 4 b
MFELRLT W ENHBA L., ORI, SKEROHHHD > X
TR L — PRGSOV DIE, i > XIT k5 HE-FT
1372<, WEICXD2EELHDLZ LRbh ol
Hignd > 8K 3 FeER (v v 7 02mm) O L —IEEICEBIT Dl iEx
EHSRAIFIL, L— Y H 4.5 kW, IBHEEE 5SS mm/s THDH Z ERbho Tz,
VPR EMEIC KT T F v v TOREZRF LCRR, ¥v > 7 0-0 mm
TIE, Frv v IR0, BEIAKNREMESRE A Ny 2 & LTHERX
DI EIC RV EHEBICREWVADEELZ. 72, 0.1-0.1 mm DFMT
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4)

ROREHEERTHDL 2 D, K, ElE b BIREREE— R8I
S, 0.2-0.2 mm OFMFITHBRP BAF REEER R THY, Fv v 7HRE
TELGE IR, REH#ETH T,

VI EOFERI Y, HE 1.4mm, 1.2 mm 35 X OV 0.65 mm OHEH D - & HlER
DL —FEHRQEE T, EEEICRIETS Yy v TORERRKE N 0D
Mmol=. ZLTC, ¥ v 720 0mm TlE7e<, 852102 ~03 mm O&E
IR — FIMERICTX 5 2 L b Tz. —J5, v v 7OaHE
DK 0.6 mm LA EIZREWE, RigHE 705 Z LV LT

F R — VBB X ORIE - RN e U7 ¢ ORI X BRI 21T-
TR 5,

Xro T OIRNHEEND > X HIM 3 K ERD L — PR BE LR, $—
A=l AR T o NEEINT. D o SHRNELR > TV D F—
AR—VER Sy IS HEER D » EEOZAFEHENT L VIR L, ThnKias 2y,

X —AR— PO SN TRRTPICFE LTz, 72, 203D, BHES
JED DFgh D - E 7RI L CTHEHZAK L 720 Zd T AV IA A TRIEN
gz L, ZOIR UKV ES BRI CIIRERFA e T 1 L LTHED
Wil s .

¥ v v 7°0.1-0.1 mm OHFHD > X HiR 3 KERD L —FEEEE 1T o TR R,
XF—AR—EX Y v TORVWEHLIVLRETHY, [aBLiOR a7 ¢
DFRAEITRD DRI o T, FRZ, TR > EBOHHAKNERIEO X
Y v 7%l U COMIBICHEE S D T OIERNIC A B 72 <, RJaER4E L
IRNTeD, R TT 4 HAER LW EER S L.

VLEDFER IV, #ighed o> 8k 3 e ERQD L —FE#EOLA, o ®
RIZEFNEF Y v TDRHDH EZDF v v 7 %18 U THAE LICligh7A <234t
HICHEH &, BERF—F—ADBERIND Z Enbrol. —F, &
BIFOBERTZH T v v TR WEFETIEF —AR—VIIARLE L 2D, &
RENDRIEAFAL, —8, FAHORKERYIAATRELRY, K&
AR TT A BERT DI ERbroTz.

5) Wb - S M 3 BERD ) B kLR O LT A= 4 )

VT EAT O TSR,
O ®Highd - ZHIR 3 WELROL —FEERHICBWT, A0 1 7 rtk
ZE=Z Y U TEF TR O OBFIHIZ L o EBEZ RE 2T T
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WDDMWNbNoT-. I, BELNEI Lo =56, MIRNZ 0
oA (BB OEFREL, BEIZT VX7 4 VOFAE LT
TEBI LA 3 D T T AT (BURGDR) (B 5 MR o Tz,

X v 7N 0mm E/NSWVEFD ARy X PRATHREOESERSR =
2V TGS L OMBEZRANTAER, ARy 2 OFAET DTG
FOEVMEEXIE L TS OBRMER I, @m0 E—271%, ANy ZRF
— R VANLEIROEMARE L LCEH L, Z OBREHEE 5 2 Ak
2D DEFEGH G FIZIM A TR LIz7e & Z 2 b,

REBRX Y v T NHLGEIL, L—PIEER OB E T D D729,
AL BUSREHE) o'=2 Y 7 ERIREL, LT, ¥y v T EiE
STHBELEZ L —FIEIHEBKIGEVIRZ B S S22 0ER’H 5720
IR S, RO EDE=2 1 v 7E5 L LUIRWER L o Tn D
ZEnbinot.

LEDOFER LD, ¥ v T7RRENVEZICEKT HRHEIE, T=4Y
YIRETE LT, B EoGERITE L, VR =41
TR ICE N Lo Tz,

HETANy ZNEAETDHE, TOLEAHDEEEMEL, A8y &0
BATTITEEE— RBERT S & AEDLE SR E N &V D R0 e
RINTz. A E TR, B o ANy ZRAREL T, A
MO RHE DD 72 T o Te A & R OEREH BRSNS < 2o Tody
ENHDHZ ENbhroTz.

UEDFER IV, WHEBRRIRANIIEL TWRWEEE, BKAZT
DEHEIE GEE) EENEN-o Tz, WK BRAT DA ITEIE D
IR0, B D 70 < Tp o TR DE B MEL 72 o 72, Kifi)»
DOBHFICL S TEREDAN Y X L ZOREREKRT HT X7 4 V%
FTRT2Z L0, MIREN DL 252 L EOMBENRRD bR, &
A NS <725 Z LIC K > THAEIEDEZMEL 25720, HIZIE
TR R THIT 2 Z LT TE ol
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AWFZEE, KRECRFHEGFEFUETT L — VAT 0% AL ZH o
EHEE L EHBURIC L VR LEZbOTHY £3. 22, LDLEILERL
FFET. KRSTOERIZHTZ0, #&ih, BUTERERFELHES2EHX E
Ll i bEHoELR LET.

S B, KX DM DT> T, EEHR THURZ AW TR T
Bl mEIsEEE, KIRKRFHEG BT Tk B L OBk T
WFZERl B R EAR IR AL LB T £

KAFFEDZATICH =D, ZBY) TEREEE LB S 2 THE £ L7 REOR
BREERT L — P REA TR AR T HEBERZ I D DI T2 L E T
FTo, BICHIMEREB S EHB ) 2 THE £ L KIRKRFHES R AT KA IE
WEHE, KIRKRZRFPE PSRRI L, EEHOEEZERLET.

REE T OR DG LIRS THREE W EEEE R FRO4  HiE #i%,
HERICROELE RS T EE o/ f BIE %, M Ed BdRICE K
HOBERDLET.

KR DOZATIZH TV, ZRLLEEI LIE LETHE £ LI RIRRF RS
Pell LR SeZE 8 L RIG, 2534 RIFHERARES & Mas Omar I < B o
BERLET. 61T, MBoOHOE=2 Y Z7HEBEORM L T iz2ni
HPEBEhEE) AT ENRICHEHP L R ET.

KB, BPEETICHTEY, BEVOBELT, LTS EFEEL S
O EIEH L ET. RIS, ROZEBIOFEHICHT > T F S o ilifl, ki
D BIRS N LET.
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