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1.1 KBFEOE =R
1.1.1 EESH

VAt 9k )8 (High Tensile Strength Steel) & 13, RRBRLSN DA EITLHRE
DEFRML, FRGETEOTRE L QR LR 82 E S5
52 S 7% 490 MPa 72 54 1000 MPa O#iFf Td 5. 5I9RIR I 7% 490 MPa 725 590
MPa DL DR EFTTH YD, 780 MPa LL LD b D DOFIHILR A HIFF STV 5.
ZHUTK LT, gl9ETR X 25 490 MPa A O $iAF 1Lk & FEEAL, 1000 MPa %
25 b DITEFEIRIMEMETIND. WEAEGEHME U CIRIRFEM b — i
T, WHMEL BIFCHD. L, mEDMEEHT 2 &, REZ# LTI
LKA, WENELS 725 Z S K VHIMER ER D72 < 720, MEMROTEHE
MTEREDa R NOERAFHRE S 72 5. T4, BEVE, i, BIEEY, &
B, JENEG, ™A T T4 72 EOBFEBEMIZIB W CHER D B R £ TOER
TN IELSBHENTEY, 5% S SICHEAOIERNTFREENS 12, EiEH
I, HREIEZ PO SR OB BT O ik LM IE I S, TR OV EERE T
DA, WelbiENE L 220, EEEEO BRI NER SN 5. s
LEELFETHY, TOTEREL, NavTra0Eh, 7oAy ~, TV
BT 4 V78 E DVEBERMGOFRAE DA I, BB O iR b, IEMECEIE DK
T, EHERIR OBV X5 FEE L ERBbIT b5,

1.1.2 FHEEEEORBEBEER L —Y ORE

WSk, T — I VBN LN LD, KFET — 7 VEBHED SR B ORI %
SHEREN, WEBT — 7 RBE, TAL—)v N7 — 7 5 EINEENR ORI
LN TS, LinL, 7T—ZEET T —EEMEL, WARESNEND
TR, L OIEBREEM N L IEREERC X 0 (ERL S, W8 T4 (AEL
& NAREE) OFBEN RO b, AEMENMECEEN D D, FRZ, T— 2%
PRI E DR, ABUEDN R E WD LT & 2B ofERk IR L L,
MNE T T MENDHD. B, V7 ~—U7 — 7 RETIIERDEREN 1 /3
A THREECH H N, KEMEZLE L L, WFIABIC L > TEESOMMER ST
HZENZV. BT, BEROEREIZIE, BEOERNLEL R, WELE
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EFT2720I2ZY TRELHEHIN, FINEhild 57010 PRSHZ VL
%\g (1: fa? }Z) 13-25)'

Z T, REIARERD DI, BT —EE BT RILX—EEOBJRTH

B E—ARBEEB L O —RBIENEA S 5. B v —AREEE, &
ZERCREMRZMNE L Tl SN cE 2 mELETIEL, &AL THEKRT
5 Z LI RV S T @ = RV T — OO E— L DNPRIA R A INEN - B L
BAETOHETHD. 23 VX—FENRT —27 L0 THEUEICEL 20, IEFIC
ROEIAAZRBLTE 5. LL, RAHFTIH, B2 —AI3HEEmICET S
FTICERRFEHRAT AD 57 L @R L, =R X —2 RN OMEL S TE
THEENRFHL 2D, BT E—LEEITEZEPTLAMMETE RV, £, &
PERFIC X AT 2720, S TR T 2 BN TR T 2 L ERH 1,
FEEOBLHAEIE Y ~ O LR FEZ 72 5 2630, L — PRI, B8R o ®
WA & X — R — VI OREEARZK BN SN D . R ORBEEE T 256
[CEICBMRERIN A S, KL —P 8T — = 3L =35 R TR S 1,
BB X0 BPEHNTR 2 INEL - YA X 5. JEARIS ) LTI — R — VBRI O R
IABDIEHERB G L 720, IR L0 AR 2 L N Ok
NDF—R—/L &l L BN EEINE S, EFE—L L RERIC Y —
B L IRV —EENEL, IROVEALANEOND. o, RHERIITIEZSEL
WL L7 3138,

FIT, RO L—FRBIHEAEIND ERL—FEYRE LTI, REET A L
—FEBIRYAG L—¥RETF b, REETAL—FIE, 10.6 ym O EZH
L, E—XA00E BPP (Beam Parameter Product) 73 3mm*mrad 7>5 15 mm*mrad &
BN TS, R 10.6 pm TOERNY —CElgRE D54, 0.6 mm FREIZHE
S, BT —BENEBTE 5. £, Kb iES, 45kW ORI L
— PRGN EE SN, L LR s, WERTZ 74 N—METh 5 AT
WINISTFIEL, 7 7 A NIk TERW. T2, EEOV A XL —F KD
WMVELZRE, £EBY COBHBE - FIRMEICHIRRH 5. 612, RiL—
TR T Ar V=V R AEERT DL, Ar 77 X< 03 4E L, WilEhidhm
IZEDAFH L —=PRDBREL, ROVEARLNMGONRLRDREOBREDN B
% 340 Z O, IWFEIEKM AR A L —FOflE T EN e o TN 5.
—J7, YAG L—HTIE, WEN1.064um THY, 77 A N—{zENAHET, H
B ber ARy MEISKHE L3 < AEEMICEN - L—FEYRTH S, L

S0



L2235, E—A00E BPP 728 25 mm*mrad 7° 5 100 mm*mrad & K& <, #EME
FHFE VR, LbERIEBNEN 4 %L T IR, 22T, &
[ B ROFEOER L —FRR Sz, HEIE 800 nm 2> 5 1080 nm
DIEHFIMELTH Y, 7 7 A N—RIEBARET, FIRZNERD 20%0 5 50% & L
DT, EREEECHATEE N/ MULTE, T AT 288 /MUELRES Th
L. Fm, KHEIHMEIZEY, &KS0KkW OHLOFETHIRESN TS, LrLA
N5, E—AREIE 200~300 mm*mrad &L, FEROBEEST L—V U FICH
WHENTWD. 7238, fiill, BPP O/NE W EER L — 4 BHJE ST 5 4690,
IR, RbERSNTHWDL L—YL, @E - s ThoT 4 A7 L—HEB X
N7 7 A NR—L—PThHD. WEILYAG L—FIZITW 1.03 um B L 1.07 um
THY, K77 AN—BERARETHD. 774 =L —FDOE—LNEIL, 2
mm*mrad 7>5 12 mm*mrad & REEH A L—WF L FZEDL FICER, T4 A7 L—
PHE24, 8EIT 12 mm*mrad EEmE—AME LR TS, BE, 77 A
N—=L—HFIL100kW ORISR ER SN TEY, £z, T4 A7 L—HIT 16
kW E THIRSH, EXLEL—FE—L2DARy M TIIHEE /ST —EENE
BENTWS., BIEIERE 77 A S— L —HFN 20~35%, 71 A7 L—HFN 15
~25% L B, U—VPIREABJRE LTHE L TN D S, L, b—WiEET
B Imm L FICERESNTEAR Y FE—LE2HWDEDT, £v v 7HEIN/N
<, BUVIREBEN LI TH 5 5060,

L7eR o T, EREEDMOEETIE, @EE - S0 T 4 27 L—3%
T AN—L—FE, EHE - manE - SAEEN T, REASEEEED FTEE
TR MERE - MR O L —PIREER L ONA 7 U » RIRBRE ORISR S
TW5b. e, B, N T, PEOHRBALEZR L CTHEID 10mm 2B 2 55
9= FTEREAR O i b B g BUR IS BHE ORE SIS TV 5.

i

113 V—F - T—I A7V v FIEBEDORS

L—H e T—I A7)y FIEHEIZL—VEJEB L7 — 7 i _fEEHO
W72 BN A A, A —REM 6 L ONR—Z2 ] ClRl— i Rt & 2 W Id s
AR L CRBEEIT Y BERIETH D, 1970 FRE%E, A XV 20 Ry T
JVRZFD Steen 2% 5 N X - T, 2kW BB RIEDOREEST A (CWC02) L—
LT 47 (TIG) 7T— 7 WEMAEHERAL, NAOL—FE2HANTEY KHEAL
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— I 2R A T T RE LTHAELZ. 20%, L—HF LU A2
% MIG £721E MAG O L—H « T—27 A 7 U RIFEENER ST 5.
ZOEBII L —FEERL L O — 7 L2 B CHW S S I ET 2 EA O
RBXOEFIABE L TWD . b—IdE AN, femtE, etk O+
Wit (ae—VL > b)) 1B, Lo XERIEI 7 —TCTHEESED LT —EER
RO TEWEBEE ORI L 70 5. 2O X5 7efpEn 6 U—WiEs, tho 7 —2
WL By, UTNIORTENFEEFT 5.

O 7 — 7 EHORPUAHE R & DB OWRHEJR & L TRYU — R &
720, MEVEBRFICEER, AR SED 2 ENTE, BEIRARIEECE IR
HWERARETH 5.

Q) FHROEABIREZFL D & LIEGE, V—EEET — 7 7 E OO
P& W2 tERE L e, ABGR D7 <, R ~DOBGZEDR /NS WO TEGE
Fro e BEREMZ D ENTE, FREE - SREREENRETH .

@ L—WEIT—RT7 7 AN Lo TEBHIMBEFRETH Y, £, #
T s U CRfid 3 IciEEn cE 572, vl y Me, HEME, o
WHe s AT L DB ERE L T D 6.

L2 s, Zn6E< OREZAT L )i, EEROBISLTIX, L—iEtE
O ATERITEN TN DY, TOEE L LTI FOEFRNHERH I TS,
O L—PFE—AFARY FMEWNNSW=D, v v THREN/NS L, BHH
SEOMSLTRESL L —F E— 2OV IEREN R L <, mVWEEREZ
VLTS,
@ ERIABRBEFFCB W TR T ¢ LMEEN DR R N 25584+
L6 B 666D,

—J, T B FIORTEN-FEE R T 5.

O Fx v THEDRKE.

Q@ T4 T—M - WIIMOFIANESTHS.

F7o, T—rBBEORERE LTI,

O NU—EENMENTZ D, IAFDTE.

Q@ EHETHEET L EIEERARRZELRY, NV BT E—RROT U X7 ¢
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IDRELD.
REMFETHND.

L= T =7 A7V REEEL, BIL—F 7 =270 LETIER],
L—P LT —7 L) =R VX —FEDRe D ORI A RIS DR
THADOFEFIZMTET 2L L DICRMAMEIE L LT, I HICEMRE
MTETEH ET5HHOT, [F—RE L ORISR 2R U, W27 O 8
BETHDL. =P T =N AT7 )y REHEOA Y v MNIL—H LT —7 D%
NENDOREZEN L THBRIRZIEHT L ZAZH L. DFED 7T — 71T
SR A UG L, L—FITREARRT — 7 ORE, MR OFFE R & Dk
a2, TNOOEOMAETIC L > CTAEESEELNE 2 ESE5 2 &
NTEDL., LLEDO XD G, V—HFEREBLOT — gL L —F -7 —
I oA TV NIEEORHS % i LU C Table 1 (/R d. =2 C, EWREESHHO
WHC I T D AEFEMER LT DITIE, TREEAAR TR EVEHE D Al R/ R, &
PHEREDH LKL —H - T —7 A7V v RIEENEH S, $Iffshb.

Table 1 Comparison of hybrid welding to laser welding and arc welding.

FE L — AR T — 7 R NA TV REaHE
. AR TR
FRIA IR DI . o
_ g e s . s s Fr v THRENRRKE N
85351 VB E D33 Xv v THENRRKEN T =
e i VB EE D33
WREEAETE DN T e \
RIS TE DS D T2

VB B3R
AT | % o TRIERRNS D | WAL
BT AKX 1

INT A= B RN
I BLR D M

FIT, 1980 M DBEE THE SN LV—Y - T—I ATV v NiERE
WFZER & LC, EIFHIZED 5kW D COx L—H & TIG 7—7 & A=,
MEOIE, BEES5mm DAT L AFZHNT, COL—H & TIG T —27 A7
Uy FEBEICET 2R3 T, FIlbIE, YAG L—W% - TIG 7— 27 A

-5-



TV R EY, AedT o ORBIZKIESTT — 7 ERSOT ATOZED
FZER, TaRHN OB IR BLS & YSIABR ST RIT T AR 1 O B4 B L
oo e, L= 7= A7V > FEHEONR L L TL, EARRS OEN,
W R OHAE, & H5VNET — 7 OFFE R EORFIEN L < A ST 5 0880,
6L, L= T = ATV v NEEEOERIZ DN T, COL—%bh D
WX YAG L—H & TIG 7T—27 DA TV y REEEEROT—F— K7 F
IEBERICEA L, COL— & MIG 7 —72 ONA T U RIgHEE A A VT
7 ORWEICHE A3 237 72 EIRISWVEIH COMGETI R SHRE S e ¥ ZhETo
ek LOWHICHE T, HnWeb—%E CO, L—HFB X YAG L—FTh
D, £, E=F-Fr - T b— MEEOERICET 2 ER L < HE ST
L. mHEE - mE T A A L= BLOR T 7 A _N—L =PRI LD,
BT IXERICK T4 7V » RIEHEICET 282 2 < ik s Tun b, 4
& LT, Wahba & 3%, E X 14 mm OREIZKT LT, 20kW D7 7 A R —L—
PERBETAT — 7 2, THEMKFEONA TV > FiEEEMEz2 a7 n L 7.
Rethmeier & 3%, 20 kW D7 7 A X"— L —HF & GMA 7— 727 # v, L—HH
F119kW, 1 RATFRAINIZEE 20mm O E@ESEMHT2/ERLL, 532 TF
BINTREE 32 mm OEBEEURTF OIERESN. 20X, miih7rA
WL —HEZHNTNA T Uy REEICET 2R ZHH Y, EROWERET
AR a T 4 EENORAENRMETH S Z EREHINTWD. 2, £< Off
LBV, T D ENCEMICHRT U TR 2 ERLL, PEMLEA STV D
89—, M7 4 A7 L—FEH, BESLTE - %EZR L ToERIM
JEMR DA TV REBEEEICET 28D 70 <, WHAEIC RIT T4 FEsE
IRTA—=HDOFBELZDOEMICONWTIELEARHTH Y, WHERMOREES
R EFAERA T = X BB T H RIS Z .

UbDZ &G, @ENMERICBITAEMNT A A7 L—F T —I AT
U REEBEEOMA O FREMEIZRE T A AR L L 72 5.

1.2 AEFED B

AWFZeD HENE, JEE2K 12mm B X O 25mm O EEAFERICT LT, &
INT—F 4 A7 L—H L Ar, MAG £721X CO2 HA Y —)V KT —7 DA TV
v RUEBEZITV, WIS 2 HMEIZ T 5 & IR MO 72 B il = 18

-6-



B A7 0DOEREZHLNNCTLHZETHS. ZD=d, LLTFD 3 HBAIZON
TEBRIOMTEEIT-T-

1) BEIRERDOT 4 A7 L—H « MAG 7 — 7 BT DHF%E

BUE 10mm 2 2 5 @ESIHERIC LT, 74 A7 L—H% - MAG 7— 727/
ATV RIZEDANVIT v (BE— R A T L— ) BEEIIRE TR
ATV, YIAREE L TRBNEIC KT TR R T A — 52 OB ZFHE L, EHEX
D WEBEHER AL IO D FER T2 LT 5. £, mEEET A
A TEIO X BBHEBIERICL Y A TV v REBEBEHZIZ OV TR AR
T 5. FRC, WEHRMERG A DR SR ORI Z I 5T L, 1 /8 A THEY
T, TR BREL L BIF RS 2 F T 5 12 OS2 R T 5.

2) BRNDHFERD L —F « REEH R (CO2) T—I ATV v FE#EICET S

wrse

WIE 10 mm 28 % 5 mRSIHERICHE LT, T4 A7 L—F LRI AT —
JHERNTANAT Yy REHEZITV, EABFRE & I RIE TR EHN T
A =X DB TMT 5. E7o, ERUZEETICR LT, S04, 515ED
RER, ¥y L E—ERERER S LOMBEEAEONEEIT - TRl L, Mg 4
SEM-EDX Tt L, a8 OB EE 253 M35, S BIZ, WHEkFOmE
BERBESEL720, M Ar TAFHEKHFTL—F - CMT 77— 147U v K
WHEZATV, BesE BRI L O FTREME: & BT REME IC BT TRER R & D 2D
WA 5.

3) RE20 mmBRLERIAPERDOL —F « T —I A7V v FEEEICET
55
MR 20 mm 8 2. % /& 9E 7180 HT780 35 X OV HT980 DZEAHAkTITx L, 16kW
TART =Y« T—=I A7 Yy NEHAZ L DM 2 /S A LT 2 /3 A
DA TV RIEEEIT, £72, 10kW T 4 A7 L—PFBLO16kW T 1 A
JLU—H 2 B0V —VPRIRG L T — 7 AR AER LT, Fif 1 SAD /A7
U REEZITY, BEIBICR3 2 Sl 2 in e kb 2 Rk L, 8234 5.



1.3 AKERILDHERK

AL T ETHRINTWDS., TORRITUTO®EY TH5H.

H1EX, e Ch Y, AFEOE R, HRB LOMEKIZ DN TR TN D.
FRlZ, mRDMMORY, 1ECROBEREHE, V—Y -7 =27 47U v NEEE
DR & BRI SN TR TN S,

%2 BmTIE, AR THWIEERME (RN, 7— 7 sEMNOU A ) 12
DNTIRN, &5, ERIEEL L OOIEBICOW TR L TN 5D.

93 ETIE, EIA 12 mm OFRAH HT780 IZxt LT, 74 A7 L—H &
MAG 7—2 A7V RIEEEEZHANT, AV Ty (E—=R--Fr -7 L—
N BEHEE TR IR AR ATV, YWALRHE L RIS RIE T RN T
A =X DEBEFTML, EHEET A0 AT IO X S HBIEIC L 5 Eh
OB, T A ¥ OVERL - AHREAT, & —h— /L8 7e K OVREHRR 2 L,
N7 4 RBINIR E ORI OEMRFNEZRONZL, BiE7T %7 41
DA « BRI OWTH LN L TWD. $iZ, BB @RS E557-
D DGRIFIZONTHE X ZRRFTEATVY, BH R MBI LA #h 7 v S 4t e 4
BT LTWA.

4TI, L= RBBITAT =7 A7V v RIEEZITO, e LT,
— - MAG 7= ATV REHEZIT> TV 5. RS, ARy ZEICKIETT
— V7 KFEDREIZ OV THRFT L, BARRHE & MBI RIET L—Y T —0
WAL RF L, BB 2 ERT 2720 ORI O VW THRL TS, £77,
FHBROBEB LOHEB L —EORELITY, BEHERO X —R— LB O
HEEEITV, REEAAT—27 L MAG 7— 7 FIHFEOZERIZOWNTEERL T
5.

FSETHE, L=V EMAG 7 —7 £ILRBBT AT — 27 DA TV v RiaH:
20 ER LS T2 BAF 72 R BT 2%t LC, EPMA ST, SR, X7 1
KAk, oloREER, v L U —EREER, BRI ATV, EEE T OIS
C VR AR L TV D

HeETIE, MiT LI HAFTOL—H « CMT 7T —2 A7V v NiaHE%
TV, ARy X & LIRS R ORI REZ R I 52 ROF EIZ OV THRET
L, MAEET TN ATV EERRZBE L TENENOREZHRL T
Wb, F7z, HE 25 mm OEEDH HT780 (2%f LC, M2 /N A 723 H 2

-8-



IRZDNAT Y BT K D BIEEE T OF R 257, A RrE & 4%
PRIZRIET KT NRT A =2 ORBELFHIL TWD. S 612, HE 24 mm O &k
J18H HT980 \Zxt LT, 10 kWBEIWR16 kW2 HEDT 4 A7 L—H L MAG 7 —
7 x2MANT, FlE 1 RSANA 7Y R L 2 BisEakF o 2174,
B2 ERIAEE A E R O - D42 R LTV 5.

FIEL fmThy, KRFETHONIEREEZRIEL TV,
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F2E HEAMBIUORBREE

2.1 fHEEA

AW TR L7z 2 O @RI, JFE A F— kst ol sz
HT780 3 L TN HT980 Th 5. HEIEMMITEREMEIS U T, AR (FIEOE F), N

(BE7eH L), QT (BEANBER L), TMCP (W1 TEVLERE) OWTmo fik cllis
S, HT780 kil & HT980 kil X QT #4 % 721X TMCP DEHEFEANBER LI Th
D, Cr, Ni, Mo, Cu, V, B7ZREDILREZIIM L THRAMEZ S, TREN BT 6
TWA. BEX 12mm OHONRETH L2, HRE 11 mm 3L 25 mm O HT780 %
fEH L7-. HT780 #liX 125 3 B a6 Bk T L7z, HT980 &l 355 6 & Ty
B LR E AN 7Y v REBIZEIT 28I L7z, 22 ol i ok
#HAk % Table 2.1 (g, F72, L—H « 7= A7 U v RE#ERFICHNZD
A ¥iE, EE 1.2 mm O MG-80 B3L X MGS-80 THY, TNHDTA ¥ L8k
D~ F U TIZONWTIIEETHEINT S, &I A YOILFHA % Table 2.2 |21
N

Table 2.1 Chemical compositions of high tensile strength steel plates.

Chemical compositions (mass%o)
Materials Thickness
C Si Mn P S Others
HT780 | 11,12,25mm | 0.09 | 021 [ 0.95 | 0.006 0.002 | Alloy elements
HT980 24 mm 0.14 | 0.41 | 1.19 | 0.005 0.001 [ Alloy elements

Table 2.2 Chemical compositions of filler wires.

) Wire Chemical compositions (mass%)
Materials | . -
diameter [ C Si Mn P S Ni | Cr | Mo
MG-80 1.2mm | 0.08 | 0.38 1.25 | 0.009 | 0.011 | 2.22 — 0.63
MGS-80 | 1.2mm | 0.09 | 0.32 | 1.05 | 0.008 | 0.010 | 2.71 | 0.24 | 0.49

S11 -



22 V—VREBIOT — 7 BREEREE
221 10kW B XU 16 kW ERRIRI T 1 X7 L—VIEE

AHFFE TR L 7@ e G R T + A7 L—34E X, TRUMPF 8O f A H
F110kW 7 ¢ 227 L—H4EE (B : TruDisk-10003) B L 16kW 5 4 27 L
—HHEE (B TruDisk-16002) TH 5. ZiLH O L—HEE I YAG OFEMH
5725 4BDT 4 A7 AV, KE1030nm O L —FE—LAEZRIFETSH. 10kW
T4 AT L—E 73%%%%%%&7‘_ L—HPE—A1%, 2786300 um O 7 7 A
NR=TEESN, EREHEA 200 mm O3 Y A—3 g 2 L X & E A IHEE £ 600
mm DES L X THER SN T~y FIZE s TESSI, ARy NELITR
/INT 900 um FTHEX SIS, B —A0E (Beam Parameter Product) % 37" BPP
X 12 mm*mrad THDH. 10 kW T 4 A7 L —HEEBEORIRIGE L G EIS

(ORION #H#) DOHBI'EHE % Fig. 2.1 ()1 XL O(b)IIRT .

(a) Oscillator (b) Chiller

Fig. 2.1 General views of 10 kW disk laser apparatus used.

F72, 16kW 7 4 27 L—HEEOREIRR I L OGHEIZOIMEIL T H % Fig. 2.2
@BLOOITRT. 16kW T 4 A7 L—WEEFE ML N L —F B — A%
IT7G200um DT 7 A N—IZ Lo T piES J.\Lutﬁf%iﬁf200mm0):1))“~
va v Ly X LR £ 280 mm @%%V‘/xﬂ%ﬁkém‘:buimy iz -
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TEHENXIN, ARy MERITAR/NT 280 um F THEEIN, E—A50EHIT 8
mm*mrad TH5H. ZOENSTIICBITA ARy MME, E—ABRBLOE—LA
F— F#% Fig. 23 9. 16 kW TO B — 7 /T —#5 FE 3 KT 270 kW/mm? T
»H5.

L A S IENR

TruDisk 16002
s 3

(a) Oscillator (b) Chiller

Fig. 2.2 General views of 16 kW disk laser apparatus used.

Focal length : f 280 mm

74.00~
72.00~
70,00

68.005

Optical fiber | saso- (
((I) 0.2 mm) 62,00 -

60.00~

=150 =140 -120

58.00~

8B.00% vy

L2 g 1
-400.0 0.0 2000

Focusing feature Power density profile Beam mode at focus

Spot diameter : 280 um
Peak power density (16 kW) : 270 k\W/mm?2

Fig. 2.3 Focusing situation of beam diameter, beam mode and power density of

16 kW disk laser.
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222 T — U EEEIEE

NAT Y NIRRT — 7 R E LT, RTFREY AT 2SR 7
NT DB LA MAGMIG H BYEHEE O BB YD-350GE2, 77 ¥4
IV EBNARBERE U A Y EHASEE YW-35DEL 2 L7z, ARBEEE O R EIR
BLOU A YIEBREETOIMIGTELZ ZN L Fig. 24 (B LOO)IIRT. F
T, TNT VR NVEMN CEBEIL VAN EGIET S L2k T, 1730 R
1 T O i 72 BMER 2 M L, 2K D ANy X U A TREERIEHEE— R
HIED Z LR TE D, £, REBMAHEMEEDL L, VA VORMGEE B X
TW5.

(a) Power supply (b) Wire feeder

Fig. 2.4 General views of arc welding system used.

2.3 WRERASBSREER I OOTEE

231 BEEECTAIATB LU0 WEGERREERL —EE
WEEPICRB T DiEmM, 7—7 VA YEIHB L0V —FFHE 7 L — 2085
\Z1XE / 7 v — A (Monochrome) BEXOH T —DEHEEYT A H AT ((Bk) +
I A A =77 )Y —H: Memrecam fx Rx-6) ZfH L7-. KEEEET
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FHATIETNT L—ATlEEE 4,000 frames/s, 70E 7 L — A& Tl m
210,000 frames/s COENARETHD. T LT, KEEOATY 2##H L TV
L7128, BIz1E 10,000 frames/s TIiXK 2.5 BEORENRFEETH VD, Skl L7
{47 — X 1X FC-AL (1 Gbps) D% v bV —7 Bl LV PCIZE @Rk L, PC
THHHY 7 b IfxLink| %AW CTEEBLEL I ONT — X ORFENRIRETHDH. K
EBRTIE, B/ 78 —2 0 AT AWV TERIME LSOOG S bE#EY 1A Yo
FEEBLEL, W7D AT ERAVWTEERBICAOND L—FFE T v— 4
AR L, WHOREBRLBIZE L. FrC, IEHERORRhE OS5
U A Y DB A L0 EEHICBIERT 572018, AR 30W OFER L — P LEE
(NBT-S30-mk [ SR) Z MR E L THY, B#HELET AN A T EFHT 11
A —T A EDbETHEH Lz, 2NEThoNBIEE %2 Z 1 Fig. 2.5 (B LW
OITRT.

L

i

(a) High-speed video camera (b) Laser diode

Fig. 2.5 General views of high-speed video camera and laser diode system.

232 XHBERIRZERE

WERORBFNEIICE T 5 L—F X —FR—/, [JAORERISCARa > 7
°{ DERIER EERD T2, ~ A7 a7+ — 0 A X HEHAREEE ()
EERERTEYL, SAX-10SCT) % AW THIZ 21T 7. ME OIS % Fig. 2.6 (2
AT REEIT, MOLIIZXHRTH D XHE (X-ray tube), #BRA % %iH
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L7 X BOBEZ LT DA A=A Ty 7747, ARl 2506k
EEEET A AT, R EHERT H CRT & E=F — Dk ST 5

ARA=TA LT T 7 A TIZONWTIE, £DFEK % Fig. 2.7 237, X ##
BWINDIRE S X B EAR T 2R 2Em L, TOGBEA A—V A
TV T 7 AT DANTJEIRAH T 5. ZOwRITRE Sz X BRomEE
WZHBI LT 2R L, T BIZENITBWTE T L X2 &0 i - R
i, WERE RN L CRIig a2 T 5. 2oL &, HARRBO ARY
N U Fig. 2.7 OFEMNTRT X 92 b D & 72 5 949,

T OMEEICBIT D XE IR~ A 7 a7 4 —h A XHE (KEVEX #1#,
KMI16010EA, i KELE 160kV, I AER 1mA) ZHWTEY, f/MERTE
25 10 pm~0.1 mm & IEFIT/NI W, BREBIEGEELI LN TEH. 2
DIEE % AR OBERIZIE, Nac #HfloT ) 7 o—LAEmEHEYT A0 A (Hi-
Dcam 2000SC) % FHV, #R21% 250 Fames/s T{To72.

Laser Arc torch High speed Monitor

[1

Specimen
P Image intensifier CRT  Recorder

Fig. 2.6 Schematic arrangement of X-ray transmission imaging system.

Image intensifier

Photoelectric screen Intensity,/ (a.u.)

o -
. A T
Object P nf,g _--,:
Visible light ]
== A
X 2] :
X-ray tube Output Eg }---1
_ Input fluorescent = ] '
X-ray fluorescent screen 3 § Y- .

screen
Electron lens

Fig. 2.7 Principle of imaging intensifier.
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233 NMFEEMEB LSOOIV X —SBRSTEE (EDX) % EE5REFE
%85 (SEM)

e LT BB B U 721%, 2% A Z — VI TSR ATV, R
8 ((BR) F—= o 28 VHX-900) #H\\ T 7 uflifio@ss217-7-. £7=,
HITACHI 54 (SU-70) D 51453 R HE 73 47 24 4 5 - B8 (FE-SEM: Field Emission
Scanning Electronic Microscope) % FT v /L ik L7238k i Ok DO #1%2
EITo7=. fAEEONEE R % Fig. 2.8 ()8 L (b)IZ/~T. SEM (XEML X
RO THIK K- 72 TR 2 BIER I CER S, BISERmOIIR, L5 - Wy
MEIS U THAET S “IRE 2B L CHEm b L TWad. BRIk v
W R EZAT DO NMRENIEF ICE. £72, Tr—T O AINVNIWZD
FRAMEE & AR TR AR OWRNMENSF LD 2 & TRIERmOMMABIEE TX 5
X917 5. &BIT, EfEEE— FTIE 100~80,000 %, {Kf%5:E— N Tl 25~2,000
EOMEFETHE TS, £z, imOILHEHHT23 SEM-EDX (EDX: Energy Dispersive
X-ray Spectrometer) % FVNT3E0E L 7.

(b) SU-70

Fig. 2.8 General views of optical microscope and scanning electron microscope used.

234 [RER - BEROWEE

W ORI S ENHBBRBEZWET SO L ofrkEix,
SR D EMGA-520 [ 3R « EHR TS E TH 5. £ DIMBIEH % Fig.2.9 I
Y ARGHTEEE L, BRENS SR A T A E L, AT ofEEE
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BLOBHRELZHHTIHEERD 2 22 L » TR SR TEBY, 7L
GENDLEFZL LOEHEE RGNS A — A L 7L ZNEEREZ X > THIE L,
fpdta —M b iRE & U CIEDHRIMERIIEIC T, ElER L EREEIEICT
EHEEICHIET 2D TH D, HIEHIFILIEFE DS 0~1000 wtppm, ZEFEH3 0~5000
wtppm TH Y, X 0.1 wtppm, HIEREITFHBEED 1.0g FHZHBWT, 1.5
wtppm UL FTH 5.

Fig. 2.9 General view of oxygen and nitrogen machine used.

24 BEHOB SHIER X ORERET OB O KL E
241 mEIBEEE

i Ui OB R s L OB Ik T o 8y h— A S 25 5
7o, BB O~A 7y I —AEE (A DMH-2) A L. <
A7y —AEF O G E % Fig. 2.10 (27, By I — A6 S5 BR I,
KW 136°OIEMMAHED X A Y€ NET %2 —EfE CaRBRm I LiAA, &
CTe kAL BEADOREIPORABIOBEE 2RO HRRAETH Y, KL TIE
ARERINE @ 1 kg, FRBRIREFRFH : 20 s OFMFTHERZ T o 7.
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Fig. 2.10 General view of micro Vickers hardness testing machine used.

242 SIERBREE

AWFFE R L7-5 1 iEREREE 1L, Instron #1510 model 5500R (MTS 30 kN)

EEHOT B SO BEREFTH R D 2 v o — & FHHHI RS % 0 Re sl
(AG-10kNE) Th VY, AKFE I0KN Tl -8V, EfE, dhirmlbrerncx
5. ZOEEOIMEGTE % Fig. 211 IIR”T. EFICF Yy 7 03dH0, FEHOT
YYD THIBET LD THD.

243 Uy LV E—EREBREE

B TICR LT, vy VR 2 R L7z, 2 OREONI TR
Fig. 212 (T~ d. RBRIEE 1T, BERIEFTRLS & v /L b — RS E (A
B490)) ZEHA L. Fohc~—0FEE, % T, fil#ziry, BFSEn
N2 —DIRY ERD AN, FEI AT —DORENTED.
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Fig. 2.12 General view of Charpy impact test machine used.
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F3E HIESIHFHTIS ERDOL—Y - MAG 7 —7
ATV v FBREBSR L EENE

3.1 #=

BT Bt 40 % 8 < 32 T2 OIZEEIRIZ )T L T 1 S A O B BEBaE O3 ]
FESNTWD. L—VREREEITIERDEHAE L D &, mRTU—FE - mT 3L
XF—FEORPELETH Y, ROEABNMEOND. LIenoT, RO md R
WA EREZ e+ L — B oM Icx 25 nEA T A, L, L—HF
FIRBEOSE, L—TFE—LDENLAR y MEWWNS W=D, X v THENN
<, BHERFH OO TR ESC L —F E— A DIWIERER R L <, &
VRERERKE L S5, 1 BT L OIS, N 7Ty REEEET L —
WO EM7EL, L—VEER LT — 2 SO T ORI & A0 U iaHEk
ELTEL DO THER SN, SN Wb, N7y REEOREFTE LTX
ERER, TRUVIRIALL, JRWK v v THREREND 5.

ARETIL, BE 10 mm Z#8 2 2 &R J8 HT780 (2%t L C, mitti/i7 4 A7 L—H
EMAG T —27DNAT UV RICEBANVET Y (BE—FRFv - FL— ) 58
BLOEGEEEEIT, EEMECRIETHEANA TV > RS OB T fEt
L7z, F7o, BEHESIHIRT 28T O OFE O OBAT, A3y 2D
FEARDLZR & OWEBEBIZUIZOWT, @lE T 4 h A 7B L O X #bEHBlseEE %
FAWTBIEEIT) ZEICE A 7Yy REEEBRE M LTz, RS, N B 7,
T BT 4 NSRS IR E ORI AR eSS T L,
1 NATHEYT, TE BB LOSECRIFREBEET 2 ERNT 570Dk
TR RS A8 LTz,

3.2. fERMEL EEERER L OSEBRTE

ARFECHEH L7z@miE 8L, HT780 TH Y, EIN 12mm ThbH. £z, s
HEET A YIZIF~ T HA (80%Ar-20%C02) HHADERE 1.2 mm D MGS-80 VA ¥
LT,

FEILE O % Fig. 3.1 1T 3. ARETHEM L L—RIRET, &R
16kW OF 4 A7 L—HFTHY, L—HFE—20EN 1030nm Thb. L—F¥ T
TR D AT G200 um D7 7 A S—ITRE S H, FEAEEEE £ 280 mm OEEL X

221 -



ICE 0 2Ry ME2ROum 12 SN, B — 2 E X 8 mm*mrad TH 5. L—FE
— DTN U CHREICIBE Lz, 7— 27 8JF & U I3 RERN 350 A ThH /X
F vV = 78350 GE2 {5 A V-,

[ LASER
W 5k 15002

Optical fiber

i

Disk laser

Diode laser Arc power

supply
Monochrome high
speed camera

Monitoring computer

),
m

Color high speed camera Optical fiber Photodetector Oscilloscope

DL750 ScopeCorde

L—&7-

Fig. 3.1 Schematic experimental setup of laser-arc hybrid welding.

ARERIZBNTL, L—FE—2A4L MAG BBOKMFLORE Z/RT/8T A —H
ELT, o BROAKENSOMEE A, AL : BRI BB 57— 7 1 MLE &
L—H ARy MEVOCEREEEE, f: L—EAIXT LEBEZ B0, TOEHRE
Fig. 3.2 IO TRE. BWHEHICOWTIEIMAG 7— 2 258478 Liza e L
—VEHATE LTIGED 2 FEHIZOWT T TV DA, ARiwSUZB W Crd e |,
MAG 7 — 7 %947 LI=58 ORBE % TMAG-Laser], L —V 24647 E LI28 ORE:
% Laser-MAG| E #3952 L1235, £z, MAG 7—727 OFEARSGMLE LT, EilY
AYDOF vy THEDEHLESIE IS mm, Y— /L RHTALEL T HA

(80%Ar-20%C02) Z W& 16 mm O 7 — 7 TfR[FEHHA X 7 2L XV 30 L/min TG
L7, &7, WP T oEmm, VA YEHB L O —FF—FR— LR %E
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FEICBIE T AT, B/ 7 uElEE T A AT W ek, WETROT L
— ADFRFUIFIT LD HEEP LT 5720, BIDERE L CORERL— (K
30w, HE980nm) ZEH L, AT Ly XDOFNITHT 45— (Rl
973.4nm) % M7z,

Laser beam

/. Nozzle
Welding / Welding
direction direction
< — >
(Laser-MAG) a (MAG-Laser)
fs (+) 5 ™

le—s! Specimen

Fig. 3.2 Schematic experimental setup of laser and arc.

I BT, B LToABOBARIRE, WHEME RS L OR e o7 ¢ DA
ONWTHHRD =0, e — Rxt L CREIC~Y A 7 0l v X —THWrL, Zokr
iz T A Y —HUZ L D#800 F THIIIE LT-. ®ZIZ, BHeR L I OEWZ X
SE Y LRULIE DT80, 10% T A X — /WK CHm OB R =T 7.

33 HT780 RO NA TV v RIZE B AN NT U BREERER

AEITIE, Vwﬁmms7—7ﬂ479yF%%:%Hé%ﬁ&%@%i@%%
BR AT 572012, JE S 12 mm OFEiE8H HT780 123t L TANL T v (B — K-
ﬁ/-7v~%)@@%ﬁot.%Lf,@&%@@ﬁﬁ%é%ﬁ@%%ﬁ%%ﬁ
EOERFEC RIT T U— ), WEalEE, BT LR, eHsEEE, L
— LT —7 ORI, L—AT/T — 7 FA 772 E O RT A —H OO
TheE Lz, a8t % Table 3.1 1R
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Table 3.1 Main conditions of bead-on-plate hybrid welding.

Laser power: P 1 kW ~ 10 kW

Laser Incident angle 0 deg
Defocused distance: f; -12 mm ~ +12 mm
Welding current: 7, 50A~300A
Arc voltage: V, 10V~30V
Arc Torch angle: o 60 deg
Wire MGS-80
Shielding gas 80%Ar-20%CO, (30 L/min)
Welding speed: v 0.5 m/min ~ 6 m/min
Laser-Arc distance: AL 2 mm ~ 8 mm

33.1 BEABRFHEIZRIET L —F U —DFE

MAG 7 — 7 (2T 255 % L - 150 A, Va: 20V, ABEHEE 1 m/min, 50X
T UBEBE fa: 0mm, 7 — 27 AU\ MZE & L—W AR > MEVZEFEBEAL : 4mm & —
ELELT, b—¥U—%1kWH5 10 kW £ TELIETE— REEEIT-o 72
Bohiz B — RV L OWrm Ik & Fig. 3.3 (T, L—P /U —10kW LL T2k
WTIE, Laser-MAG 38 XU MAG-Laser ISHDOWT VST X1y b, TUH T 4 )b
DIRNBAFIRE AR DR E— RGO, AT L —P U —D NI
o TS Ipn T, L= T —1-3 kW OFEIKIZI VT, MAG-Laser 58 T
LT E — RS Laser-MAG A CIEONTEE Y — RE D REE L 72503,
RIABDEL 72072, L—H 3T —5-8 kW DOFEIKICI VT, Laser-MAG IAHEAN
MAG-Laser 158 X WIEIABZDNRL 72> T, B — FENHELS 2otz —J, L—
PRT—10 kW IZEBWTIX, BEEHEE— RSO0,  MAG-Laser 542,
Laser-MAG &2 & $12, REDOWHEEY — NIX7 X 7 0 VNBHFICREAEL, E
HOEEE — Rick&ar (EE rvry) BNEMPMICELKE. ~vEr
7R R KOS IR T IED M O 3.4 HiCREANCRGTT 5.

F7z, L—HRTU—8 kW O L —HF HIMPERE, MAG-Laser (58235 L O Laser-MAG
WHEOZNENE LN B — RV L UMW Bk % Fig. 3.4 I3, Fig. 3.4 12
£V, MAG-Laser 3 X O Laser-MAG A DO W T ILOEGAICBWTH, L —V ER
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PRV, WARDNEL Y, ZNEF 11 mm B2 mm BBEOEINT 5 Z L)k
RENTZ. £ZT, ™M 7Yy FEHATESARRS ZENMSE5DICHANTH D Z
ENDIoTz. —F, B — REREITIMAG-Laser 1 . (N Laser-MAG 582417 9 Z & T,
TUEHy NBXOT VT 4 TR 2o TV e, L—FHEMOEGAIZT
RTT U ETANDPYESN, REOHLZE LT — NEREIEERT 22 &b
Motz £z, BWIAIE, MAG-Laser DG T A 71 v TR E 720, Laser-MAG
RO EIETFIIRE o7z,

v=1m/min, fy=0mm, [,=150A, V,=20V, AL=4mm
Laser Laser-MAG MAG-Laser
power | Surface appearance | Cross section | Surface appearance | Cross section

1 kW

S KW | e e s e e

5 kW

8 kW

10 kKW

Fig. 3.3 Surface appearances and cross sections of weld beads produced by Laser-MAG

or MAG-Laser hybrid welding at various laser powers.



Surface appearance | Cross section
Laser 8.2mm
[som
MAG-Laser
Laser-MAG 10.2 mm

Fig. 3.4 Surface appearances and cross sections of weld beads produced by laser

welding, MAG-Laser hybrid welding and Laser-MAG hybrid welding.

332 BIALFFEICRIET MAG 7—7 O
1) BHEEROE

L—YRT—% 5kW, WEEREZ | m/min, 77— 27 EE%2 20V, X3 U
Z0mm, 7—27HMIEE L—Y ARy MEVACERMEEAY 4mm & LT, EEE
% SOA 5 250 A FCHAME T MAG-Laser (5 41T o 7. bz iAEE— K
SMBLEs L UMW AR 2 Fig. 3.5 |OR L, HHAAIR S I8 LU — NIRIC KIE T IEEEEDT
DEE% Fig. 3.6 (R T. S0A 75 250 A ITIEEERA NS5 &, WARESIT
71 mm 725 7.5 mm &1EE A EHIET, BEEE— FiEL 4.1 mm 225 9 mm £ T
FA\TEIN Uz, REEER OB, WERENEMLUIZ720T A > 5 v 7 EEOEN
IR 720, WY — ROREEZRE L SHL0, WARESOEIMNIHE Y &5
L7aWZ RSNz, ZOEERIE, 727X A ABEREINEETCHET—27 D
EHNEZ 6T, EOEEGIVIER M BT AR SE A X IERL, K E
TIRE L7 <, EHRASOBAL DI TR\ EHELZ S, AR OV T L
— P L DR — R — LN EEHITHD EEZHND.
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MAG-Laser, P =5 kW, v=1m/min, fy=0mm, V,=20V, AL=4 mm
I, 50A 100 A 150 A 200 A 250 A

Surface
appearance |

10 mm

.~ i o
Cross
section
5 mm
L R T

Fig. 3.5 Surface appearances and cross sections of weld beads produced by hybrid

welding at various welding currents.

10

9
g 8 [ /
s 7 A - = £
[ B =
8 6L =
g /// 8
et - (D
55| ®
n_ -

4 L / —— Penetration depth

—— Bead width

3 : 1 1 1 1 1
0 50 100 150 200 250 300
Welding current (A)

Fig. 3.6 Influence of welding current on penetration depth and bead width of weld

beads made by hybrid welding.

2) T—UBEEDORE

L—YRT—% 5 kW, BEEREE % 1 m/min, ABEERZ 150A & LT, 7T—7%&
JEZ 10V 15 23V £ THINSH T MAG-Laser 184 417> 72, s — K
SMBLIS L OWrE Ik A Fig. 3.7 IR L, SWIARRS B LU — NIRICKIET 7 — 2 &
JEDF 2% Fig. 3.8 |~ d. T— 7 &EEEZ 10 V523 VETITHEMT 5 &, &
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PEE— RIgEIX 43 mm 205 7.2 mm £ TEM U722, FEARESIXIZE A ML
Molm. T—VBEBV TIE, L DAY ERRAETLZERHRENZ. 2D
EAEBIRE T 2720, TRt E ORKE X7 — 27 ORI OWT, HRB
YR L U CORER L —F A2 AN T 7 L—2A L — | 2000 frames/s D& 7 4
[C X VEHEICEIEE L. EBIEE 16 V 8L U023 V TOBIESRE R % Fig. 3.9 35 X U\ Fig.
3.10 (R

MAG-Laser, P=5kW, v=1m/min, f;=0mm, I, =150 A, AL=4 mm
V, 10V 13V 16V 20V 23V

Surface
appearance |#
10 mm

Cross
section

5 mm

Fig. 3.7 Surface appearances and cross sections of weld beads produced by MAG-Laser

hybrid welding at various arc voltages.

75 -

M
— 7 . i
g
E 65 T
£ E
% 6 =
S ~ s
S 55 E
ju s / —— Penetration depth ©
s / —=- Bead width @
0 45 "

4 L 1 1 1 L 1 L 1 L 1 L 1 L 1 f |

8 10 12 14 16 18 20 22 24
Arc voltage [V]

Fig. 3.8 Influence of arc voltage on penetration depth and bead width of
weld beads made by hybrid welding.
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MAG-Laser, P=5kW, v=1m/min, fy=0mm, [, =150A, V,=16 V, AL=4 mm
Time t, | t, +2ms t, +8ms

High-speed
images
(2000 F/s)

5 mm

Fig. 3.9 High-speed video observation results of molten surface behavior during

MAG-Laser hybrid welding at arc voltage of 16 V.

MAG-Laser, P=5 kW, v=1m/min, f;=0mm, I, =150 A, V,=23V, AL=4 mm

Time t,+6ms t,+14 ms

High-speed
images
(2000 F/s)

5 mm

Fig. 3.10 High-speed video observation results of molten surface behavior during

MAG-Laser hybrid welding at arc voltage of 23 V.

T—7@EE16V TIE, W=7 2L, WP LEICBATT DT 38IEE S
L, SHICBFICRWIERM A ZEICRT 5 Z Db ole. —F, 7— 7 EE
23V T, L—VFHETN— L OB L VRN T A Yo 6%k AITBATT
HEEF (b + 14 ms) DR SH, S DICTORREAREM XV SV LETY A
Yo OHEERL (+19ms) L, L—VHREIEESFTHHE (b+22ms) 75
RWBREN, SHICANYyZE LTI L TWDEETF (b +29 ms) MRS
Niz. ZO X5 RBEFERICELY, 7T—rEBEERNTHE, TV EBRELS 2o
T, ARHICEROIENIAL 705 Z LRS-, 207w, 7T — 7 EENEMNT
D&, B — NESHEINT 2 2 L3 oo Tz,
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P EOFER LY, @RS HT780 DL —3 « MAG 7—27 /1 7 U v RIARICE
1T DUSAIR S AR B L O — 7 EEORBIZ L 5D TlERl, b—¥ T

DOFBIZ L 2 LW S, WEEERB L OT — 7 BEOHBINIE, WEEe— K
RN 2 Z EnfER Iz, L, 7T—7EETIETED L, ANy XN
AT DI Ebbhotz. Zild, L—WF 7 L — A ORI - TETE
ISR A~ORBATRICR EFRIT S o7z L HEER ST

333 BAHRREICRIT TR EEE DR

L—H T —% 5kW —E L LT, BEEE% 0.5 m/min 72°5 6 m/min £ TS
BT, TV REEEITH- T2, S5 B — RAMELES X OWnE Ik % Fig. 3.11 (2
AT WEERENELS D &, WEEE— NIRITRS 220, BWARRS ZELS 2D 2
ENRDOND. B — RAMRIX EDIEEEREICB N T T U X T A NVBI T U2y
RDIRWEEFTh -T2, 728, WHEEE 4 m/min LI EIZBWTE, 2EOA Ny ¥
IR 2 Z L PR S, ARy ZERAET LR mEE ET AR LV EE
HNZBIZR LT, ZOBESREEA Fig. 312 \RT. IAHEHE 6 m/min DEE, & 5
A ITBNT, BT A YIRmNOBITT 2T A O, R -
D, TOUETHNERM - - RITITBATT 2 2 LR SN (t+8ms). KIZ,
ZOERMMN L —RETH2MEETELLT (t+20ms), L—HFE—AZHEE
WIS SN2 RSN (t+24 ms). FO%, WiEIZL—FE— ALK
HENH72D, ZHLTHDOPMERII (t+30ms), SHIZARyZELT
L T DR R SN (t+36ms). T 2T, BWEEHEL, 7—27%Ek
IR L QWD Ll SND. F72, ™7V v RO E D A8y X OFAN
X, BT —27 OREWEEEHOFENARFTHZ LA L. 3742bb, 7

JEIENETELD, BHEEHENEHT L THE, T BRREEICRY, U
A Y IIHOEH AR E  EHFASRIIL TRy X L7poi= 0, TR L—Y 3B
SITANRy & & UTHREL Tz,
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MAG-Laser, P=5kW, fy=0mm, [,=150A, V,=20V, AL=4 mm
v 0.5 m/min 1 m/min 2 m/min 4 m/min 6 m/min

Surface (&
appearance|

10 mm

Cross
section

5mm

Fig. 3.11 Surface appearances and cross sections of weld beads produced by

MAG-Laser hybrid welding at various welding speeds.

MAG-Laser, P =5 kW, v =6 m/min, fy=0mm, /,=150A, V, =20V, AL=4 mm

t+20ms
Laser beam ! ere

Time

High-speed
images
(2000 F/s)

5 mm

Fig. 3.12 High-speed video observation results of molten surface behavior and wire

melting during MAG-Laser hybrid welding at welding speed of 6 m/min.
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BEORBEZRFTT 5720, L—P U —% SkW, EBEEEZ lm/min & LT, L—
P OESTT LIEHEZ-12 mm 7> 5+12 mm £ LI TRBELEE. BSoni-e—
RAMEL, BEIRES X OVASAE SIS IF AT LEEBE O 2% Fig. 313 B X
O Fig. 3.4 (TR d. I v — FAMBLIE, BRI T LERRED 77 2 0TmEB LU~ A
FARAFEONWTNET VX7 4 VBT X0y v, BRiFTholz.
LvL, B3 d UEREE-12 mm B8 X012 mm OEEITBWT, ANy Z A%
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MAG-Laser, P=5kW, v=1m/min, I, = 150A, V,=20V, AL=4 mm

fy -12 mm -8 mm -4 mm -2 mm 0mm

Surface

appearance
10 mm

Cross
section

5 mm

fy

Surface

appearance | ..
10 mm

Cross
section

5 mm

Fig. 3.13 Surface appearances and cross sections of weld beads produced by

MAG-Laser hybrid welding at various defocused distances.

PP e 8.6 mm

Penetration depth (mm)

Za—

-14-12-10 8 6 4 2 0 2 4 6 8 10 12 14
Defocused distance (mm)

Fig. 3.14 Effect of defocused distance on penetration depths of weld beads
produced by MAG-laser hybrid welding.
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T, MAG-Laser {AHERFIZ B 7R IRS AR 215 O 5 720121, F—3F—10
DEVEZHEFFT D Z EDNEETHD Z ENbhote.

MAG-Laser, P=5kW, v=1 m/min, fy=-4 mm, [, =150A, V,=23V, AL=4 mm
Time ty+5ms ty +8ms
High-speed
images ty+14 ms
(2000 F/s)
5 mm

Fig. 3.15 High-speed video observation results of molten surface behavior during

hybrid welding at defocused distance of -4 mm.

MAG-Laser, P=5kW, v=1 m/min, fy=+4 mm, I, =150A, V,=23V, AL=4mm
Time t, +6ms t,+13ms

“'. g
Fog %‘_’, ’
Keyhole-*
High-speed
images

(2000 F/s)

5mm

Fig. 3.16 High-speed video observation results of molten surface behavior during

hybrid welding at defocused distance of +4 mm.
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MAG-Laser, P =5 kW, v =1 m/min, f;=+12 mm, I, =150 A, V, =23V, AL=4 mm
Time t3 + 10 ms

[
High-speed el

images
(2000 F/s)

5 mm

Fig. 3.17 High-speed video observation results of molten surface behavior during

hybrid welding at defocused distance of +12 mm.

335 EABRMEICRIET V—Y « 7 — 7 REEER L OYSEER O E

MAG-Laser /A 7' U v REEHIZIBWT, TARRHEICEELZ 52 5 /37 A—2 D
1 2L LT, L—HRAKRy M T =7 MERERER S S, 22T, L—F U —
BILOAEHEAZZNENSKkW BEL O I n/min EEEL, b—4 « 77— 7 M DiEEfk
Z2 mm 15 8 mm I LI THEEEZIT 7. FhNIclak e — FoWrmmIk %
Fig. 3.18 (7”7, _OEYRM DA 2 &, NU—EENMEKT 52 L2k
D, R A~OBMBEND L, ARSI NEL 725 2 LR SNz, BYRHEER
Bt 2 mm OFFAITB N THRK 7.9 mm F2E DIFALE S M LT,

MAG-Laser, P=5kW, v=1m/min, fy=0mm, I, =150A, V,=20V
AL 2mm 4 mm 8 mm

Cross
section

5 mm

Fig. 3.18 Cross sections of weld beads produced by MAG-Laser hybrid

welding at various laser-arc distances.
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TERB L OBIZSE R % Fig. 3.19 [T, WTFNOEBEERICH L TH, [EOH D
BAF72VRBET 245 5T, 280 A DA TIE 10.5 mm FE DR AR DS 5
n, = REHIAL 2ol @lE T ABIEOKRIZEY, L—3 - 7— 7[R
Bt 4 mm TIE, IREEETT 280 A D58 150 A K0 K& WARIMLATERL L T, £ L
T, 150 A DEA, RELSEEYD L3 -720 LT, F—rR— L RGEROE R A8
L7278, 280 A OEA, BVWREERICL 27 —27 HoERICL Y, FREh s
I, F—IR— TZERMATIZTER L T\ aa®, BIAHRERS ML &
B2, INHLORERIZESD, "7y REECB T 26807 —% -« 77—
7 IO BRRE AR A S D LI S, BRI b L, HRhiho K&
ENET L=V « T—7 RO REEENELT 5 2 LA HEER S
.

MAG-Laser, P =8 kW, v =1 m/min, fy=0mm, AL=4 mm
I 150 A 280 A

Cross
section

5 mm

High-speed
images
(2000 F/s)

3 mm Kéyhole

v* Keyhole

Fig. 3.19 Cross sections and high-speed video observation results during

hybrid welding at welding currents of 150 A and 280 A.
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L—HRU—% §kW, WHEEE 2 1 m/min 2 & LT, MAG-Laser /N1 7 U v
R¥EHER L O Laser-MAG A 7'V w RIgH#EZITo 72, o/ — MBI &
Ok % Fig. 3.20 (-7, Wb HlEZEe — RBG oz, Lavl,
Laser-MAG &E#ICBWTIE, RENT X7 40870, BEEIZIIKE/ar
DL, WhpHEE ALY 7T REMIICAEL TS Z &R I
—J7, MAG-Laser {542 TlL, T X7 4 NVDRWREE— RBTER L, HEH
IR Em Y — RREONTZ. 22T, BEEHEICBVLTIE, MAG-Laser &
PEIE Laser-MAG I8 #2 L DV LERBHEE— RO TV D SR I,

P=8kW, v=1m/min, fy=0mm, I, =280A, V,=30V, AL=2mm
Laser-MAG MAG-Laser

Top
surface

Bottom
surface
10 mm

Cross
section

Fig. 3.20 Surface appearances and cross sections of weld beads produced

by Laser-MAG and MAG-Laser hybrid welding.

R E T AR R L OFRmREH & OREOGINOMRAIX % Fig.
3.21 IT/”TF. Laser-MAG /™A 7V w REEH#RFZIE, H2OWA itk T, b—
WIS AR AR I WMEFTIC S &4, MAG 7 — 7 3 L—H B — A%k HIZE
STz, S BIT, RESBALERMAIEK T 5 Z LRI N, ZD%E,
MAG 7 —7 BENEL 2V, BALEBMBNICALERFRRONTZ. ZOEALR
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YR Z X DR B — ROSEEE S DSR2 7 TR O RN R TT 2T 4 v
ERD DD oT. —J7, EREMMEEIZ AR S D BRI D i sg 77 )
DEEHCBEIT D Z RSN, ZROOBRNC LY, RilOKEA R
MREFERmIZIEINLD Z D bhole. ZL OEMERPEEICHELZ & XY
NV TBIGERAETDHEEZ LD, MAG-Laser A 7 U v RIEFERFICIT,
MAG 7 —Z IC X Vi@ L - @BEREICE LT, b= Sh T 50050
Mmolo. WEHAEE RN ERMRINT. £, B IEREH O i)
LHFICHNDZ E XY, WS REPHBEEICHOEVREN R -TZ. 2D
FEA, MAG-Laser /A 7 VU v NEHEECILHR) BAF 2 B OEHE Y — R 5
N Enbnroi.

Time Laser Wire Molten
keyhole /7 pool
High-speed
images "
(Laser-MAG) . A _1:\ \' :
4mm Laser keyhole ~ \Vire : g Melt
flows
Time Melt flows Laser  wire

keyhole //\

High-speed
images

Oxide < X "{ s / . '. i ’ Molten ()
(MAG-Laser) | [ SfRI—— R - a8 POS'_/
4 mm Laser keyhole X

Fig. 3.21 High-speed video observation results of molten surface behavior and schematic

melt flows during Laser-MAG and MAG-Laser hybrid welding.

LAk, BRIE 12 mm @ HT780 $itk D7 4 A7 L—H - MAG 7 — 27 /A7 VU v
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3.4 HT780 SR D NNA TV v RiZ Xk 2 EERERR

WE 12 mm OERIFR O 1 AT BIT 5 1 S A @RERTE O
FARAEIZ OV TR L, BRI L7, 1TRZEA SR A oRB AL, Fig. 3.22
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WORT LIS, EHETARNCEA T OmIC Y L& AN, T—27 ARy MR
BIZ X T &7, ¥y v T OHLEEEMTFEER L. £, ¥rv v
TR TARERL TV @BOERENEIGT 27 — 27 VA YTk o THiTDILD
X2z, KOTHRE L. 7T—7 U A Y OBGGHE L IRBEEROBM% % Fig. 3.23
(R, FER AT A Table 3.2 IR

Vw = VWh/TI? e e e e e e 2@

vw o U A Y
v R

w:F Yy g

h: ARJE

ro UA YRR

Arc spot welding
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| | 12 mmt

Shim
Fig. 3.22 Schematic representation of I-butt joint.
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Wire feeding speed (m/min)

0

180 200 220 240 260 280 300 320 340 360 380

Welding current (A)

Fig. 3.23 Relationship between arc current and wire feeding speed.
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Table 3.2 Main conditions of I-butt hybrid welding.

Laser power: P 8 kW ~ 16 kW
Laser Incident angle 0 deg
Defocused distance: f; -1 mm

Welding current: 7, 200 A ~300A

Arc voltage 244V ~374V
Arc Torch angle: o 60 deg

Wire MGS-80
Shielding gas 80%Ar-20%CO, (30 L/min)
Welding speed: v I m/min ~ 2 m/min

Laser-Arc distance: AL 4 mm

34.1 AL RIETEG T — 7 I VVA T — 7 O

L—H R —% 10kW, ¥¥ v 7% | mm, BEHEREZ 2m/min & LT, HE
T—IBLOVNWAT =7 2 HNTNA Ty NIRRT 7. Bo-imEe—
R OIS JOWNE IR % Fig. 3.24 (27 WLy BiliaiE e — RS L7203,

MAG-Laser, P =10 kW, v =2 m/min
Gap=1mm, AL=4 mm, f;=-1mm

Continuous Arc Pulsed Arc
(300 A/35 V) (300 A/37.4 V)

Top
surface

Bottom
surface

Cross
section

|5mm

Fig. 3.24 Surface appearances and cross sections of weld beads produced

by hybrid welding with continuous arc and pulsed arc.
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MAG-Laser, Continuous arc, P =10 KW, v =2 m/min
Gap=1mm, AL=4mm, f;=-1mm
Time
High-speed
images
(2000 F/s)
el

Fig. 3.25 High-speed video observation results of molten surface behavior

during hybrid welding with continuous arc.
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MAG-Laser, Pulsed arc, P =10 kW, v = 2 m/min
Gap=1mm, AL=4mm, f;=-1mm
Time
High-speed
images
(2000 F/s)
aul

Fig. 3.26 High-speed video observation results of molten surface behavior

during hybrid welding with pulsed arc.
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N, Lo THESTWDEDES . NA 7V v RIS, BWVIRESBH
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UTEED —EORME N B S, £/, WEHENE O &I Xk DEEEHE
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DEEDLD, WHEREZEBSE00 LW EHRINS. Zhicon T,
KIH 3.4.3 THREHT 5.
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Xy v 7 0.5 mm OEAIZHRA BIF 2 e — B35 57z,

MAG-Laser, v =2 m/min, 300 A/37.4 V (Pulsed)
wire = 13.3 m/min, AL =4 mm, f;=-1 mm

Gap~r| 10kw 13 kW 16 kW
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Fig. 3.27 Cross sections of weld beads produced by MAG-Laser hybrid

welding at various laser powers and gaps.
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MAG-Laser, P =10 kW, 300 A/37.4 V (Pulsed)
wire = 13.3 m/min, Gap = 0.5 mm, AL =4 mm, fy=-1 mm
v Surface appearance Cro§s
section
Top
1 m/min
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Top
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Bottom
Top
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Bottom

Fig. 3.28 Bead appearances and cross sections of weld beads

produced by hybrid welding at various welding

WA, WHEHRE R L OB OB L et Lz, IWEdE %2 1 m/min & LT,
AR Z 200 A 725 300 A LZHEIN S CTE OIS O 31 & Wik O 2355 5
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A T, R LOHIRHIINC BRIl 2 5 E S, 250 A & 300 A O DO%HEE
TICBWTRED D O BAFRIEHEET 2T & 2 LR ST,

P=10kW, v=1 m/min, gap = 0.5 mm
AL=4mm, fy=-1mm

1,1V, Cross
a’a Surface appearance )
(wire) section

To
200 A P

244V
(7.8 m/min)

250 A
286V
(9.6 m/min)

300A
374V
(13.3 m/min)

Fig. 3.29 Bead appearances and cross sections of weld beads produced

by hybrid welding at welding speed of 1 m/min.
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P=10kW, v=1.5 m/min, gap = 0.5 mm

AL=4mm, fy=-1mm

1/ Va
(wire)

Surface appearance

Cross
section

200A
244V
(7.8 m/min)

250A
286V
(9.6 m/min)

300A
374V
(13.3 m/min)

Fig. 3.30 Bead appearances and cross sections of weld beads produced

by hybrid welding at welding speed of 1.5 m/min.

Z T, IBBEERE 280 A, AEEEE A 1S m/min, ¥ 7% 05 mm —EE L,
L—H T —8kW 205 10 kW F T S CIAREEIT o T2, 15 DIV IREEE O Wi
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Boniz. L—RU—8kW DA, BHIDOEHEE— RNV EV IR RBAET D 2
ENERR ST, 10 kW OBE, M E— NIZT U2 7 4 VHFEAELTZ. 9 kW
DYy, REEH Y O BRI BB A ER T & 72,

v =1.5 m/min, gap = 0.5 mm, 280 A/30 V (Pulsed), (wire: 11.5 m/min), AL =4 mm, f; = -1 mm

8 kW

9 kW

10 kW

Fig. 3.31 Bead appearances and cross sections of weld beads produced by hybrid

welding at laser power of 8, 9 and 10 kW.
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10 kW | /« - 3
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Fig. 3.32 High-speed video observation results of bottom molten pool during hybrid
welding at 8, 9, and 10 kW.
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WKL, BROEPTEND T b T A FOROERNE D, R Z 025
EMTE, Flz, AGOERIKNORRZ(NG, BN ABIZET 52 b TE
5. BN AEBIEOL, EHET A EOREIS, BEE 1 mm OREZRS, FL—% (¥
VAT VR EAR0.5mm) DAL, N L—TOBENX VG EmD 2
EMFRETH H. EBHORER A IX, Fig. 3.33 (277", Fig. 3.31 OWrimic L v,
BEHEZB<ET, ES 12 mm OFRER 1L EEHIZHE 20 mm, E X 5 mm OF
WEIMTL, Mmucs had A, ARy MNEHZ X RS T 2170, ZEim
DO FHOESIEIFX v v 72BN TSmm IT/ER L, L—F XU —8 kW EBI WY
9 kW OBIZERE T NZ 1 Fig. 3.34 B X O Fig. 3.35 (2T, WIho L—H%
U —IZxf LT h T — R — /L3RR 2 I Bl LT D DT TIERWN 2 & D3RR
nic. =¥ RU—8kW D, HEDERMRIN G, B D O VA 5
DA T LRI TN EBE SN, Zu, N B ZORREEDNK

Fig. 3.33 Schematic representation of specimen used for x-ray

transmission imaging observation.
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P =8 kW, v =1.5 m/min, gap = 0.5 mm, 280 A/30 V (Pulsed), (wire: 11.5 m/min), d =4 mm, fy= -1 mm

t; + 200 ms t; +392 ms ty +484 ms

t,+76 ms t, +216 ms t, + 336 ms

Laser beam

Molten pool Plume

=

~
o
~

. - Welding direction
i ™..i Bubble—4 o
H y

Humping

Fig. 3.34 X-ray transmission observation results during hybrid welding at

laser power of 8 kW, and schematic melt flows inside molten

P =9 kW, v=1.5 m/min, gap = 0.5 mm, 280 A/30 V (Pulsed), (wire: 11.5 m/min), d =4 mm, f;=-1 mm

t t;+52ms ty+72ms t;+92 ms

2mm

ty t, + 44 ms t, + 92 ms t,+120 ms

Laser beam

Molten pool Plume

//K

—

Welding direction
Keyhole

145 mm/s Melt flow

Fig. 3.35 X-ray transmission observation results during hybrid welding at

laser power of 9 kW, and schematic melt flows inside molten
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SNz ZOBTINOFEEEFHET D L, 95mms THhHo7z, —JF, L—P /U —9kW
DEFE, # v T AT R — R — ViR YRR 2 % 5~ L BBEih 5
DR BN, TOERAIGEEIL 145 mm/s Tho7-. ZOERNIE, F—A—5%k
U SOBE ] C DB LRI L D Sk 8 50— — VS ESOBE IS ME ] L7272k
U7-eE2 N5, ZOBHRIUIL—F T —RNFE LR 705, N BV E
— FZJERT 2 Z>HOMH L LT, EmOGIRAVEE BN Z & 10 @ik %
B otz LHEEREND. FT2, 9kW DA, F—R— VAT R 5 55
DD ZENbholz. Thbb, WHlNEHOGRIUIL— T —IC L &
DT EPHERE N, 6L, LI AT R VRN S RIAnN B AT S
ZEBBEINT. INLOKWENEEGRRIEL ZEICK VR T o D
Zlbbhot. Fig 3271250, L= RU—16kW OIA, IBEESIcRa 7 4
IR L TRWVERI L — % — R — LR Z EICEE L T\ A7) L HEZR S
no.

WIZ, BEHOEELEYHR— L, B ~OEGRIVEREZ NI T 5720, A
HIZER > —V R AEZHNT, b—P U —8kW CTHEBREIT-7-. FONI-IARE
' — FOAMIEE % Fig. 3.36 (I~ d. WE—/VRHAZEATLHZLI2k0, B
HAREEE— RNELNZZ ENbs. B, ZOBRA, BHORMER L L
T EDRELEZ NS, WTHUICLTY, BN I RpESETED )
B U, IWHEETH I DR~ AZ TS IFERNGN CTH 722 E AV LT,

P =8 kW, v=1.5 m/min, gap = 0.5 mm, 280 A/30 V (Pulsed)
wire: 11.5 m/min, d=4 mm, f;=-1 mm

Without back shielding With back shielding (Ar 40L/min)

Top

Bottom |
10 mm |98

Fig. 3.36 Effect of back shielding gas on surface appearances in hybrid welds produced
at laser of power of 8 kW.
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MEBIOL—V L7 —7 OEEXIE Fig. 3.1 83XV Fig. 3.2 LEEETHD. T2
WREPESA % Table4.1 (R, BTN Y » Z ISk T AN B S 27 — 7 %
1TV —VRATICRGE LTe. E£7z, BHERIZRIT 250 OBt KO A v
ZFENORME BT 5720, B/ 7 u@EEET A0 A TBLOTFHT 4 v
Z— (JR973.4nm) MWz, 7ok, WBEPICERT HREIEE ORREML, L—Y
BT N—L, AR ZBILONL—YF—R—VFEAEDWRMNE T —ERE T 4
AT TRIE LT, 17—V XFIOTFHT 1 V2 —DHRIE 300~900 nm TH 5.

Flo, WEPICL—P0RERME IR TE 5008 9 e iEgl T 2729, #EEEmIC
74 berFBLUOA Y n A3 =T 2N T L —YPESERH Lz, L2 XOH]
(TR 1030 nm DFH7 1 V2 — A LTz
Table 4.1 Main conditions of laser-CO2 hybrid welding.
Laser power: P 5kW~ 13 kW
Laser Incident angle 0 deg
Defocused distance: f; -1 mm
Welding current: 7, 280 A
Arc voltage 22V~30V
Asc Torch angle: o 60 deg
Wire MG-80/MGS-80
Shielding gas 100%CO, (30 L/min) .
80%Ar-20%CO, (30 L/min)
Welding speed: v 1.5 m/min
Laser-Arc distance: AL 2 mm
Welding direction Arc leading
43 ARy ZREBICRIETT — 7 BEOKE
L—HRU —%& 8 kW, WEHEHE A 1.5 m/min, ¥ v 7% 0.5 mm, EHEER

Z280A L LT, T—7EEZ2VNLH 30V ETHEMSETL—Y « [RERT A
T—IA TNy RIgEEEITo 7=, 150N REE — FAVER L OSBRI
MET DAY X EIIKIFT T — 7 BEOKEEZZNZEH Fig. 4.1 1 X O Fig.
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42 [T KRBT AT — 7 2R L1258, MAG L0 ANy ZRE L FAET
HZENbhotz. £, BE2VEBLIU30V DOBELL DRy 2R EHE
HIZAEE L TODR, 24V OIFE ANy ZENR—F D720 (6 ) Z L3RS
Nz, e, T—7EEN 24V U EIZBWTCELEOEMZHENTET D ANy
ZEIILL D EbbhoTz.

P=8KkW, v=1.5m/min, Gap = 0.5 mm, AL =2 mm, fy=-1 mm, 100%CO,

280 A/22V

Spatter

280 Ai24V 280 A/30 V

MAG 280 A/30 V

Fig. 4.1 Surface appearances of weld beads produced by hybrid welding with CO2 and

MAG shielding gases.
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Fig. 4.2 Effect of arc voltage on spatter formation in hybrid welding with CO2

shielding gas.

ZDANRy ZREBRR LT 5720, MEEET AT ATERCTEZEL
7o, ZORER%E Fig. 43 (R d. 7T— 7 EEEWNT S E, 7T—27 NP KEL A
52 LT KRR SESR DRSS 20, IRSNERLS R D T b mnol. 7—
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7 BIE 22V OBE RN T A Y eummn HEERL L2 < <, RESHRE LTV,
Z D%, BRI X AEREHIZ Y 7 DB ANy 2 & L TN R OV
MRS, 24V O%A, VA PIRER M NEICHEOH L, i —
7 ISTEI S L, BN A b— RIZEE AT 2 Z L BB S h, ANy H
ITIFE AR EN TR ERbhoTz. BENIOV EEWEE, 7T—7 N0
F<2oT, UA Viehun GRENL U7l L— ki 71— A IS I
A EFIC ANy 2 L LTOIROH T Z e b otz. 22T, RBBHAT —7 %
AWTAA 7Yy RIEEEITOHE, T — 27 2Bk T2 L2k, 2%y
2B CEDZ VL.

P=8kW, v=1.5m/min, gap = 0.5 mm, fy=-1 mm, AL=2 mm, 100%CO,

t, +13 ms t, +30ms t, +51 ms

280A
22V

280A
24V

b
t
t

t; +13 ms t;+19ms t; +28 ms

280A
30V

1 mm

Fig. 4.3 High-speed video observation results of droplet transfer during hybrid welding
with COz shielding gas arc at 22, 24, and 30 V.

4.4 BABEHEICRITT L —F T —D 8

WHERE A 1.5 m/min, ¥ v 7% 0.5mm, #HEEE 280A, 7 — 2/ EEL
24V LT, L—=¥NRU—%5KkWn5 13 kW £ TELSETL—Y « REEAT
AT =7 ATV RIgRET >, BONIZEEE— FMELE L OWrmk
% Fig. 4.4 |\~ 3. ZO/MELY, L—V U —5kW OIE, BEEE— FidH
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BOEBE— R TIER<, HOEHMAMOEEOEELE— NZRD 2 ERD)n
572, 6kW 225 10kW F TOFIKRIZE W T, RAF2ElmEHE e — NG o 7.
B R ERIST A7 O O MBS L — R U — DN AV T & R ER SN
2. F12, L= RU—OHEIMIED, B E— FOREMNMEL 720, EFEE—
ROBENIAL 720722 EmdbinoT2. 12kW OE, WMEE#EE— N7 27
ANVIRRET D 2 ERER SN, B, WTNORE ch R e U7 0 13%4
LThRWI Ebbhrol.
%:T,%@?ék@ﬂ,V—$N7~mm%%ﬂkWiT®NMG7~ﬁ
ATV REEBEER % Fig. 4.5 1277, 6 kW IZBWT, o E@mEgEe— R
ﬁ%%m/Mm37~7%ﬁ%#é:kmiof%ﬁﬁ%éﬁ&<&5:&%%
BENT. TkW B EICBWTWFNRO L—H T — 2% LT H B REEa 2 1F
WXz, LnL, TkW DS, "B 77— REE/ML, 9kW OIS, 7
YHET 4N E— RER L, 8kW TRAFREER 2 EINT-. bbb, R
7R RBEERL T 2720 O L — R T —HFANFEF RN ERbhroTo. &
7o, WHEE—RERa T o BNRET D Z LB ERI N,

U EDORERIZEY, V=T REBHT AT — 7 A7V v RIEBEDOLA, TRAH
RENELS 2, FasT 4 ORENRL, L—P /T —DJRWEHIFH T BRI 7295
BEHSMERITE D 2 E b o Tz,

v=1.5 m/min, gap = 0.5 mm, 280 A/24 V, AL =2 mm, f; = -1 mm, 100%CO,

P

Top surface
appearance

Bottom surface
appearance

Cross
section

5 mm

Fig. 4.4 Surface appearances and cross sections of hybrid weld beads produced at

laser power of 5 to 12 kW in COz shielding gas.
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Fig. 4.5 Surface appearances and cross sections of hybrid weld beads produced at

laser power of 6 to 9 kW in MAG.

DI, BHEET AN AT % AV CREHEE R OREBIG ABIZ L. IREEY
ADFER % Fig. 4.6 |27, HEHFRAMMOE SICRIET L—Y U —DF L
Fig. 4.7 \27 7. WTNOEAETIE, EROL—FF—=R—1OnbHLWI L
— LD E L BITNINANR Y ZRLFEEL TV Z ERDh o7z, 12kW
UUTFICERREAmORE SN L= 80— iy, £<725 2 LR
ALz, 13 kW TiX 12 mm OFEWERMAZ R S 7. BAF7eHEm e — NS
L IO BRI R S8 16 mm BA B2/ D Z EdbinoTa. Fi, B
AT = A TV v RIREOEA, BHE— NNV EUVIZRFEAEL TN
ZEbbhol.

v =1.5 m/min, gap = 0.5 mm, 280 A/24 V, AL =2 mm, f; =-1 mm, 100%CO,
6 kW 8 kW 10 kW 12 kW

Molten pool

S5cm

Fig. 4.6 High-speed video observation results at various laser powers during CO2

hybrid welding.
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Fig. 4.7 Effect of laser power on length of bottom molten pool using CO2 shielding gas.

ZIZT, L—PRU—8kW ZEE L T X ERBILEEIT, WP ICEm A
OB O W TBIE LTz, £ OB R % Fig. 4.8 ITRT

P=8kW, v=1.5m/min, gap = 0.5 mm, 280 A/24 V
AL=2mm, fy=-1 mm, 100%CO,

t t+72ms t+96 ms

Keyhole
-

t+ 184 ms t+216 ms t+248 ms

Fig. 4.8 X-ray transmission observation results during hybrid welding

at laser power of 8 kW in CO2 shielding gas.
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Fig. 4.9 Oscilloscope signal detection results during hybrid welding with CO2 gas arc
at laser power of 5 kW (a), 6 kW (b), and 8 kW (c).
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Fig. 4.10 Oscilloscope signal detection results during hybrid welding with MAG arc
at laser power of 7 kW (a), 8 kW (b), and 9 kW(c).
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P =8KkW, 1.5 m/min, gap = 0.5 mm P =8kW, 1.5 m/min, gap = 0.5 mm
280 AJ30 V (Pulsed), MAG 280 A/24 V, 100%CO,

Ni (mass%)

98 | HT780 | 095

@ | MGS-80 | 272

b | Moo | 222

Fig. 5.1 Distribution of Ni in hybrid welds produced in MAG and CO:2 shielding gas.
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P=8kW, v=1.5m/min, gap = 0.5 mm, <
280 A/30 V (Pulsed), AL =2 mm, fy=-1 mm, MAG -IU:
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' . i
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1 ]
- 1 ] I
I [
F BM R CI BM
L HAZ HAZ
0 -8 6 -4 -2 0 2 4 6 8 10

Distance from center of weld bead (mm)

Fig. 5.2 Distribution of Vickers hardness on cross section of hybrid weld joint produced

with MAG arc. (&) upper part. (b) middle part and (c) bottom part.
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Fig. 5.3 Distribution of Vickers hardness on cross section of hybrid weld joint produced

with COz arc. (a) upper part, (b) middle part and (c) bottom part.
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Fig. 5.4 Microstructure of hybrid weld joint with MAG arc. (a) base
material, (b) incomplete recrystallization heat affected zone,
(c) coarse grained heat affected zone, (d) weld fusion zone.
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Fig. 5.5 Microstructure of hybrid weld joint with COz arc. (a) incomplete
recrystallization heat affected zone, (b) fine grained heat affected

zone, (c) coarse grained heat affected zone, (d) weld fusion zone.
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R12.5 mm ! / Weld joint I( >
\_é : 7
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Max: 871 MPa
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Max: 872 MPa

5 10 15 20
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(b) CO2

Fig. 5.7 Tensile test results of hybrid weld joints produced in MAG (a) and CO: gas (b).
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12, -40, -10 3 KT 20°C DIRE TR 21TV, WITNDOEETHL =207
JVEHIE LTz, -40 B L O-10°C OfER T ITiikERZTmHEAI L TR L7Z. 155
Uiz ik B % Fig. 5.9 IR,

55 mm 10 mm

|
7
Weld joint-—-—-':i'/;'/ €
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Fig. 5.9 Results of Charpy impact test of base metal and hybrid weld joints
with MAG arc and COz gas arc at -40, -10 and 20 °C.
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THIZL, EDX THMT L7z, TN THE L= ikE OBl ZfE R % Fig. 5.10 15
L O Fig. 5.11 (2R T

Fig. 5.10 SEM micrographs of impact fractured samples of hybrid weld joints tested
at -40°C. (a) base material, (b) hybrid weld with MAG arc, (c) hybrid weld
with CO2 gas arc, and (d) SEM photo of (c) at higher magnification.

Spectrum 1

Fig. 5.11 EDX analytical result of inclusion in Fig. 5.10 (d).
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Fig. 5.12 Schematic process of specimen preparation for oxygen measurement.
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Fig. 5.13 Measurement results of oxygen contents in base material, wires and hybrid

weld fusion zones produced in MAG or COz gas.
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L—W - MIG 7 —2I A7V v Rigtaitolz. R LY A L MGS-80 T
b 5. W — NAMBLES X O TR OBLESRE SR 2 £ 1 4L Fig. 6.1 3 L U Fig. 6.2
[T, bR —10 kW, BEEEEEE 1.5 m/min OS50 THV > BiRiEHE % 15
biviz. TN TR LTe5E, WIARESIEIMAG B8 LRI A LD
EL 72D 2 ERbroT2(FA4TETOMAG B L WIREEHN A TORER & DOLER).
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T, WiT AT RN L=« MIG 7—27 A 7 U v RIEE IR 72
W2 FRT 2 2 LR CH D Ll ST,

Top Bottom
surface surface
appearance appearance

10 mm 10 mm

Fig. 6.1 Top and bottom surface appearances of hybrid weld bead produced by
laser-MIG arc hybrid welding in 100%Ar shielding gas.

P=10kW, v=1.5m/min, 280 A/ 30V, fy = -1 mm, AL =4 mm, 100%Ar
t t+16 ms

4 mm

Fig. 6.2 High-speed video observation results during laser-MIG arc hybrid welding
in 100% Ar shielding gas.
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A7V REEEAT T, (50N EERE R % Fig. 6.3 [Z~ 7. Hlgiy RAF 7250
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P=10KkW, v=1.5 m/min, gap = 0.5 mm
270A/ 264V, fy=-1 mm, AL =4 mm, 100%Ar

Surface Cross
appearance section
10 mm

2 mm

Fig. 6.3 Surface appearance and cross section of hybrid weld bead produced by
laser-CMT arc hybrid welding.

P=10 kW, v=1.5 m/min, gap = 0.5 mm
270A/ 26.4V, fy=-1 mm, AL =4 mm, 100%Ar

t t+6 ms

t+95ms t+12ms

Fig. 6.4 High-speed video observation results during laser-CMT arc hybrid welding.
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v=1.5m/min, gap =0.5mm, 270 A/ 26.4 V
fy=-1mm, AL =4 mm, 100%Ar
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Top

appearance | il = -

surface

Bottom
surface
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Fig. 6.5 Surface appearances of hybrid weld beads produced with laser-CMT arc
hybrid welding at laser power of 11 kW and 12 kW.
SO, N EVITREED R 572012, BE T2 L TR#EL1T-
7o BN, B EFRICO HT780 ThD. 55T IAHEAE R % Fig. 6.6 |27~

P=12kW, v=15 m/min, gap = 0.5 mm, 270 A/ 26.4 V
fy=-1mm, AL =4 mm, 100%Ar

v 1.5 m/min 1 m/min

Top
surface
appearance

Cross
section

5 mm

Fig. 6.6 Surface appearances and cross sections of hybrid weld beads produced with

laser-CMT arc hybrid welding at welding speed of 1.5 m/min and 1 m/min.
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Fig. 6.7 Measurement results of oxygen contents in base material, wires and

fusion zones made with Ar gas.
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Fig. 6.8 Results of Charpy impact test of hybrid weld joint produced
in Ar gas arc at -40, -10 and 20 °C.
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PR B R O AT £ CREAENRE L2 BT, RIIRO AR IE & 72 0 EEEEILH
ATTZbOEHESh, EhOBMEEIREINLRETHLI EEXOND.

P; =16 kW, v, = 1 m/min, gap = 0.5 mm, f; =-1 mm, AL =4 mm, 100%CO,
300A/ 24V 320A/ 26V 340A/ 28V

Fig. 6.9 Surface appearances and cross sections of weld beads produced by laser-CO2

arc hybrid welding at various welding currents.

Base material

Fig. 6.10 Horizontal section of hybrid weld, showing discontinuous

cracks along weld bead centerline.

Fig. 6.11 SEM observation photos, showing crack surface and artificially-fractured

surface of hybrid weld fusion zone
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Z I CWRIT, IEEEERZ 300A —EE L, v v 7% Imm ([ZEINIEToNg
7 Uy Na#EEZITo T, BohlEEe — FMELE Fig. 6.12 ITR”T. ¥y v/
Z07mm £7213 1 mm (ZHINT 5 &, BlEEREHE NN, WThorEs:
REE— RNZT o ZT7 A DBREL, BRI CE L TRERT S 2 & DR
STz, Flo, Xv v 7 1lmm O5E, Z<OARY ZIRREE— NMHET D
BB Nz, ZHUEX Y v TOEINC L > TT — 27 DAL EIL IR > T2
EEZLND.

P, =16 kW, v, =1 m/min, 300 A/ 24 V, f; = -1 mm, AL =4 mm, 100%CO,
0.5 mm 0.7 mm 1 mm

Fig. 6.12 Surface appearances of weld beads produced by laser-COz arc hybrid

welding at various gaps.

WIZ, X% 7% 0.7 mm &EEL THEEEEZ 1| m/min 7>5 1.7 m/min £ T
LS HETHEELITo 0. GOy — NS A Fig. 6.13 IR, B4z
HEEDS 1.6 m/min LA FO86, BBOEEE — RBER I NI, RiEn7T &
Tl B E— RN B RAE LT —JF, 3 1.7 m/min T,
REIZT V7 4 Ve BT HMEARDOEER L 720, BiBEE NS 6
Ieipnolz. T, BIE 25 mm O E R HT780 DG IAREL 1 /XA TRAF
REEEEER A ERT 5 Z E N IEFICREETH D Ll s .. £ 2T, \IT,
WENED 2 /NANA T Uy REEEEZITo72. £9, v v 7 0.5mm O 1 E%E
AT LT, L= T —% 16kW, REHE % 1 m/min & [EE LT 1%
ZBDONA TV v RE#EZAITV, 20K, fBZEESET 2 SABDONA T
Uy REEBEAIT o 2. IR RICKTT 2 XZAB O L—Y U —F L OREEH
JEDOFE L Fig. 6.14 (9. WD D 2 RXANA T U v RIESEOSEE,
R EBEE— RSO, L= U —6kW O5E, Elhn2 /32 H
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DIEERBO TEICRE L. 22T, L—PRNU—Z4kWIZHDV T L, &
RO RN RIF 72— RO ST, 20856, 1 232 HORIITERH
frESNTZ. ZORRLIY, EEHREB IOV — T =2 03 550015, #
NOBLIEICAEN TH D L HEE ST,

P, =16 kW, gap = 0.7 mm, 300 A/ 24 V, fy= -1 mm, AL =4 mm, 100%CO,

1 m/min 1.5 m/min 1.6 m/min 1.7 m/min

Fig. 6.13 Surface appearances of weld beads produced by laser-COz arc hybrid welding

at various welding speeds.

P, =16 kW, v, =1 m/min v, = 0.8 m/min, gap = 0.5 mm, 200 A/ 18 V
gap=0.5mm, 320A/ 26 V P,=6 kW P,=4 kW

Fig. 6.14 Surface appearances and cross sections of weld beads produced by two-sided

laser-COz arc hybrid welding.

ZZTRIZ, MAG 7— 7 ZHWTRED HFIETANA TV v RIEEEIT- 1=,
R X OME BT IR BERE % Fig. 6.15 (R d. BAFRIEE SN T&
D2 EDHER SN,
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Gap=0.5mm, AL=4mm, fy;=-1mm
P, =16 kW, v, = 1 m/min, 250 A/ 28 V (Pulsed)

P, =6 KW, v, = 0.8 m/min, 200 A/ 25 V (Puised)

First
pass

Second
pass

Fig. 6.15 Surface appearances and cross section of weld bead produced by two-sided

laser-MAG arc hybrid welding.

632 FTE 2/3ANA TV v RIEBIZB T A8

HIEICIE, MWH 2 SANA T Uy FE#EEL Y, BRIFRB@EES 2 FR T
XDLRMERHDZ ERNb ot L L, KA O SKERVER TSGR TH 0 R
THHI LR, MDD 7 L—Fhia POAEROIKR FHARMEE 2 5.

ZZTAHEITIE, RENDD 2 NANAT Uy REEEITo T2, 8 4 EORE
KLV, MAG T —7 2 LT-5E, RAZREEIERS 2 72 O
BDIEE T Do 72, HrIC, BEA L B IRRE B2 E DRI A I A Lo
ZERbhoT. BT, RENIRBEH AT — 7 AT, 7V v NIRRT
STz,

FT, | NAHCTRARERHE— F2ERT L2 HME LT, BHEMEICK
ETESIT T LIERE OB A MF L. ¥+ v 7 0.7 mm O 1 B2EEEHC
LT, L= U —% 16kW, HEHZEEA 1.5m/min & EE L CTHE AL LREE
Z—=5mm 25 —18 mm F TEMEIETINRABDONA T Y v NEEEIT- 72,
o EE e — MM L OWiE Ik % Fig. 6.16 (2R3, —5 mm 225 —14
mm £ COHFMIZIBNT, BBEEHRA SO, o, Bl Lz ~ o
FAFENCHIMEED &, BEE— RNV EUVTORENR LN, LL,
—18mm TIE, ¥ BRI R L. Znid, REERO L — 80—
EMEL Ip o722 2120, L=V =200 HEOREICIRE Sh, ELS
A SN L—ME TN LIen EZE2 D, —F, —14mm OGE, Wi
EEPEICHINDFAE LT, M BBEEORS, WHEeR T LN AET
HZENZNZ EnbhoTlz.
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P =16 kW, v=1.5 m/min, gap = 0.7 mm, 300 A/ 24 V, AL =4 mm, 100%CO,

-5 mm -11 mm -14 mm -18 mm

- 4‘ ‘

Fig. 6.16 Surface appearances and cross sections of hybrid weld beads produced at

various defocused distances.

Wiz, L=V oESF T UEHE —14mm EEELTEX v v 7% 0.5mm 7D
I mm £ T, BEHEEIZ 260A 705 350A FTESHETNA T U v RIEEET
ST, B LN R R % Fig. 6.17 3 X O Fig. 6.18 (Z/~7°. Fig. 6.17 LV, W
THOX v v 7% LTHEBEERAS Dz, FKmid L — 3k &ALl
DGR E DB Z B> 72. 0.5mm OEEEEE— RNV E U TR A L,
1 mm OERENT X7 40E72D, 0.7 mm OFE BIF725HEE— R34S
LTz, F£77, 0.5mm BILN0.7mm IV TEEEEE O F sl B vy 384 L
TWD Z ENRER ST, KRS, e — NIENIAWE ZAIZRLND X5 TH
5. —J7, 1mm OE, EEEBIZEIIEEL TV RhoT. ZThbDZ &
O, WHEE— FIZBWTRIRNZ &OK Y, PREOEENENLGE, V7~
—VEHHETI ML TV A RAEI E L OB CER B BAE LT D L

LIND. —J, 1mm OLEEETICEMEGEZ EZE@NOIETELD Z LI
L 0@ 7e 0, BEEENOAE U S ERE SR ST, Bl is A L
MoloBEZ LS.

Fig. 6.18 KXV, Fx v 7 0.7 mm O, HHE 260 A TliX, EEIZT &
T4 IVBRAE LT\, IEHEEREENSE S &, T2 7 4 VORERR LN
72. 320A TiE, NV REA LN, EIL300A T, BHREEE—FR
FEUWESNTZ. —F, 1mm OHE, &\ 300A BLU330A TlEEE— NEH
WZT BT A NVBRAETDH T ENERINT. ZEF Yy vy TR RELS RS T
ZEIZEY, LR e L EBEL, BRSRNIETELIEED EZ XL
b, BH350A T, BAFREmE — REE LN, EHEBICIERIR R VR
ELT.
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P =16 kKW, v=1.5 m/min, 300 A/ 24 V, AL =4 mm, fy =-14 mm, 100%CO,

0.5 mm 0.7 mm 1 mm

Fig. 6.17 Surface appearances and cross sections of hybrid weld beads produced at

various gaps.

P =16 kW, v=1.5 m/min, f; = -14 mm, AL =4 mm, 100%CO,

Welding Bottom surface Cross
current appearance section

Gap

0.7 mm 260 A

0.7 mm 280 A

0.7 mm 300 A

0.7 mm 320A

1T mm 300 A
1T mm 330A
1T mm 350 A

10 mm

Fig. 6.18 Bottom surface appearances and cross sections of hybrid weld beads

produced at various gaps and welding currents.
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BEWNT, 2NZAHDONA T YU REEERITo 1o, SRR KOG b Lo 3
% Fig. 6.19 IT- 7. WT L HBEE A FRC& 7203, L—¥ /U —12kW,
FRHOREE @ 1.5 m/min DS TEIND 2 XA B O Y — FO FEHIZHAEL T
7o, L—H T —8 kW B X OEHEEE 0.8 m/min (2D S 7-854, Elhoze
WEIFREEE— FOMMERTEX 5 2t 3bho . EHEENER LT 572012
1%, 2 /32 HOBHEROEARRI ZHIRT 5 MERHDH Z ERnbhol.

Figure 6.20 (a) Figure 6.20 (b)
Parameter
First pass | Second pass First pass Second pass
Laser power 16 kW 12 kW 16 kW 8 kW
Gap 0.7 mm — 0.7 mm —

Welding speed 1.5 m/min 1.5 m/min 1.5 m/min 0.8 m/min
Welding current 300 A 350 A 300 A 200 A

Focal position -14 mm -1 mm -14 mm -1 mm

(a)
Fig. 6.19 Cross sections of weld beads produced by one-sided hybrid

two-passes welding.

U EDOFER IV, 25 mm O @RIk LT, Wil 2 NAB IO HE 2 /3R
L= T =77V REHAC LV MR EsRtraRET 5 &, Kb X
ODEFIINAVETRT U HE T 4 D7, Eld e\ R4 72 BlEsE 3 E
HTEDHZ EnbroT-.
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6.4 HRE 24 mm OEFRESH HTI80 DA TV v FEEEM:

51 HR5R X 75 980 MPa LA oD i8R F1 8l 3 72 & OBEAIMEE 2 HEFF T 2 720,
WHESICBBEDPBI NG RN IS, @, v 7 H A% — /L R R L U
LCTWb., £ZC, AHiTlE, JEX 24mm O HTI80 HiEHMICx LT, L— -
MAG 77— A7V v REEIZL Y, WiE 2 SAEITAHE 1 732 TOREENE
WZOWTRRET L7z,

6.4.1 TE 2 /7%ANA TV v FIEBICB T DM

JE X 24 mm ORI HTO80 Ak LT, 1 /NABHDANA TV v RIEHEEZAT
VY, Z0%, REE KEESET2XABDOANAL T v RIEEEZ{ToT-. 5oz
W E— FOAMER X OWrE IR %2 Fig. 6.20 (2R d. BARIEES AN T
DT ENRR I N

Gap=0.5mm, AL=4mm, fy=-1mm
P, =16 kW, v, = 1 m/min, 250 A/ 28 V (Pulsed)
P, =6 kW, v, = 0.8 m/min, 200 A/ 25 V (Pulsed)

First
pass

Second
pass

Fig. 6.20 Surface appearances and cross section of weld bead produced by two-sided

laser-MAG arc hybrid welding.

642 FTE 1 /73ANA 7V v REEBIZBIT 558

AHHE T, 2607 4 A7 L—H L 1 HDOMAG 7 — 7 KL A, JEX
24 mm O HT980 iR AIFAMUT KT L CTHT 1 7S ANA 7 U RERIZ L2 Bl
Pk F OERIZ 7o RIS E O X % Fig. 6.21 IZ~d. fEHLZL—%
FEREE, BRKHEI0KkWBEIWRI6KkW DT 4 A7 L—HFTHY, 10 kW R
ROV —HFHIL T T 0300um D7 7 A =5t Sh, BRI A 200mm O =Y
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A—a v bR EEARE A 600mm OESEL L X THER S L2~y RiZ

FoTAR Y FE OO UM 12BN SN, L—FE—AFFEED 10° O TEEHS

PGS 72, 16 kW FEIRERO L—H L= 70 200 um O 7 7 A N—"Tfak s,
SR £ 200 mm D2 ) A— g 0 Lo X SEEE £ 280 mm D L X TRERK
ST~y RIZE o TAR Yy ME280um (2B S, b—F B —AFEEHC H®
EIZHHF SN, MAG T —27 2R L, WM —2 %7 Th s, L—HE T
— 7 OFciEOFRAIX % Fig. 6.22 177, #EHZIOWT, Fig. 6.23 [Z~T X 912,

Optical fiber Optical fiber
(Core diameter: ¢ 300 um) (Core diameter: ¢ 200 um)

Disk laser 1
TruDlsk 16002
Peak power: 16 kW
BPP: 8 mm*mrad

Wire feeder
Wire: MGS-80 (¢ 1.2 mm)

e )
T uDisk 10003

Disk laser 2
Peak power: 10 kW
Wavelength: 1030 nm
BPP: 12 mm*mrad

Shielding gas
/ 80%Ar - 20%CO,
- / 30 L/min
tn
—

Welding direction

High speed camera Arc power supply

Fig. 6.21 Schematic experimental setup of laser-MAG arc hybrid welding using two

disk lasers.

S el bea\'\’\ 2
\

La Laser beam 1

Nozzle

// Welding

direction

60° :
A5 (MAG-Laser)

Specimen

Fig. 6.22 Schematic experimental setup of lasers and arc.
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Arc spot weldlng

Gap1

|+

24mm| |

|/24 mm

Gap2

Fig. 6.23 Schematic representation of butt joint for 24 mm thick HT980 steel plates.

BASEmE 23 L — b

7] Vi
w7,

BEXZ2HFT5EHCMT L. 228
WV LB AN, T—7 ARy MNEREIZID Xy v 7Ob H5EE
TR VEBESAE % Table 6.1 (275,

AT DRI

Table 6.1 Main conditions of laser-MAG arc hybrid welding.

Disk laser powerl, P, 10 kW ~ 16 kW
Disk laser power2, P, 8 kW ~ 10 kW
Laser | Defocused distance 1, fy, -1 mm
Defocused distance 2, f;, -5 mm
Incident angle Diskl: 0 deg, Disk2: 10 deg
Welding current/Arc voltage 350 A/37 V (Pulsed)
Torch angle 60 deg
- Wire MGS-80
Shielding gas 80%Ar-20%CO; (30 L/min)
Root thickness 8 mm, 10 mm, 12 mm
Welding speed 0.8 m/min, 1 m/min
Laserl-Laser2 distance, D 30 mm
Laserl-Arc distance, AL 4 mm
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BANS, L—P8U—P; 1 16kW, P;:8kW, IREHHE : 1 m/min, Xv v 7 1%
2mm 75 3mm F (LI TEEEIT, WARFHEICRIET X v v T OB s
L7, o nilEsE e — RO L OVERERER % Fig. 6.24 I~7. Wi
DF ¥ v FIZBNTH BIBEHESDER T D Z EnbhroTc. x> 7 2mm B
FO25mm OEE, REOH L BAFRREE— PR Sz, UL, ErE
—RNZBEZ 1 mm BEOT VX7 4 VNRELE. —F, v o7 3 mm OFA
%, REOE— RIZT7 o F 7 4 VOFERHEZR SN, £, W biste@sicE
NOFET D Z ERnbooT-.

WIZ, v v 71 :2mm, L—Y /U —P;: 16kW, P::8kW, ¥HEHEE : 1 m/min
CHEEL, — MNEXZ 12 mm 25 8 mm F T S TASALFHEC IF T /L—
NE SO L. 50Tz e — RS L OGEERIERZ Fig. 6.25
(RT. b NEE ORI, FEE— RIZT ¥ 7 1 )L OFRUE R O
R5i, 8Smm OEAITIHRELRBFIREL, BLZ2mmBEBEOT X7 1 )v
DR LTZ. —0, WTFNOBRESBEICBWTHERNARAE L. v— NES DR
DIZEVENORINEINT 5 Z L b bhoTz.

P;=16 kW, P, =8 kW, v =1 m/min, Gap2 = 0 mm, 350 A/ 37.4 V (Pulsed)
D=30mm, d=12 mm, AL =4 mm, fy; =-1 mm, fy = -5 mm, 80%Ar-20%CO:

Gap1 2 mm 2.5 mm 3 mm

Top
surface
appearance

SR AL | L e

Bottom
surface
appearance

Cross
section

5 mm

Fig. 6.24 Surface appearances and cross sections of weld beads produced

by laser-MAG hybrid welding at various gaps.
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P; =16 KW, P, =8 kW, v=1 m/min, Gap1 =2 mm, Gap2 = 0 mm, 350 A/ 37.4 V (Pulsed)

D =30 mm, AL =4 mm, fy; =-1 mm, fg = -5 mm, 80%Ar-20%CO>

d

10 mm

8 mm

Top
surface
appearance

Bottom
surface
appearance

Cross
section

5 mm

Fig. 6.25 Surface appearances and cross sections of weld beads produced

by laser-MAG hybrid welding at various root thicknesses.

ZIT, BHEE—PFRBRICKIET Yy vy 7B LU0 — MNESDOE
T Fig. 6.26 |27~ /L— X% v~ (Gap2) : 0mm IZBWNT, WTNDOEAIC

P, =16 kW, P, =8 kW, v =1 m/min, Gap2 = 0 mm,
350 A/ 37.4V (Pulsed), D =30 mm, AL =4 mm,

fy1 = -1 mm, fy, = -5 mm, 80%Ar-20%CO>

Gap1

8 mm

2 mm

10 mm

2.5mm

12 mm

A«l/

Fig. 6.26 Cross sections of weld beads produced by laser-MAG

hybrid welding at various root thicknesses and gaps.
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FEmE— RBRLEICLR T2, Wb b, BEIZT V& 7 4 LRHELLT W
ZENbmolz. —KMNEXd: 12 mm, Gapl : 2 mm DAL, EHROT >
7 4N L, )RR BBEEER AR OoND Z R bho Tz,

512, —FEX :12mm, Gap2: 03 mm, Gapl : 23 mm, L —H U —
P>: 8 kW, WHaHE v: 1 m/min EEEL T, L—¥RU—P; % 10 kW b 16
kW £ CE{L S TEARFFEIC RIET L—F U —DREL R LIz, Foh
T e — NOsMEl I L ONVEBE R % Fig. 6.27 |2~ 9. Lv—FXy v 72 %
0.3 mm (R E LB AL, IR E R Em e — FRonic. —F,
L—HRT — DI, EEEICEINOR SITFE L 05 2 &3 RS, 16
kW OFFEIZE S 0.5 mm OEAFEK L Tz,

ZIZT, =AU —P 16 kW LEEL, L—Y T —P% 6 kW 225 10
kW £ TZLSETAA TV » NEELZIT o T2 15 O NG R % Fig. 6.28 1
RT. =P RNT =Py 6 kW DAL, IR B RREERE R L, Hime—
NIZBEZ 1mm OF7 X7 4 ARFEAETDHZ ERMERINZ. L—F T —
P> 10kW O5E1E, B ORI ARHAI L 720, EEIZB LE 1mm OFlH
DK LTz, T7ebb, L—H%/"U—P;: 16kW, L —H /XU —P,: 8kW Ttk
W BRI BRI NG DD Z EboT-. Lo L, WERmE— Niadb L
BB EIRAEL, WEERIZB L Z 0.5 mm OEINSER LT-.

P, =8 kW, v=1 m/min, Gap1 = 2.3 mm, Gap2 = 0.3 mm, 350 A/ 37.4 V (Pulsed)
d=12mm, D =30 mm, AL =4 mm, fy; =-1 mm, fy; = -5 mm, 80%Ar-20%CO2
P; 10 kW 12 kW 16 kW

Top

surface )
appearance

Bottom
surface
appearance

Cross
section

5 mm

Fig. 6.27 Surface appearances and cross sections of weld beads produced

by laser-MAG hybrid welding at various laser powers P;.
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P; =16 kW, v =1 m/min, Gap1 = 2.3 mm, Gap2 = 0.3 mm, 350 A/ 37.4 V (Pulsed)
d=12mm, D=30 mm, AL =4 mm, fy; =-1 mm, fy, = -5 mm, 80%Ar-20%CO2
P, 6 kW 8 kW 10 kW

Top
surface
appearance

Bottom
surface
appearance

Cross
section

Fig. 6.28 Surface appearances and cross sections of weld beads produced

by laser-MAG hybrid welding at various laser powers P>.

ZIT, o WEEE— FE2E85720, #E% 0.8m/min 127 & L T
BiToTlz. HBHoNT-rE R 2 EEEE 1 m/min & g LT Fig. 6.29 (2~ HE
Z 0.8m/min [Z¥E< §75 &, KB — NiER L OVEESORNILL 720, IEHED
2K 4mm ORWENARA Lz, &5, EEEET A0 AT &AW CRETR

v 1 m/min 0.8 m/min

Top
surface |k
appearance

Bottom
surface
appearance

Cross
section

5 mm

Fig. 6.29 Surface appearances and cross sections of weld beads produced

by laser-MAG hybrid welding at 1 m/min and 0.8 m/min.
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DT N—LZFE AR LT, OB R % Fig. 630 II~7T. OO L —HI(Z
BOWTHEEPICEWT L —ARNEAET L Z ERERI N sV L —FiFE
N—DLDFAET, L= E—LEHAFEHZ L THF—R— A2 ARZEIZ L TEHE
IWRBES IR EERLEICLTND Z BRI D.

P;=16 kW, P, =8 kW, v = 0.8 m/min, Gap1 = 2.3 mm, Gap2 = 0.3 mm, 350 A/ 37.4 V (Pulsed)
d=12mm, D =30 mm, AL =4 mm, fy; =-1 mm, fy, = -5 mm, 80%Ar-20%CO2

t t+4 ms t+8ms

Fig. 6.30 High-speed video observation results of laser-induced plume during

laser-MAG arc hybrid welding at 0.8 m/min.

FIT, LT N—LERET DD, TAVzy MEEAWTEEEZIT-
7o, EEROMMEIX % Fig. 6.31 ()IZ~d. L—VFE—LA 1 DFWLETHAY =
v R AN EEEL, Wi 100 Limin O No A ZH L. G- EEe —
ROANELEB LOWEBIRE T AT = v b A LOYE & ik LT Fig. 6.31
ODWIRT . AV =y b ANVEFERHLESE, 1 AAATERLORWELHH
BREMAERICE /72, WAV 2y b ANVERAWEEEDO 7 — L3808
LHERA Fig. 632 ITRT. HAY = v N ZAVEAWVTESHAIE, 10 kW BIO
16 kW O L—HF 7 — NI 725 2 DR STz,

ULk, JEE 24 mm O HTI80 Mk NIz k LT, 2 AL —HFE20FH L CThHIE
1 RXANAT Yy RIRBEEIT TR, WAV 2y b ANVEHNT L —HHIR
TN—LOE I M 5D 2 LI X0 B O R IR T B AT e BIRERET AME
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WWTEXDHZEnbhrolz. 728, REOHHEmE — FOMITEEETH 5 L ¥
Wr <7z,

With gas jet

Without gas jet ]
N(100 L/min)

2
Lase' pea™

Laser beam 1

Welding direction ~ Gas jet: N, (100 L/min)

(a) (b)

Fig. 6.31 (a) Schematic representation of using gas jet. (b) Surface appearances and cross
sections of weld beads produced by laser-MAG arc hybrid welding without

using gas jet and with using gas jet.

P; =16 kKW, P, =8 kW, v = 0.8 m/min, Gap1 = 2.3 mm, Gap2 = 0.3 mm, 350 A/ 37.4 V (Pulsed)
d=12mm, D =30 mm, AL =4 mm, fy; =-1 mm, fy, =-5 mm, 80%Ar-20%CO,, N, (100 L/min)
t t+4ms t+8ms

&.

t+12ms t+16 ms

Fig. 6.32 High-speed video observation results of laser-induced plume during

laser-MAG arc hybrid welding at 0.8 m/min with using gas jet.
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65 W=

KETHE, BEROA Ny 2B LR ESETOBRFZEZIRHSE 5720,
TN T AEZHNTL—% - MIG 7—27 £721X CMT 7—27 4 7 U v NE
BatToT. TOMPEETM L, EEECT AN A T DIEEHREZ A L.
F72, HE 25 mm OEHRIH HT780 (2% L C, i 2 /NAB X O 2 73V A N
A7V NI L2 Bk T OER 237, BIABRRHIC AT FE S
TA—ZDORELRF LI, 51T, RE 24 mm Ok 8 HT980 (Zxt L T,
I0KW BL D 16kW2 BEDOT 4 A7 L—Y L MAG 7T —27 ZH\WT, Al /%A
ATV vy FEBEIC L 2 Bl T O AR T AR & Bl s 4d
DE B R FET RS OEBIZOVWTHREIL, L—F 7 L—2DEEIZON
TEALEE., KETHLONE/EREZELDLE, LTOHEY THDH.

1) L= +MIG T —7 721X CMT 7—27 A 7 U v RIEHZEORER

O TN HAEFHALIZMIG 7—27 L DA 7V v FIEHEOEA, A
FIRINMAG BELORBAI ALV ELS 2D EnbhroT-.

@ CMT 7—27 /A 7V v RIEHERHZIE, VA YO 26l cE, 7—7
FAERFZY A Y IZEBHIZ m2y> THEIT L, VA VIREahic 8z U TR
WReIZZe B &, T— 7 BHZ, VA4 Y EBIERT Z &I X - TEME AU
Ihiz. ZORR, ZERBWMBITHEZ > TWD I ERbhrolz.

@ FTNITLHTAERANTL—H « CMT /A 7V v RIEBEZBWT, Hif
NV TRBRELRRE LT NI ENbhoTo. 1 XA TR Bl
WHERZET 2 Z ENEETH D Z B3R STz,

@ NEVTREELEIET 7200, YT A L TR BimaeE
MEGLNT., £, BNEIET D7 OICIEHEHRE 2 S5 2 &
HhCThoTlz.

® =¥ CMT 7 —2 A7V vy REEHETIHE, BESRESOBSERELK 64
ppm IZIGIK T X 5 Z &b otz. BEREN DRV EITII R 72 Em
BHE—RERERT OO EDBRNETHLZ bbbtk

® ¥y E—EEREBOMEER, -40~20COIEEICB W TR R /L ¥ —|
140 J Ll Elz@mroTe. WHEFORMHITIREE T A LV &<, MAG 7 —
7 EFERIETHLZ EnbiroTt.
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2) JEE 25 mm IR HT780 DA 7'V v RIRBEDHE R

() Wmm2 XA L—H « [REET AT — 7 A7V v RIEHERER
D IBEEEHRFICH LT, L—F « REETAT—I 47U v RIEHEIZ

2)

5 1 NATRAZEIBEER 2R T 5 2 LRI lﬁf%ékﬂm

S,

WA D D 2 /NANA T Uy REBEOGE, Figi) /e BAT 72 BB EE 23

Bz,

1 RAHDOWEHEE, L—P"U—:16 kW, WEEE : 1/min, ¥¥ v 7 :

0.5 mm DR TERWEEAL DB 2 FRTE, BN EEeSE TEIC

BAELT-.

% MRIAB DL — RIZB W THEINATAE L7, Z OFUTRIE %
WZFRZ D, YIRS EEE S EAL, F O IERIZEIN A LT EHEER S

, miREh (BEEFN) LHES .

2 A HOWEHEL, L—Y U — 4 kW B L OVAESHE : 0.8 m/min [ZJH

LEEDL L, BINOBIEIZEZNTH Y, BHREBEETNER TE 52

b oTz.

P 2 SR L—H « BRART —2 ATV o FHHERS T

O EAETULEHAZ-5S mm 22 5H-18 mm £ TELIHT I NZREBDAAL T

v NEEEEFE R, -5 mm 22 5-14 mm F CTEBRES SO, BT
LiFRER ~ A F A F NS5 &, Hiff B — RIZN> B 7 OUEENR
T& 72, -18mm DA, 0 BBEHEMN B S iz,

VPRI T LEBEZ-14mm EEELTE Y v 7% 05mm 225 1 mm
F T SH T IR ABEAER, 05 mm 04, BEbE— Rl e
YIRIEAE LT Tmm OIGE, ERNT X T 4 ERoT. 0.7mm D
Yy, BAFREmME— RRELNT.

1 N2 H, L—¥ /U —: 16kW, FEHHE 1.5 m/min, ¥ » 7 0.7mm O
e, BB AT A L, T U2 7 4 VDOWEN R L. UL,

320A TlE, N EUTRIA LD, EFT300A T, BAF7REEE—
NafE Sz,

1 "2H, L= RU— 1 16kW, BEHHE 1.5m/min, ¥¥ > 7 1l mm D
%itr, Bt 300A BEUN330A Tl — REMEICT &7 4 VAT
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5D ENHER SN, B350 A TiE, BiFRERE— REE5720,
RHET IR R LT,

® 2/32H, L—H# U —8 kW L ONEHHEE 0.8 m/min 2 I8¢5 &,
FNORWEH RSB — RMERITE 52 b o 7.

3) 24 mm FESH HTI80 DA 7'V v RIEHEDfE R

O E#HoOXY 7% 2 mm 25 3 mm £ TS TEEEITo TR,
WTNOF v v 7Tk L THBBEESPAIERTE. ¥ v v 7' 3 mm D
BElE, REE— RIZT U E 7 4 VORRERHR SN, £, WTIho
BEHABRHICBWTOLEINSRAET L2 btk

@ N— MNEE ORI, BiFEE— RIZT U&7 4 VORI 518
MINEGIL, 8§ mm OLGAICIZIRLZE2 mmBEDT VX7 4 LIRS
Nl WTNOEEEICENTS, FInEAETLHZ LRIt v
— MNEZIOHANZ LV ENORINEMT 5 Z &R broT.

@ N—bFF¥ v 7 %03 mmIIHE LELEEICE, REREEEmE— F2
BRI, FAT L= O RT —DHEINS L, IEEEERICRET 2 EROE &
L D ERbhot-. FITL—H T —:16 kW, "7V v NH
L—HRT — 8 kW DA, BEE 0.5 mm OENNEEKT 2 2 LM
flERB S 7.

@ HAYxy b ANVEMER LGS, V—VFR 7 — O 280 L,
1 NANAT Y RIEIZL DT X7 4 VB LOENO W B0 E
WEHEROMERICE 72, ks, EEHE— FORBOFAIIREETH D &
Wr <7z,
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2

WTE R

EIRAML, BN X —DBLEN LR OBRIBEDNEEZINTND
Z LT, R, BEhE, AGfn, VEEREEY, B, ERR, AT TA vl
DEFEHEEICB W THEROLERE CACEA IR TEY, 5% & 52w
DILRVBFAEIINTND. KR, mED#EROEEEE LTE, 2085
BRZHND L—H T —I A7V y REEEENER SN TWD. ZOHHIT
L= T — 7 ORI L8 AT 5B 2 RS AE DO T~ OFLHT
AT DL EBICRITEAEN L THENRESISHT L IALHD. DFD,
T2 3SR A MG L TRy vy RELREL, L—FIXIREARRED
TEZFD, MEEEG AR TH Y, WHEAERELZM ST LN TED. &
SR FIEIEAR DYABRIZ BT DA PEME E D72 DI 1%, TRIEIA T Tl IR Al
REZRE IR, BMEREDO KA L —F « T — 27 A 7V v RIABEEOMESL N S
nab.

T, AR TIE, £, BEI2Y 12mm O &R HT780 (2%t LT, 7
4 AT L—HE MAG 7 —7, IREEBHAT —27 £721E MIG 7—7 % HW\T A
T Uy REHEEITo 1o, WIARFRNE EVEBEMEIC RIT T RIERE T A —F O 8
ZEHME L, EEEET AN A T B IO X BB HBIEIC L0, RN OB,
T A X OUERL - AT, ¥ —F— N ZF8 7R EOEEBREMAL, Fev T 4
REHL 72 E ORI OAERSFMZHLNCL, S5, BEHT VX7 4 VD4
B e BRI OV T B SIS LTV, B, B ERREE 255720
DERIFIT DN THEA IRRFT 21TV, TR MR IR A 2 e ta e R 4P 2 B &
ML TWD. E, (ERENTERBUREEFRFICH LT, oM, I 72
ik, SliRaER, > v VB —EHERR, BEERMOMBEZHEONELZITY, &
PRk T ORI M CIR e 25 L 72, S 512, EE259 25 mm O &9 /I8
HT780 33 KX OVHT980 (12X LC, WimEITmnb b —% « 77— ATV v
RIEHEZATV, B VRBE 2 (ERLT 2 72 0 O Bl iR S I DWW TRET L 7=,

AWFTE TR ON T HE QR R 2 LU ISR 5.

# 1 EE, #mChY, AFEOER, HIIEBIOHBKIZO W TR,
(Z, EIRAM DR, WERDEREHE, V—W T —IA TV v FIEHEED
JEE S & BN DD Tl 7z
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552 BT, AFETHWIEHAMECTH 5 MmNl KO — 7 i o
TAFIZOWTIEN, 61T, A L7232 E R X OV EIC O W TERR L
To. —MRICIE, Fv v T e lTLREAEREDD, T—7B8FTL, =N
WRMICIR SND T —7 « L= TV FEEEEIT o 72,

93 E T, EIAK 12 mm OEESH HT780 (23 LT, L—% + MAG 7
— I ATy FIRBEEZ VT, AV T R DBEAEEEZITY, &
IAFRFENE L RIS RIE T RN T A — 2 OFEZFM L, SEEET 4D
AT B IO X BHEHBIERIC X DRI OB, VA Y OERL - BT,
F—rR— VB PORBERREMRIAL, Ko T 00BN EOEBER kD
RS R ST L, BT V&2 7 4 VDR - BRSSO W TH B T L
7=, B, B BRI A 155 2O DRI OV TR A BT 21TV, 1REE
KMaB5 IR IZ B Zh 72 S tE ORI Z B S 200 Lz, oIl Fo@y ©
»H5.

1) JEX 12 mm HT780 it DT 4 A7 L—H - MAG 7— 27 A 7 U v RITX
D AN T R DORESR

O Lv—H% +MAG 7—72 (MAG-Laser) /A 7V v NEHAZIBIT HIEARE S 1T
L—PNRU —CRE RSN, BHEERB IO — 27 BEOEINT L,
WP e — NIRRT 5 2 & A flss S 47,

@ MAG-Laser /N 7 U v RIEHARFCIE, WHEEHEZ T 5 & AR S 1T
7polz. —77, 4m/min L EO@EEEBETIET — 27 BALEIZRD, UAF
FEmin D OUEN ARy Z & UTRETDHZ EbhoTz.

@ HERITTUEHRKRETEDLE, L—YHRT L — 2RI L, O
BATIE SN, £72, L= E— A LT, BITH ORI SERT 5 X
I EAER 2T 570, F—FR—IVPRLEEEL DT EHVHALT-.

@ L— TV HOHREZENT 5 &, WAREINEL 2ol BHIEWE
ATHIL—H « T — 7 O 2 mm DGEITG b,

® A7V v REBIZBIT DA L— & 7 — 7 OB A BRI KT
LCWe. EHEERNE(LT 2 &, RO REINERTL b L
—W - T BOERREREL LT D Z E o Tk.

- 106 -



®

2)

@

)

®

@

WEEJFAINZ DUV T, Laser-MAG /A 7 U v RIgHEE 1T 12856, %< O
A BN EREICIEED Z LIS B 7034 LTz, MAG-Laser /N1
7V ROBEA, WGBS AR OSSN S % TSNS Z LIz kv Rk
BIHEEICAIEN S E VIHE ST, IR RAFREBEEHE — R E LT,
ZDZ EMND, MAG-Laser /N1 7 U REEHD J7 78 BAF I a2 (R
LD L TWD EHEW SN S.

12 mm HT780 &tk >F 4 A7 L —H% « MAG 7 —72 (MAG-Laser) /~A 7V
v REGHIREEIT - T2/ R

POVAT — 7 R LT 8E, 1 7VV R 1 OSSN TX, RN ER
WXy v THRICAD Z EICE D AR EBIOT U7 A VR ETEXDH D
Y oYY

WIEREZ T 5 L, 7o 7 4 OWENR L, 2 m/min DA,
TUET 4 VRFEEL TWRWZ LRS-,

RAF IR BE U 2 12 OIS B R T B OFAPA DN FEF 1SRN 2 & 3o
-7

EEHE— NI B DR T 2 RK & LTE, Rt IcmgRaEn
VIR TR MR NF ER IR 10308 <, TR g 7 O H3
W2 & L0 REBEHDRNDO T, WREED R O%ITIZ5] -k 5
LN B 2 D, ks, EEHOBIT~OUFURE DS ORI 7S
FHEHRLTL R TV LB EZDND.

L—H R — 2 L0 RN OB N R I2 D Z E oo T, £z, BAF
IRIIROEH e — R L TO D56, T—3R— il Ny 7 3 5500
Bgsnr-.

LT KD F—7 R — /A DERI OB /01 LTV RWNGE, 7R
— VPN DRIADFEAE L, IO ORJANEHESRIIIR D Z L L Re v
T A ELIRD T DT

HIENZ S — /L R AREAHIEEA AT 5 Z 210 k0, REF72E R E— R2E
DL, NUEU T RMGINSEETE DL Z LAV LT.
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F4FETIE, ES 11mm ORI HT780 #iZxf L, L —HIk X OUREEY A
7 —72 (COz-Laser) Z#HW\T 1 REGENAT Y v REEEZIToT. ARy X
DRABIZKIETT — 7 Bt 0Bl O W TS L, WEEICKIET L —%
U—ORBLBH Lz, £, RS OBRB LI OER CTOEEL —V oM
HZEITo7. BOoNTMERIZILLTO®EY Th 5.

1) REETAFIANA TV > FEBEOLE, MAG L0 2Ny ZRE L RBETD
ZERDbhoT. pk, TOARNRy ZORBIITENT — 7 2T A L
NENTHDZ & HHALE.

2) IREETAFIHAANA T YU » REEOLGE, L—F /XU =2 6kW b 10kW £
TOFEBKICENT, BRURB@BEESNEONT. BUREESNEOND
RS ORHEN LN ENHA L 2o 7.

3) EHEIOF—HR— /AN LW L—L2DH & L IS N Ay 2R
ZSREL TV, L, REFRBIROEEE— RGO 5 2 & 23
L.

4) XBBERV TNEA DBEORER, ¥ T AT LT L —F F—hR— 15
i O E Rt 07~ L IR A BB SRR A b, T 0%, Rl
JEETHZ BV THOF — A — UHEICE DG b Bl s, £z, &
BHROX—FR—/MILZETHY, [IENFEL TN ERERINT.

5) W L — Y RORHORR, L—EE A K < Bil LT R E
FCX DT Enbolz. —J5, MAG 77— OIA, WEHLNEAE LIZSHAT
b, L—V0Et e FICHBL TWDIDIT TIERWnWZ ERHBHLE. 2o
ZEMD, KRBT AL MAGRIHOGG, A7V v FEEREO ¥ —HR—/L
ORI N B2 D = LR S D,

WSETIE, TA AT L—H L MAG 7 — 77 £721TRBEH AT — 712K DA
7V REEHEC X 0 ER S A7z RAF e VsHE/k 2% L C, EPMA Jis8504T, B>
T — A SJE, olERER, ¥y LB —lERER, MESAEEONIE R X O
BIER ATV, B 3B L7, B ONT-ERIZU T @Y Th 5.

) WFRDT—/L RHTRZENTH U A VITERMBOERE TR > T
ZEDHER SNz, e, RN BT R E D VA Y E TN D
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Ebbinrotz.

2) AEHEEEERIIR XV L L T o 7o, BB CIRIE A BRI TV & 2
ATHALL, BMIZEWE ZATEHENE Z 5 2 &2V L.

3) RIMITEICA A MAMTH 5. M OBEERIC T = T4 &K
THZ LI DNV, IS RIEF OB ET TIXIHA— AT A
MR IALT D03, v v 7 A MEZTEE L Tz, Zofn< L
T A MEOAKICE VB L L TWA Z Ebbholz. —F, W4 EE
F~ AT oA FBIORA T A MEGMETH D Z Bl s k.

4) %%%%@a%ﬁ&@%%,ﬁﬁﬁiﬁﬁf@%bt,%%%%@a%ﬁé
NEM L0 EL D Z b oz, BB OMENH) 0.5 mm & HEIZ
RTRNZ LITLD, @%@%@ﬁMﬂ@%ﬂi@ﬁf_%mbﬁﬁot_
LI HER S Tz

5) MAG F723RB AT AR ED Y — )V RATATHELNZANA TV v NEESE
IR RZ BN LV IEFITE Do T, AR IIBIL N 2 &I

, BBEENSL N LRI,

6) ¥ /VE—EBRABROMER, W R X —TRET A ZEH LI%E,
MAG A2 X DK<, BHEMEWNZ &by o 72, BRI TR E CTH D
DR S LTz, F T, BIWTEICZ < OREAMSAE LTV D L A RS
ST, EHARFOBIMEOIR TIX, WHESBHICZEOR ML IER LT
D ThDEHER SN,

#6EmETIE, Mir NI HAEZL— L RHAELE LT, L—HF - MIG 7—72 ¥
TIX CMT 77— A 7V RIEREEITD, A8y X85 L OVRES R OfER
B2 S 2ROV CEMi L=, F72, #RJE 25 mm O E5ES8H HT780 (2
LT, WiE 2 NABIOFE 2 SANA T v RIREEIC X 2 Bi@issE ik To
VR 237, TRIA B RENE EVREEIEIC RIS TR AR T A — X OFBERF L. &

2, HJE 24 mm O EHE 8 HT980 (Zxf LT, 10kW B LD 16kW2 5DT 4
xﬁv~%kNMG7—ﬁ%%wT,ﬁﬁ1AXA479yP%%:i5§@%
Pk TFOERZR LT, BonlcfifeE s L, LTOEY THS.

) L—HMIG7—2 £7E CMT 7 —2 A 7Y v REBEOR R
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2)

TN AEFH LT MIG 7—27 4 7V v RIEEOEA, AR
SINMMAG BEXRIEHT A XV ELS 0D Z & Dbhrolz.

CMT 7 —27 "4 7V v RIEERIZIL, VA YOBhE 26T, 7—27 %
AERFIZ T A VISR M > THEIT L, U A VIR o8 U TRk
Wb e, T—IUWHEZ, VAYEBIERT Z LI Lo THEFEA OIS
N, AN BZEFAELRNoTZ. ZOME, RERRBBITNREZ.SZ L
Moz,

TN T ARTOREIHOBEIBERETIE, N B IRBE LN
DT hole. ZONVEIREERDLZIIET 272012, B T
THZ LI Ko TCRIFRBEES 2G0T, £, BIhEiE+ 572012
RESREZ R/ SEDLZ ENFITH T,

L—H% « CMT 77— A7V v RIE#ETIE, EHESRHOBERLZK 64
ppm [ TE D Z bz, BEENDLWGAICIX R A 2EmE
BEE— 2T HZENRNETHLZ Ebbrol.

¥ L E—EERERBR O, -40~20COEE BV TR T R L X —I%
140) L BlZ@mdo 7o, TEHERTFOYMMIZIREET A LV &<, MAG 7 —7
CIFIERIETH D Z Enbootz. Lizni-> 7T, RGP E L K&
T3 R INT.

J2 X 25 mm 555 /180 HT780 D A 7 U v RIEEED#E 5

(1) 2 SR L—I « BEEH R T — 7 ATV v FEHEO R

O 1 BEEGERFICH LT, L=« REETAT =7 A7V v REREIC X

5 1 /XA TR EBEES 2 F R 5 2 L3R ICINEETH 5 &l =
niz.

WD D 2 /XA NA 7V v RIREEOSE, 72 BT 72 Bl R
Boniz. 2 N2 OBET, L—F U —8 X OVEBEHE &2 S8 5
&, BNOBIEICAENTH Y, BRARBEBEERSBER TE D Z Enbh
7.

ERVIAF DEEHEE — RIZB W TEIFUARAE L7223, Z OFUTREiE %
BIZR D, PHROBEE N EN, FORIEIZEN A L LR S
A, mEiREAL (BEEIN) LHE S
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Q) FHE2 /%A L= « [REEH AT — 27 A 7V v RIRBRE R

O 1 "ZAATCRAgREmRE— R4 52 L2 AME LT, L—FERT
T LUHBEZ ~ A F RGNS TS &, BiiE— RO 7w dE
THZ LN T

@ 1 /%2HNA TV » RIEBECE W T, BIUIHRIE R RE AT B — Rigo
JRVERAMIZIZE LT, 2 282 H, Lb—H U —F L OVEESH % i
EED L, 1 NAHOENEZERRLE L, SHIC2AAFICBENRZRL,
BAFREH e — FIMERITE 5 Z L b no T,

3) JEE 24 mm OEIRIIE HTI80 #iZxf LT 1 Hho L—HF et T U v R
R AT o T R

O ZEHAEWROERE L—FEE L, EfE A7V v RIRETHZ LT 13
ADL =P+ A TV FEEPATRETH L Z L ibhrol.

@ WITNOBEHBESBIHIZCBWTHENNRET D Z LBDI-oT.

@ N— MRS ORI, BEHE— RIZT ¥ 7 4 )V OTERDEEINT HAH
AR BT, — NEZOFAC LV ENOREINEMT 5 Z &30
STz,

@ HAVxv ~ AVEHEA LSS, L—PHET L — 5O H 2406 L,
1 7RANA TV R KD T U7 4 VB L OEINO RN B2 Hi@
R MERI T & 7.
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B A

AWFFENE, RIRRFHEGEFIZERT L — G0 il —Eg o
FFEE L HBURIC LV ER LG O TH Y £3. 2 212, BFEROMFsEEE %
HWUT, #hg, BUI TSRS MBS ATHEE L2 LI BIEL BELH
L EFET.

KL axELDDHITHID, KRRKT L PR T B 5oL %
BLOBEAR AL RER LV A TR ZilimeEE E L2
AR BEHHP L RiFE T

T, RFFEOZATICHTZ Y, THRE L THiREA2THE £ L KIRKFEARE
WRIEET L — a2 0B JNAFEN R ICREH OB E R L ET.

5T, RFROZTICHTD, WICHERZE, £, EEREFCREHER
R K72 T 12 TAE £ L RIRKRF A B AR 78T KRB IEMEEICR L,
ESEHOBEERLET.

Z LT, ABFZED—#BI%, NEDO 7' u ¥ = 7 b [kt O O e 5
MOFAEBAFE | OB & LTS TH D, BRI SALICEGHR L BT £
F 7, R A2 BT HIZHB T, JFE A F— kRt L 0 fabt o s
SRS EHEMATHEE S L. FEHREAS WRBIOH HEKE
XL, BURESAITEHP L B 7.

E, AGEEOZITICHT-D, ZREDHEERIE LETEE £ L2 KIRKFK
FhEELERREE B bsIK, F O BEERK, ELERE 2 R PELRK, B
ARG, A HFRRRICEUESHOBEE R L ET.

BRI, BFPAEERIZHIZY, OB fEZ R L, ZFFL TS NIEFE s
KEBIZEH L ET. FRS, FLO B A% X2 T N2 RRHT L) B < i
LET.
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