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F1E MR

1.1 AARDER
1.1.1 FIEZOLEREEEARE

HREDFEHTIRIE 1906 F£H5 2005 FD 100 FIZHWLT, 0.74 KEFLTL
HEMESINTLS V. Fig. 1.1 FREThoHESNTILVS 1890 EALDH R
DETHIBREZRLTEY, [KEBALFLTWAIEAHALHTHS. KR
BBEICKY, MERL2EDOREAZILL, AFICEXRLGEEEZRIEFTLEREINT
We. BAEMICEK, BEBEEDETICLIYBKEALREL 8@ LCLFEEH O KIE
EOBEM® FLREBEMRBE CEIKOFMARNEEDR D PFEDOOEMMN
BEShD FEEREEVEEEORD R ROBEECERHFOEMELERLD
ARETHD BELICLIOTIESREISNIERGERZA#EITHEHICE, RIE
EDEREELNTVSIZBRILRFRDOHFHEING THENLATHS. 2015 F
[/ TH#ESNh COP21 (B EHBEBREMVNERZ)TE RHAEBEEZD
BBEED 2020 FUBRDEESNRARHEIFEICETHERMIYRD VSUHBE)
NEESIN. NIBETEHLEABRELLTHADENIELFRZ 2 EXRGITH
ZBHIEEHBIT, COEBBREZERITIEDICTRTOENMNFHEAIBBEREEZREL
TWa. BRIZBEWTIE, BEENRATXADOHIH E#E% 2030 F£FTIZ 26 %
(2013 F ) &L TS 2.
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Fig. 1.1 Annual average temperature deviation of the world™.
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Fig. 12I[CE XX BEAMIOCHRESNTLWIARICE TSR BMO_BILxFH
HEZRY. BAOD_BRILRFBLHFLHEICETL2EHBMH(BEBE, HME)D
HEEIL 2015 FEITEVT17.4 %THY, TD55 86.1 NZEHHENSGHTH
Y, BBEEEAD 15 %OHEELH-TWDS 3. BBEIZETIEEMREAR
BEHEMFIONRELT, REHEORALEAEREFEOE RAEIFLATIS.
MEMEOALEICTIEROEELIEAENLGFETHY, HEMHEISTILIZ
VLEEPREFBURILTSIAFIVILEADGEBRIAEDHOINA TS, RIER B
BELLCESEHE RHENBBELELNTHICEAShEBOTEY, 151
ARITSVRBEDHRMDE REH DI, FRUAICAVIV-T—EILEDORTE
BUHEIH5EMRFBIBEOTLS.

ESBBEORHENEHELETPICTRIERFTEIHFESIALGL S, B
BRAEME~OEHKEIXE. RERBBECEIREREROIVODOUELGAY, Kb
DICE—R, 4N —48, EEV--BEERBRNLELLGD. oD BB EE
BTIEEBA-EXHENE, BUBEENROLNEIEND, PILSZYLPOHLGE
MEZRINTWS. FICTILEZOLIIOVWTIIEBEEREHET, §EKLY—ER
BEICEAINTIKIENARRAENS.

KETILIZOLBRIE, 2011 EHD 2025 FEITHFTTIERDOBEETE 14841
YUDTZILEZOLEREFTFE 3.4 %DHUTEMTLIEFELTNS 4%, 7ILS
SOLESRFIHEE MEYE EXMENE, BRSNS MIE, VAL ELRE
[CENSMHTHY, BEE, HEHET, MZEHE M BM EEEE TXH
AV, BREARBEIZFIAIN TS, Table 1.1 [C7ILSZOLEEEAAMED
BHUHLERERYT. PLIZOLEEDOEERIRATULAM, kKM, AD 1/3 LLTF
ThHY, hBRETHETEILERLEL, TILIZHLEEERAWVWSILT, BEEHMH
BLIEE BELITILDTEELED. £z, RFMORTULAMELE TS
LESRIGEE, BRERICENDIILHLEHMERELTFS.



(14. 6 %)

1{%7, 900A "

ol E ) £ P
1{85, 8005/ ". (BEEE. RfE)
(12. 9%) 2{81,3005 ",
€17. 4 %)
c%,#atmhi
1282, 7005" | wsez o 1P
P (20154 E) 2186, 5005".
4{&1, 100A". (21. 6 %)
(33. 5 %)
FRELRF

Fig. 1.2 Carbon dioxide emissions of each division in Japan?®.

Table 1.1 Material properties of Aluminum alloy, SUS304, Carbon steel and

Copper.
Aluminum alloy 304 stainless Copper
(5000 series) steel i (C1020)
Density 2.66 7.93 7.85 8.94
(g/lcm?3)
Specific strength 119 66 344 27.4
Electric
conductivity 35 2.4 16 101
(293 K * IACS%)
Thermal
conductivity 138 16.7 7 391
(W/mK)
Linear expansion
coefficient 23.8 17.3 1.7 16.5
(10/K)

E/OVIZETPEAR, PASZOLATDEA-EBOFYE, EXHRKE,
BB HEZELNTOOEELEMO—D2THS. VRO K701 H ##51
EEOBES EANITETIHBHNEBEEIEHRZREE IO, FENDEIME

3



M, BRI IR ICAEILNHY, ERBEICLIEENVERARTHD.
CRECERBRIIEEAZLLCE BHESLAMESGNHD. EHESL
LTI&, EEiRB# 4 4 (Friction Stir Welding: FSW), S ikiEa, BIRE#L
ENBIFOND.

FSW EBHMRTZBMILTICES TH5:-0, FRESICHAEORMIREE
Y BREGBRFNEOND. I TCICHKEER, EXRIVY, BBERRLL
ZANEBHEITERAINTLS S, LMALEGNG, FSWIEEmICEVAF VS
Y—LEREIELELNOES THLHIC, EERKROEEIICIEERLIZL, *
BEEANIEY—ILEFBALIKYD, RBREEHICEVOAIPERINILGEDRESE
TS TOLOERE-RELENKROHONIBHER S TE, BAREELN
TW%.

BEBESLLTE, 7—UBE, BRAKRYNEE, L—YBEBELEN KR -EH
SNTWS. 7—UBFEDEE, KARN MDY, KELEMBELRT 5120,
ERNAKREVEVSEELNHS. FLBERECLHNINH S0, BFEIBRA~
DERIEELNTLNS %10,

ERARYMIEIEBENLTHBMICERERL, BHOERICEIFERE
FALT, MHZBERMIETHEETIAETHD. 7ILI=V LIE 304 RTUL R
CHBLT, EREEEN10BUL, MEEELNSEULETHY, BHOFE-
BEICKERNIDELGLIENS, BAIIELNTILNS.

L—YBRBEENAT—ZEEOL—YVEBMICESHL, FR-EEIE85ILTHE
BETHHETHD. —BRUICTETARINEDBEE—FNB LN, TRANSK,
EREOESAERTRTHS. L—FIERESICI - THARKEHESA
5128, HADZERHOCEERMEICENS. SHICHBLBELSL BRIZL—Y
HAORKERETEIENATRETHY, 7T—IVBBLELERLT, FEREOFHEL
EFTHS ARV OBEFESRTLEOBENMMENS, BBFEESAVIENE
HTHDIELA)YLND—DTHD. FL—FABEFFEEMMITHY, um F+—
S—OBEVHEATEETHL-0, BEHEROBETIHLTIERE-5RE
TERTHIENTARETHY, EMLGBEEERTESL. LMLEGELNG, 7ILZIZD
LISBEEENTOOICERAMEICHEHRL, RELTERIELIEANHLLHM
HTHD FEEEAEIPAREERE 1 yumBOL—FORINEMNS5 %IEETH
20, BEREETILIZVLETTES, REORERELRIRICEASTH5-0, #
EHBIELETHS BEEEROL—FTRRELEOFHULENEBEOLD, B



MEBOEFATREICHEYLTLC BEE—FOENOROST(LED K B R I
AEELOLTVIEATEMICHONTWS. MAT, PLIZVLEE TIREE
BRENSKREND, FR-BERORWIR-INEENKES BEVITAHPEEE
AELPT. R BMGHNERMELGIBRINARELLT L M. T
VDLEEICET AR REGBRERROLEREINISONTIE, KRR ELTH AR
BHAENTEDY, ERELRENEERI5-OICEMEOEENILETHSD.

1.1.2 L—YOREELEXLH

L —#H (LASER) & (X, Light Amplification by Stimulated Emission of
Radiation DEXFMoLBLHHEETHY, FEBRHICLDILDBEBIELLSIEKTH
5. FEMEELIE, Albert Einstein A% 1917 FIZFELEEFHEMEBRETH
5 RFLNEBIOLE, X, MELEICLYIRILF—2E5ZoNnDLE, EF 44
DYEICEHBL SVWIRLF—KEL ITHEShD. MEKBIFTRETHD
=0, EFFEERBONE(BEVIRILTF—RKEBE)ICES. EFASVEM
ENoEVEME ICERTIRIC, IRILX—ZEEL - EADIRILF—DREL
THREINS. +DEREERTIEOHICIE, BVIRLF—ELMICFEETIEF
NMEVWIRILF—EMODEFLYELELLGITNELGOHN. COKRBERESME
WA, BE, BRARICERESAEHEELGVED, RESTMEEYHIT=HIC
B,oh MBLHEEZMALEZMERSAAVLGIAS. RESHTORENSFERES
NEXRERIRBIS—HETHIBITAIZLICKIYL—FLERTSH. FEKRETEDL
NEXFEREAEIRI-TEY, aE—L UM THS.

1960 £ [ZIE#X E D Theodore Harold Maiman AJILE—OYREL—HEE(C
FAOWTHRTHNOH TCL—FERIRIEDIZEICHILE: 2 9. LE—L—YTIEH
AR FCTHAVOLEZERERLGY I7AT7ORICHSEBEREL—TEEL
LTWS. LE— R OEHE IR ERE 56T Fabry—Pérot £IREBEMERL,
75915 0T THRBEMRBIELIILTERMN 6943 nm OFEDL—FEHIR
L. LR, HRAGKE, RiE BARZEBICAWVSIET, £ 1ok 5E
BORRGEILDOL—FHEIRNERIN TS 410 ISITENLRAELIVERED
EIRE—F, Y4700y BXFATVOH HDOL—YAREFE SN 73 A
ETCEBEANIDE—LRBEBEICEAZL—YHIRAKIN TS, Table 1.2 2K &
SHAL—YOLHk%E, Fig. 1.3 ICEBERL—TORKRREEARZRT.

CO; L—HI& CO2+No+He BEHREZL—YHRIEMWELLIZARL—YTHY,



RAH AN 50 kW OEERZNEREIATNS. CO.L—HDEEKIEL10.6 um TH
Y, IT7ANITEBDEENTELRWD, S5—EELAVLGNS. L—HF DR IR
FE (L 10-20 %EELLEOTLS.

YAG(Yttrium Aluminum Garnet)L—H TIl&, /YR D LETILE=ZILDEE
BILYMHLLEEIA—FVMEEDHKREZHRIRAEEICAVWVERL—YTHS.
BBEERIC NA(RADVL)BREER—TFTBILIZKY, /VMIILD—HEEE
BATWS. HEIRER(E 1064 nm THY, J7A4/NEDNARETHS. MERIZIX
Xe ¥ Kr #XRELIZTIVIaSUTRFEERL—YLARALLGNE. 753925
TE#RAVWEISEAICE, L—YEEORIIARIMLLUSN OEE O X E B IZHE S
INDD, EX-REBRUIERNELLGY, L—FREIRDEF(TE L. FBELISIC
FHINEIRILF—IERIZEDY, YAGHRBIZRUVTAHHLEL, E—LREBEDIE
TZ28LL —H, HEBRICERARIMNLEBEHEOLIVEBARL—FERANSE,
REDNRLLUVE—LREELIFRIEMNTES. RRAL—YHAELTIE 10 kW
BELLE-TLS.

TARIL—HTIE YAG ‘rn%@i‘auf&’&ﬁﬁ?é‘&fe—/_\ﬁ’ﬁ%ﬁLét‘
TW3. Yb(AYTIEDL)EF—E>Y LTz YAG # & % 10 mm EX0.1-0.3
mm BEDTARIVEZL—FEEIZHLTWLS. =|=k;1$lz—*f=E°):L—)b'Gj'ﬁJﬁJJE
L, -‘r“4x’7tit¢Esﬁ—Faﬁr-ﬁ'ﬁi*mELfﬂjﬁq‘?éﬁ%ﬂaf&é. TARUDE@IZ
FKAE—FIUIER , RENETSSH, BOTHLG, g AhDE—L
mENS L\b—*f’&im?é_&h\f%é. I:—L\:'ﬁ’:’ﬁtb'CliL/—"ijjj 4 KW T
4 mm-mrad QL—HYRIERBFZHLAFEINTLDS.

FBAL—Y (DDL) & p-n HEEDIEFRICERZERT CLICL>TL—HE
BRSBTS p AIZTS5X, n QIZYAFTRICLTERICERTSE, E2HOE
F-EAREERL BRHREITIEORLEZFMALTL—FRIRLTWLS. FERK
L—HHRFIEARTOEAPEIVNATENSVDT, TFEERTEERL—
HPRAYVEEY, SHICRAYIZFHERTHEEH AL, AFELOXTERLTWLS.
EERDEFTERIRILF—FEEXAIRILY—(CERT S8, 30-60 %IEEL
Bl BIREEIE 780 nm-990 nm HOL—YHRAFEINTWND. SHOFERK
L—YHRFEZERDIH, EXE—LPEBICHEYDOT E—LREITEL.
B FERL—HVEENT—EEZLBELLEVALNEBEOREER MBRIZEL
FHIND. L—HHHELTIE 25 KW OFERL—FHARREINTLS. £t
FRAEREIN, 9 KW T ¢0.4 mm DI7A/N\TIEETAHIENTEZEHERL
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—¥ARREIATNS.

T7ANL—HYTEHL—YEEELELT, O7IC Yb BEDFLERRERMLES
TIWNIZYRATI7ANER VTS, FIEXITRBADIZYRIZAF SN, S El D
DIVREDER TRFSINGNS, EWHTEHIET, a7HNERIBESND. T
FANL—HIE, VWIT7ANAICKEZFALCLAOTLEIOIRILEF—EHBHBEN
=<, 20-30 %THS. =, Z7ANEFHTCRABBAKRZVEHAHALLIL &
WE—LREBEZM#HEBELL-EE aHAEILBZTHS. L—FHA10KW DI UT
IWE—RI7A4/L—H (M2 < 1.1)% 100 kW IILFE—RI7A/L—FHRAH S

nTWhs.
Table 1.2 Specification of lasers for macro processing.
CO,laser YAG laser Disklaser Diode laser Fiber laser
Wavaiengm 10.6 1.064 1.03 0.78-0.99  1.07-1.08
(um)
Maximum laser power
(kW) 50 10 16 25 100
Esam quality 315 25-120 2-12 20 - 200 0.4-12
(mm-mrad)
Eff';’,,'/e)“cy 10-20 1-15 15-25 30 - 60 20 - 30
0
Pump source : s : L-amp, Diode laser Current Diode laser
discharge Diode laser
Transmission Mirror Fiber Fiber Fiber, direct Fiber
Footprint
(M2kW) 1-14 15-2.38 0.8 0.25 0.4




»

9 LDEY2-)b )

(a) Nd: YAG laser (Series Amp.) (b) Yb: YAG disk laser (Series Amp.)
(" LDL—HTFE ) (" )

| Yb:Si TSR I74 -
()
LD @
Feafl =

\_ J . J

(c) Diode laser (Parallel Amp.) (d) Fiber laser (Parallel Amp.)

Fig. 1.3 Schematic illustration of oscillation principle of various solid type

lasers'?),

L—HICITHEENE, ErE, EXAESIUTTSE@E—LVR)DPENRDEL
SHHMAHDL. L—THNETIEN-HHEZETALTZLOEETHFICENT, #
HMIICERINTWS. BEOL—YHENSRSIE, HHEHMICHEAIATL
BL—HEFTLEER—RT 32 %ERARADTIVr—avelioTHEY, RIZ, BiE
A& M 30 %EiEoTNS 32 3%, L—HE#FoMBEMIELTIE, BiE-EE,
Uk, &, BRE, TORFYIVYT, E—ZVTRELRHBIN, B, UHLBEDT
SOMBIMIT A 60 %NZEHHTVS. IVOAMHENIONFIE, BEEVEET
BREZHEITTVWS. L—FBEEL—YVORROTIVr—3>012THY, §
BESFESEFLNHAOBERALANRREND.



1.1.3 L—Y A

L—HYBEFIL—YZEEIKMICESL, B8, BEE3E€5HILITLY, EE
TEHEFETHD. L—HFBETIE KW VFROXEIRILF—Z22RICEETHL
DAEETHD. BE, EREXZFLEAERFTIHH, XIRILF—2EEIE
ETHIELEEFEELL. L—YEEA-HEEMLERAMEDORLD, EAXFRZAVD
CETHFRAFTTRAICENTRETHY, BWNNT—EEEZRLIENTES. i
ZIE, 1 kW OL—HZERZ 02 mm E—LICERLEEEZDNRT—FE (X
3.2x10% W/mm? £%5. L—HBETENT—FEICLOT, BEDOE—FAZE L
5. 103-10* Wimm?2 LEDNNT—FEIZHEE, F—FR— LB DBFELGY, F
BRAHADNBFLND 3.

BEXMEWICEST, F—FR—ILE BEERAEFIFEVLFSATLS. Fig.
14 ICL—YNRD—BEELBEE—FOEERZRT. 103-10*W/mm2 LT D /37—
RETIRGCERDRELLY, FEE—FBALVERAABKRNELINS. B
CEUIETEL—VEREVREDTRIRINATRICERINDGD, &< KBS,
BOAMEMATIIZEIND.

— A, 10310 Wmm?2 LLEDNT—ZETHE, F—FR—ILBEOL—HYEELL
5 BNT—EEOL—FHEBICEBHFINGE, EREREICHELT, RIRAES
Y, EROEBEENLERL RAICEL BREBEZER TS TOE, FHRITEL,
AHMEBEEREL EBRASOCISATELS. EBRMNEREL-LEEIRETIR
BRAICEK>TERMEBIBEIN, F—FR—ILEFEENEKEFHERKTS. F—Hh—
ILHRBEERAR[THEZINTEY, EREAXORBNAEEMEBDOREARN
NYPYESTLITKYF—FR— LB HEFIND 3 L—HFEFF—FR—ILAREBTILFR
LWRIR(ZERGICEDIBRI) SN, L—FOIRILF—FHEMICTRINSEEIE
NTE, FARLAANEOND. L—HFZRNL-ABREBEEEREL, ¥—F—IL L
WALHEINE. F—R—ILEBEOL—FEETH BREEICK>TEALONDIE
EERECEETHED MEORBELRSIUVBHICELD% FE NG OH X #
BICEO>TL—HBBEIRYVI-TWSEEZLND.



Thermal conductivity mode Keyhole mode

/
Low power density High power density
(< 103-104W/mm?) (> 103-10*W/mm?)

Fig. 1.4 Relationship between laser power density and welding mode.

F—AR—LBEOL—YBFERENRKR &RE, [EK, ISXIHAERHEICEETS
BEHLEETHY BERBHOEDHICZHOMBEERENBE I TS 3649,

RRMIIHLTCOL—FBERICRETIISAVESASHL, TSXTE
EOHEOCL—FELEOHEBEERIIODLVTOREN T 2RI T 40D
Fel ARIPMLIEZRTEL, RILYILTOVMIOTSATEEZREL > -HER,
8200 K BETHILEHREINTWS. F-EKLETSATIZKDL—FORINIE
H12% THRIERBEON TS, TSXTIZLBL—HFIRIXIEKEALA, UL
L&D TTFIRVITI—LEBENLERTEHH, TR EEENVETHILHRES
NTLNS 47 48),

MM HER L YAG L—YEEBOFEIIL—LNBTAAFRIICRIZTE
ZBIZOWTHESNATLWS. BEBOTIL—LESICE THERAARSINELLT
BY, BAAFRIDELRLENSGL—HTNRT—DRE=EIL 3.8 %hEEFEINATNS.
FEERMEBEDVIMNIODVWTEREL-1EIS, 0.7 mm BETARICHEEHLT
WBERBEELN TS #9509, 10 kW 74/ L—HEH T 304 RATUL R A
EHOBZEIIL—LEL—YTOHEERICEATIHELNTHNAIZ. 10 KW DT7
ANL—FBEEBONXITORER, FETIL—LDEEIL 6000 KEEETHD

10



LRBEEONTWS. SBI2TO0—TJE—LEZAVWTHERIIL—LEOHRERREH
ELEHER FREIN—LIZEDZTO—TE—LOBEE(T 4.6 NIEETHY, LA
)—BELICE S THEELTVDERE SN TINS 51759,

BEBICRETIISAV/TNL—LEL—FEORBEERIZOVLTIE, —ED
BRAELONATVDS, TS5ARITIN—LERICEHBESNDIBRED, X—FHh—ILKH
BTERLIETSIXT/TIL—LIZEERBERGE, FHAICE I —FR—ILAEE
R OHETE L+ 5 TEL.

X BRIGEEAVEL—YBEBRREKOBEREIANXLOERIZAMTHY,
ZCDHMREHEOLTERL. X BEFE>EL—TREROBRRML, F—h—ILE&
DEEIX 1975 FEMISEBINT: % ). FD®%, IAIAT+—HA X BEHES
CEICKY, PILEZDLEERICHBERATESLLIICHY, F—FR—ILREDERERE)
FILAALBENERINS: 505 L—YFETOERBOZTOISHEENER
C&Y, BVBM2RBEICEVTEF—FR—ILBERELOERL, sfAEBHTF
ERL—HELEERNOAIREGEITHILTNS.

BEDICEETEZRASTA, ANVIDHE AN LHRESATINS 5869,
A5083 7ILEZH LB E O304 ATULARM®D CO L—HHBEICHITEROL T4
FF—R—LEHEISHKELEREAMN 0.4 m/s BEDSELSERNICELT, B
BB AECTEIEN, BRREICSYTEINDILICKYRETHEHESATL
% 0972) Ft- A5083, A5182 ZILZZ I LA EICL—HE/NNILAFEIRSHE, 100 Hz,
50-70 %I EDT1—TALL THEETIILTRALT+2IH TESIENTHES
nTW3.

20 kW @ CO L—HZ#AWVTAEEABEN SM490C IR LT/NILAFEIRDOL
—YPBREZRALEER, 10-20 Hz BETL—YHAZEAHPMICELLIESHIL
THXF—FR—ILZRELLSE, RALTAHAMFI TEHIEATESN TS ). Ff:
RATFULARDOL—HYABEROF— R—ILEAFIZE TS5 RO B ERNVEE
BOBERMEZAZLEER, F—FR—ILBEFOEZRNOEREN 2.3 m/s [TEL,
ANYBELTAMBMDONICTRUEBLTULKIEARE SN TS ™. HOL—HE
BEROXF—R—LEEGEXBETEEIASERAVTHEELLER, FEDIIxF—
R—ILHAERL, EREEDICE>TARMEBREWERIEIILICES>T, H mm &
EORANYAZHBL, RERAEAERTEIIENARRESINTLNS . LHLEGA
5, ED X RRWPETIE, BRAMOF—FR—IILOREICE TSI S AEHE
CERAREPRAOMIBLEELZHMNICIRADLETH L BEEXICEHILIE=S

11



B 75 5T il (X R B S TLVELY.

FLETFLEZVDLEEDOL—YARETHE, BEROSRENNHEEICHBELL
270 BERICEANDEETIEBRERORRICHGNEGIA—DE5 251
&, MHEFTREBRERMETHS. 1000 F, 3000 RFILZ=ZVLESTHENEZ
HFLEBEMEVDS, HORDTILEZVLEETEIARZENSL. —AZRIIC
EAMMOFEMLYRREZREL, BREAZFEBITELATHATINS.

FLIZOLEEZDEREANZNH TE2-HDICZLOHENTHOATLS.
2000 %, 6000 %, 7000 RDTIZI=ZVLERITEVNT, BEEEL/NILRKR
BREDL—VBREFHEAEL, SRENZNHTIBRFAIFIRYMBEATLS 75
8V Ffz 6000 RTIZSZIVLERICIHL, BAOL—YBEEEFHTHRIL, HE
BREIOHMAMICENERZHLTMML, KN A—F0ENBEZE~NDRERE IR
HINTLS 82, Ff- 2000 RT7ILZ=ZIVLEEIIHL, L— Y BEEBOEBERE
ICEBL, BINBEZEEZHETICI>THMLEZBERNREIATLS 8. 2000 &,
6000 R7IAZSZVLERICHL, L—YFBBEFHRHELELIET FILOBEROE
REAAZEAVEZTOBHRBEOKBRENBESA TS 84 8. LLEAL, B&E
EAASICEPBREANBROBEFIXRAACDBERDLOD, BINFELEBEZS
EHNSEREEEMTTH—MICRASILEIRETHo . BRINBRERIE
BEASMTESEL, SEHME, HDOWNEETRETSLOD, FERNBOER B
BLEFHLFE—MEFEATHEITIVLELNHY, 8RN BEROREEHOE
fiZ X+ 5 THLY.

1.2 RAEDEH

HMIKIREOAFREBROLDHICE BEXEFOEELLCEIBEYE, BHEHR
BEOSOIGREKBBEOEMIEIKRE FAIZVLGENE MR -SEELE
BREVNGFRTHS. L—HFBFEBENT—FEICRYRBRAANTLONDGE
P ERICEELCBRENTRETHY, RERDE/IVEXZSBETOERAD
—DTHD. LMLGHLS, L—FBFRONBRRIEHLTHY, EEMLER -5
WMABEINTELY, ROWMERBICEISIHMERFT+HTREN. FLTILIZVA
EEEFARICEDETCEERRIVELIMENBESINGS, a2 XRAL—Y
BEBARICREIEZEIIOVTR, RMHLBHAELILGSNTELT, +HLGHMR
NELNTVGEWL. FLL—YBEEICEVWTEF—FR—ILER, ZREB ORI O
BICHEW, ROVTAPEERENGCEDRMARETIN, RIBEREFHKET DA
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A=ZXLITHLHTIEGELY. LEDIENSAMETIE, PIS=ZVLEEZOL—Y
BEICETIAMER - BROEMBLENICASIHEERREZHLOHIZTHILZAW
Lf-. BERBBERZM —WICHREILH-O, 80FikE, 8V SAMEERTS
XBEHEIVISRAMVEZFALEL—YARREOZTOGHEF EADORFEICRY
AL FHEL—YBREICETA3F—FR—IL-BRMESOREICLIBMEKE
DFRAICIHYB AL S5ITF—R—IIL-BRMEEFHICREIEEARTOZESL
FAEL FEETILISZVLEEDAEMEZFMLIE. LI ZOLEEDOL—HE
BICBLWVTRERMLGBERMBTHIRALDTABELUVEREINICEAL, ¥—K—
IW-BRMEHEOBELZRAEL, RBEREFRTIAN=XLOERICETYME
AT,

1.3 X 3{0)1%}32

AmXIE E1EISE7TEICLYEBRSIND. Fig. 14 ICKBXDRNETO
—Fv—FIIRT.

F1ER ERTHY IREEREIVEMITOVTHERTNS. FILI=ZIL
BEEOL—YAEOLEN BRIREEE BEOTILIZVLEEZOL—Y
BEICEHEIAIMRBRIZOLVTESNTLS.

B2 ER ARXCTHEALZEAMEL—VAERRICAVZEERSLUH
B-AOMEBITOVTHRARTNS.

% 3ETIL, SPring-8 DEHEE X &FRHAL, X BREBEIVIFSRMNEIZELSL
—HEEBEREROBEEFEAEZRHLE. X BUEMBIVISAMEZERAVBREHREL
bEXF—FR—IILEHERECRERE, BRI RICOVTEEN LR EERL .
FAKREZAVT, L—YEBEEICET28mMEEZREL .

EAETHE FILEIZOLEEDOL—FBEICEBFAF—FR—IL-AR MK RE
ENBEBRRICREITEERFTOEEEZREL:. BB T7ILIZVLEEDL—

HEBERERODIOGEHEHKEIOF—FR—IILOBTMNEHZLEL, §€2H
OYEBEEOBEBEFMLUI:. F-ARY—AP)ZEZRAWVT, FETFILI=DLE
EOL—HYRINNEZFHBIL, EEXTFTOEEETEELS:.

ES5ETH FILIZVOLEEDL—FBEICETHROD T4 B 1 O % BA
[CERYBAL. ROST ORBARDHICKY, RO TAHEEICRIZFTL—FE
BEEABIVBEEOZELTMLE. ROVTA ORNBARIMHERESF—R—
VBN BEOBARISARAS TR AN X LEEE L.
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% 6 ETIE FIEZVLEEDL—HYRARYMNBEICE T EBEE NIZTDONT
BREtLlz. £EEBT7ILSZHLERICHLT, WNILRBHL, SEBECTHRETIE
BElnzg X REUMEIVISAMNETZOSHEL, BINEHEZEEMICETMLE.
F- X B CTICLKAREENDEEZHREL, TOSEHESIVHEBHERLED
T, BERNREEERL:.

FBTERF ARBXOERTHY, AARTHEONHKRICOLVTHRIFBELTLS.

FIE A
AR OER BN

et

|$2E HEMBLUEREE |

B

FIE TNIZVLAROL—YBREICETIEMERE & BOEXERE DR
CXERGIMEY P ZRAMEICE D L —YRERROZ DHEAR L HRRO M

- BRUERK - SARNEHRNCE D < BELRE RS O AR

$58 TNIZULESEOL—YHEIC
BFEEO LT 1 EREBORERA

BAE TLIZULAEOL—YREIC C ROV T 4 AR RIFT AR
BIFdF—F— - BEBESHICRIZTE REOFZE
ETROTE - RAYT 4 EREBICRITTF—F—

CEBRBTNIZTLARICEITEF—F—

nadf BOE TNAIZIVLAEOL—HYRKy
- ARHIRROBR b0 ey A
- L — BRI &+ —F— L - AR FEEICH T2 RESNRKOARA
HEB) & DEIR

NIV RBHICEIT2RBT LI =T LE
£ DREENDZF DIFEER
- BRERRRARNT ICE D CREZINISRRA

Fig. 1.4 Flow chart of this paper.
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F2F HEAMBIUREREE

2.1 #EH

AKHRTRAWETZILIZOLEEDIEZE/M S Z Table 2.1 IZR Y. AR TIL,
EEXERARLELTELAAINTIVS A1050, A2024, A5083, A6061, A7075 #Xi
RELT.

Table 2.1 Chemical compositions of Aluminum alloys (mass%).

Material Al Si Fe Cu Mn Mg Cr Zn Ti
A1050 -0 99.58 0.1 0.29 0 0 0 - 0 0.03
A2024 - T6 Bal. 0.02 0.06 45 0.58 1.4 0 0.04 0.02
A5083 - O Bal. 0.14 0.29 0.05 0.65 4.46 0.11 0.02 0.02
A6061 — T4 Bal. 0.7 0.3 0.3 0.05 11 0.16 0.04 0.02
A7075-T6 Bal. 0.07 0.16 1.7 0.03 25 0.19 5.6 0.02

A1050 FT X RAMT7ILZS= O LEF (I, #ME (X 99.50 mass%Ll ETHY, B
SN, BACEHICENDIHM B THS. 2000 R, 5000 %, 6000 %, 7000 %
TFIEZOLEREIRXTFREZFIMTHILICKY, BAEEILE, HHHBIEICKY, Bhi
WA EEE TS 8689 A2024 [ Cu bt Mg ZiHEmLT- Al-Cu-Mg R7ILE=
DLEETHY, BOaFLIDELTHONDS. BT (ZK>T GPB(Guinier-
Preston-Bagaryatsky)V —> &[5 Al,CuMg $HIK DT B ZER KI5 LI
FOTEREILLNTARELHE THS. To WEFFDOFIRAE (X 393 MPa THS.
A5083 [ Mg ZFEMLTz AI-kMg RT7ILEZVLEELTHY, FRANEBROTILI=
DLEEDHTEHRIABRENS, 5I5REEI(L 290 MPa THS. A6061 [& Mg &
Si ZAHAMLT AI-Mg-Si ZRDT7ILZIZVLEET BB LEBIZE>THMAL
Mg Si ZMEHIEHILICKY, ELEENFLOND. T4 NEF DI 5REE & 240
MPa T#%%. A7075 I£ Zn & Mg £&E M L7= Al-Zn-Mg R 7 LI LA £ THY,
BARDAZIIVEREEIND. BB NIEIZK-T, MgZn, it SE 52 &I2&Y,
NATILIZOLEEDHF TRLEVEEZRL, T6 NEROSIGRBREIX 570
MPa T#%%. Fig. 2.1 2RI LI, BEEEAM OBIKIE 70x30 mm THY, 1k
ElZ2mmé&3mmzZALT:.
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/meor3mm

30 mm

70 mm

Fig. 2.1 Schematic illustration of Al alloy sample.

22 EREE
221 L—YRIRFSIVZTORDHEE
(MY VTLE—RIFANL—FELIVL—FMIAYF
L—HBEROL—YHRIEHRLLT, IPG I+ VRHOEHERRE VI
E—RT74/\L—H (YLR-500-AC) M f=. Fig. 2.2 I2&EL—HFIZBITHE —
LBBEOLEERT. J7A4NL—FEtOL—HFLERLT, SE—LREZERE
PFN.E—LBEIBVE ERARENKEAY, ZEROEERZICENTD
EENBRH THD. Fig. 23 ITL—FHRIERFBELUVL—FMIANVFONEBEEES
Y. L—HYOKEIEF 1070 nm, & KH A& 500 W TéH%. BPP (Beam
Parameter Product) [£ 1.04 mmmrad &%> T3, RIRFJFI TERSINFL—F (X
T7ANEZRLTL—FMIAYFIZEREN, EXShE. L—FMIAVEDEN

FALERT. AR THEALEL—FEFHDICRXREEEZRL, BELFIEHY
SFUE—RTHS. ARYMEIEH 80 uym THD. AH 71 500 W B [ZHI+5/8
J—Z E (% 100 kW/mm2 TH%. Fig. 2.4(b)IZ Df:-1 mm 2B FBE—LTOT7
AIVERT. Df: -1 mm TRHL—FOHRDLIZEVWTAT—FEENTL BEIC/NRD
—FEMNMEVWEE AR INFE—LEGOTVS. RARYMEIE 140 ym FBET
H5. BLOE—LTOI7AILNEEITHL—HTRE/NIEL—FA-—DHhSRAKS
NTWLS. MRELT, BEDPODANYZEBERBORAFERENEDLN TS, KFR
CEVWTHELUOE—LTOI7AIELD B EEGHTHERLE.
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| Beam waist= 0.2 mm diameter _|
wy = 0.1 mm

Beam size in mm

-8 -6 -4 -2 0 2 4 6 8
Distance from Beam Waist (mm)

Fig. 2.2 Comparison of beam quality of each lasers.

(a) Oscillator (b) Laser processing head

Fig. 2.3 General view of single mode fiber laser and laser processing head.
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0
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(a) Focal position
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=
= 089 E
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2 o059 i
©
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2 030
o
0
X axis (mm)
(b) Defocus distance: -1 mm
Fig. 2.4 Beam profile of single mode fiber laser.
(2)BEREHAS

L—HFETIL—LOBRNEGHOHRERICENATI—BLIVE//ODOERE A
(R TV A—=TFo/no—1 & MEMRECAM Gx-1)ZEH V=, AASH &
VUL—YRBRBEONBEEZ Fig.25I27T. AEREHNATIE 131 FEXRDERK
A A—TEoHEHLTHEY, h5—TISO 5000 ¥, £/-0T ISO 20000 18 %
NDEEZETRT. £, ZILIL—L 1280%x1024 EH+JLTIX 2,000 flame/s, 4 Z|
JL—LTI& 200,000 flame/s ETOwREMNARETHS. 1=, 4 GB DAEVERE
#HLTHY, 2,000 flame/s TIEH 8 HHEDBENARETHS. IRESN-ER(E
1000BASE-T, #1z1& USB2.0 O R y+rT—U#E#EICKkY PC [CErE SN 5. BEHED
REVCEGEBNICEER)FTVIAMA—2F0/80 -1 & YTz 7IGXLink] %
A=,
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AMETIE, BEBRADICHTI2AMMEHNZLIYBHICEEITS120, BH
HBELTHEERL—F (AVALILIFO=IX (#%) & :NBT-S30-mk II SR, &
RL—HHA:B30W, BKE:976 nm)EZFERAL, E/VOBREAATEFHT1ILE
(PR {E:973 nm, FEIE:5 nm)EMAEHLETHEALEL. FERL—HY(EO
7#®& 0.6 mm, NA0.22 DI7ANERAWVTEELE. L—YEETE, FMtbEL
[CTSXRITIN—LIEETS. TSXI/TIL—LH5IE400-800 nm D3 LK
BHB0, ARAKBOAST—NASTEIEELNELL. TS/ TIL—LOHEN
T EB(TD20, 976 nm OF BRARL—HFEBBALREL, FERL—FOEE
HFEEDOHEERTEITF S INEAEERATHLT, FRAMOBRERA-. K
REBRTIXAEMREAFAEZY —(CBLTO, FEEL—HFEIQVA—ILUXTE
THRICLTHEAILI. Fig. 26 ISR I KSICHASHEZEEL, FETOMHLEARM
NoBMMERELE. YT L—RE 10kHZz THS. TIL—LEBEIZITHS
—DEREHMAZERVT, BEOAEMISEHR L. Yo TU I L—ME 10 kHz
ELT-.

(1% )

P
-

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

Fig. 2.5 General view of high speed video camera and laser diode

illumination.
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Single mode fiber laser

High speed video camera for molten pool
(Black and white)

High speed video camera for plume
(Color)

Sample

Laser illumination (976 nm) (Al alloy)

Fig. 2.6 Schematic of experimental setup for high speed video camera

observation.

(BIXREIMEIAVPSIRMEICKDZTDGEHREE

HE GNT—EBEENBERICERTELSTI7ANL—FOTARIL—HFZAL
EAEEBRATREICAS>TETVWS. E—LARBEABLEL—HIZEoTEREA
52X —FR—I)LEIE 100 ym LUT EHWLSH, HED X BRIV ANEZFIH
LTEERTAICENHE LTS, 22T, BIRaAVIFSRMELYER @A HEE(C
BETED X REBIAVISAMEZEAVT, L—YEEREZOZFOHBHEICHRY
HAT.

WAV RSARER AV RO ERZ Fig. 2.7 [TRT. X 0K ICE
Bahf-&E, |UL, EB, K&, BEALBGENOBEENEIS. RIRAVISANRET,
X BOEMAZEBTIRIC FEITIVEOEEZICKELTRIREN S LICE
HIDRKRICIVEREZEBTEIAHETHS. MIRIAVMIRAMETIE, X FRIA
REVWVEVWEEMOCERRZECHEAMICHLTEDNTHLIN, BEZD /IS
BOVEAM OB TR CTEASNIEAMICHLTET 2BV ESAIABELNE
W FEBERMOISICEEZDNSVEREBEAROARTDEHRETHLITEET
H5 X BLEIMAEEBEBTSHEE, RIRLEFTEAELS BIRFREERI-oTWS. (8o
FSRMETIE, X AMARZBBILHERFTL, MEENELCSIILICEDVTH
MEELTWLWS. LI SRONIMEERABEREE, RINOHEEERKE
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BLYUELEREVED, WHRORAEICEVLWTEIAVIFSAMBELNLIEFELHY, W
HOEFASAEERLFOND 00 EREOBEETCEERICILIMLEEDHER
HERIEFE L, RRICKDAVESAMNEEFTFAEHA NS L.

SV SAMEICEERMMIICOE—LIUNM X BARETHS D, KB
T 5T St i 2% SPring-8 (Super Photon ring-8 GeV) #H W\ T, B3V SR MK
[CXBEEEZEH L. SPring-8 &£I%, Super Photon ring-8 GeV (80 & F/HRJL
MICHXTIMPAREEAHE T ENTELIREBMFARLERTHD. MR LIE,
BFEHEFEFELVEEFEFTMEL, BAICL-TETARZH FLEFICRAE
TEHRMRNLERMETHS. SPring-8 D X |REFTHTHET, XBOBEFICEK
STRIDMHEEZEBRIL TS X BMUEBMIVISAMNEZERL, ¥F—HR—ILE LU
BRMORBDEHEL. BLX22 O X RE—LZAL, X BOIRILF—IF 30
keV &L= XBDE—LHYAXE 3x4 mmEBETHS.

X-ray X-ray

Target Target

—

| |
Low High Low High

Contrasting density Contrasting density

X-ray intensity ~ X-ray image
X-ray intensity ~ X-ray image

(a) X-ray absorption method (b) X-ray phase contrast method
Fig. 2.7 Mechanism of X-ray absorption method and phase contrast method.
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Fig. 2.8 [Z SPring-8 TOHBFROEEN B EELHBRETY. EALEL
—HHERFJIEIRRE SN 500W OV ILE—RIT7ANL—HTHD. HERM 1L 1
BORSAFICEEL, HEMZBHIE LV ABEEEREL:. FEELETAR
CE77vFBREL, REICHLTIN—LOBREICEALE. ALEI7ZVIE,
NFRE 200 mm T, BREMH 19/23 (50/60 Hz) m3/min THS. L—HFDEGFAE
FRENICEDL—FHIEZ, 774/, L—FAYRDEEZHCEDIZHTIEA
10° &L XBOE—LYAXE 3x4mmBETHY, BEPICHAM OB EH
SEGL. BHIh-XREIHEMZEBEL YAGUUFL—E2THRICE#RSH,

F—, LVXZBLTERENAIIEEL, BEINE. EREAAZOYUTY
v L—kI& 1 kHz &LT=.

nm
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(a) Experimental setup

High speed camera

Single mode fiber laser Frame rate: 1 kHz

Focus lens
Focal length: 50 mm
>
Laser
Fan head Collimation lens z

Focal length: 24 mm

Window

BL22XU Beam
X-ray (30 keV)
Beam size: 3X4 mm

Mirror

YAG

Sample scintillator

(Al alloy)

3790 mm

(b) Schematic illustration

Fig. 2.8 Photo and schematic illustration of experimental setup for X-ray

phase contrast imaging.
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X BAEMAVIIAMNERF, X ORI TEEGL, BHRFL X ROLBEFEHR TE
VESARMEBDIAETHS. X REIXAD—ETHAEO, KOFHELETS X &
AYMEEZEBLIZEE X ROBRIKEDRBOBRELTEHBSNS. CDEE,
BOGEELLIITEY, MIALE-YMEELLTHERELTWS. X REMBEIVESIX
METIE, MEDVIFEZIVISAMERIZFIALTLS.

XBOIMERZEEBIDEEDHEREHR R n FRDELIITRSND .

no=1-6-if (2.1)
z
5 = M (2.2)
2mmc?
pA
B = 7 (2.3)

ZCT,
Na:7HRAFOH (= 6x102°)
ZBBEERRTAIRRDER (—RERFOLEFH)
A BEW
p EBEDEE [g/cm?)
e’/me’ HHEBEFFE(=2.82x10"3%cm)
LXEDEER [cm]

e X R O 8RR IR £ 3

TH5.

ARAEDEHREMN 1.5-1.8 THHDIZHL, X BOBEHFERIX 1.0 KUbhTHIC
INSHETHD. 1 -0 OEBAHIPBEIREOEHIBTHY, E—LORBEHPHLEBEIC
HEE5IHHATHD. p ITEREORBIMICHEL, X R ORIVOEKE L DH
RIZHEEITHEHNTHS. BRFIZTEVWTIE A p&KYUE 1000 &Ll £ K=L, 8%,
B, 7TLIHEDEBMHBICEVTHRABICETIEN, H+HMroHBEFREN
ERNFIENTWNS. 5T, 0 ZIEFRELIZOVISRMNEE N K TENIEX, KIE
HEERLEMNREATFND 9.9 Table 2.2 [Z X &I RILFE—N 24.8 KeV D15
ENEERICEITZ5LpDHERT . RFBEESNKRELBIFEL, /8 17/ EKL
BAEN, WThDEETE 20 BLULOBEERLENRBEELELONATHY, IEXRKRT
HEITIVZ=ZVLTIE 250 EREEORERLI/HFIND.
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Table 2.2 Ratio of 6 and g in each metal (X-ray energy: 24.8 KeV).

Al Ti Fe Cu
Atomic number 13 22 26 29
o/B 250 49 30 21

CNFETHHEEZREFAIDLODBLELGRARAFELGNO2IE0, X RISH
TEORFHBRBES,D, MEBRICEDIMA—DUTEITbATHNEA DA, X
RAXFRFEHERMOME, aE—L2ME X # (SPring-8) D IR IC KXY, B
RNBAICEOTER. RRICRETELDRE X ROBRETHAH, LLHBEI TR
DHMEBRETMICEBRSETREBIDOIDLENHS. Fig. 2.9 [TIHRBE A EZDRE
BEXHZRY. X BUEMEIAVFSAMETRHUEBOIOMNBESMICERT LA E
ELT, FHHZAWVSAE, JLRUVER, BFICEICAHE, Iy I/ ETIcE
DKAE, V—rITL—rERVDIHELGENRESN TN %0

>
p
@%‘/‘777b73~ ‘&R —>7L—t \
Bt
> \
i X :
Ha &
>
P /_ fir#giR it
k Kwymﬂ EYETL () X“)

(c) (d)

Fig. 2.9 Schematic illustration of X-ray phase contrast methods (a)
Interferometer, (b) Fresnel diffraction, refraction, (c¢) Bragg diffraction, (d)

Zone plate®?.
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HEAMOHBBORNMBE CHEENSIHBRABERELT, JLRLBDOF A
AREF SN TS 800 JLRULBOFAICEERLGCREZRIDELGS BEX
% X RE—LEICEVNT, B<HEN-NE CREBREHRTE T 57T Thy 20 3% 5
EEAFONS REOERICE, X #RRICEICAVISAMEEND. B
HMORMBERICOVWTEHBZRFAL, ABRICEHEIDEVSAHEDOBEMICER
3570, (b)ZLrVEH, BHRICE DA EZERALE.

TJLARIVEH, BRICE DK XBEBIVISAMNETEER, BEFOELLMAX
BRHICECY, AVFSAMZERBRLTVSD, EER LH T H5DIXELLY. Fig.
210 IZXDEFTRR, BHRZOEARZRY. BFBHRTREALFE, BHH
RIFERMAZTHEILEZRTHE, BERTBMTHATLRILB(N)ER WS E
T, ELLoDBREAXEHMNRELLIENTES 2.

d2

Ne = o (2.4)
ZIT,

d:E—LDKES [m]

AR E [m],

LEEAMDoBERIEITOER [m]
THo.

AMETIEd=3mm, 1=4.13x102nm, L = 3.79x102 mm [CTHEBRZEZEE
Ltzt=8, Np = 5.7x10* £735. Ne D1 KYB T DICTKEVE S ZIE, EAI NP
UMNKYIL D, AARICETEXFREIAVISANETIE, BRAXEMT
HEALHETEIND.

Incident light
] Incident light
— - Slit Substance 1
; Substance 2
St
S/// Refracted light
N
S o

(a) (b)

Fig. 2.10 Schematic illustration of (a) diffraction, (b) refraction.
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(4)HRY) =AY F R EEE

L—YBERICHEAMIBRLBREZAETEIFELLT, AAY—AM)ELTH
WTL—HYRIREREEZEREL. EEZ Fig. 2.1 IZ7R$. AOU—ANJEIE, L
—BEERCHEAMCRRINZRBEZKICELRY, RIRHEZHHTIA
ETHS KEEBEEFABICKNRNIBEICLE->TEY, KOAQEHAOIIZ3IHR
@ Pt100 OB LBABERNAENFZEIATOLT, ROTICKYKEEEITEYA
CEB LG TWS. HEAMICL—TZRHFL, #HEAMOEDIYBREZKIZEST
BELRY, KEZEHEABERATRHETEIEELLGO TS KEEBERXEIZT
SYLEIEERAVTHERLTEY, Z2VILH OBREEHE(0.25 W/mK)I[ZKDIEE
FE(0.56 WmK)DFHBETHY, #EMAKICEMIIEEINIRELGLIEE
ELE: HBHOREERZEREEMLTLEN, TR DEIE EE (2.41x102
WImK)IZKDBIZERD 205D 1 FETHY, lBALTWSEHRLLT.

EBOAEREORINDIES, —VOLBRICEREZMAT, RBEZAEET
BELE. RREF=V0LBROEBERELRAN-ERISTHETES. AREN
REBBATIRDDARBEELTEHIET, KA+ HICEAEBERKIZHNLEZELSIC
L EMGAEZITAD AEOHER, FTHLTERAIRILT—D 95 %DHREN
BETE, AERTCERLGRAENATETHLIZEA DI 2z ZIVOLBEERA L
BEZ 20 TR, AEETOEERZEFL04%THIIEN DD ST, &F
=, KEEBETIEO5 %DRENBEAETHLIZEN DM >=DT, WIREDBIE
[EIZ0.95 DFEHTHS 1.05 ZMITTLVS.

Fig. 2.11 Laser absorption measuring equipment.
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Fig. 212 IR B Eyb7 v T2 Rd. KBEOAQLHAOICEKRELE-EB€AEER
RERAWTENZTNOKEZAEL, BIESN-EEEZZRBOBKTOET S.
RN FalFLL FOXTRIND.

cpmfffT(T)

a= ————x100 (%) (2.5)

C_C T,

P:L—HH A [J/s]

rL—HRSERE [s]

n:KBEDEFRIBER [s]

LhKEDEF®RTER [s]

¢, KDEE [JgK]

mKODBEERE [g/s]
THd. LI=A>T, KEDLERZRHEITHILETHAMOL—HFRIRHEZATE
TEHIENTES.

Single-mode fiber laser

Data logger

Beaker

Fan

Waterinlet Platinum Temperature Water outlet
Measuring Resistor

Fig. 2.12 Schematic arrangement of experimental set-up for absorption of Al
alloys with single-mode fiber laser.
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222 BE-DWEE
(MARDHEE

FILEZOLEEICEENSKFREDET A% LECO 8 TCH600 ZAHWLVTE
Lz SHAIAEZELT, KREAREEAABMEFNMERIGEZR L.

(2)RALTAREBARDTEE
FILIZOLASL—YBERRICERLEROSTAREBICEETIHRES
Wdde, 7rINAGE MEBEEEHHE AGS-7000 XEBEERA V.
Fig. 213 IO MEBEARZTT. RAVT RABOARZRHSES1=0, 5
EZXEE (10 Pa)ETHRIA-HEMERNT, FULTZAWVWTEEIRZUA,
BAITDH ROSCTAICRETIE, ABOATRANBESINS. BHE SNz XIKE
E*RBLTHONMEICES, NEBEEENHHTHRDPFOALUIEE, BEES
B, AAUoBRENTHOND . ERICIEZE/EFTHAHBEINGS, &8, EF(E
10T, BEEHLHBSINDS. BEFOROS T NEBOHTREDHTHEHIZ,
EHICXBRECTHRESICE T ROVT DHEBEHEEL-.

. Quadrupole mass spectrometer
Microscope for sample

| Drill stage
Sample room

Drill

- Analysis room
§§ —l XYZ stage I— E

Exhaust equipment Exhaust equipment

Fig. 2.13 Schematic illustration of porosity gas analysis equipment.
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()X CTEE

BEMONMKREBRE T L0, 3 Rt X REMEBE(X £ CT:Computer
Tomography)Z AWV X RERBEREELELGY, HEMEZEBLI X BTk
[CEBRLAZLUOXICKYIE RTS8, ASORESIUEE - RMRITOVTEH
DHERE, SAVFSRAMNIBENARETHS. £z, CT IZXY 3 REBOEENT
BETHDIO, BARANLDMBAA—DEFBIBBTHILENTES. AHMETIE
ERIANDAFEELLFUTILICHL, X & CT ICXEBRETWL, BIhoREEZE
=1

(HEEREFHEMER
BESOHMEHSIUBEHERICEEINATI/00 - £EREFHE
# %5 (Scanning Electron Microscope:SEM) S-4800SE #MH L f=. & # [ZFr
EDRETUIBL, TA)—# T#1200 FTHEL, NOHEBECHE@ICH L (F1=.
ZTD%, 3 %KEBIEFE)ILKBBERDIVFOTKRIZI10s LEFEL, %R
HEEBREZERLE:. FLEEBOBRAMUFENE SEM/EBSP X (BEF#&A
B EL B #7718 % : Electron Backscatter Diffraction Pattern) IZ&YUSERELT=. # 5
MIETA)—# T#H1200 ETHER, NOHECTHREEFECHL LT, 3045 L2Uh
DBEBBETHAHOP-UBRRZAVTREDHEMMWMIBZRELTHEL:.
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EBI3E TILZZOLEEDOL—YBREICETLFRMERLHED
81 35 1 18 D fE BA

3.1 #%

FILEZOLIZHTEIER L ym HFOL—HF DRI (X 5-10 BRREELE LIS,
MIEERN, KD 2-3 FEE BWMLEIRLF—EICITHBLTLES> O,
L—HRETIIENHELOME THD 9. LHOLEDSDS, ENT—EEOL—F%
FAWAILET, FLIZVLEREBRM -REIEEIIELNTE, L—YBEENTHEL
5. L—YBRETEER, &E, f& ISXIHNERMICEET2EMLTO
TATHL-O, PEBARORMEBEBICBIOIEENLGIE L+ 2 THEL.
L—HBETEF—FR—IUHIroDBREE, dRBEGCEICLI>TREENTHONT
WEHEBZLONTLAD, FHICTOLWTIHEARBRRICEAITIEEMLAMEN+ 5
THL, BELMTERTLVEL.

AKETEH EXFETHAIXBRIGEIVLREAAHABICRE TES X RAELHE
AVPSRAMEEZERAWVWTCL—YRAERROBREHAA-. KEKRFALESE SPring-
8 M X ME—LSAVENMAL, TXAMTILI=Y L A1050 DFERREHE
L= BRERLID, F—FR—IL-BRMOEHKBERE, ARMERNIIOVTEE
AR T o SRR RICRSEL— VR BICB T2 W EKELEEE LR,

il

32 HEMBIUERAZX

FILEZOLEEDOL—YBEEREE XBEMBIVISAMNEZRAWVWTEHR 1T
of. HEMICIEE 2 ETRLEIFAMT7ILI=VL A1050 ZRA LV K#IR
TRE—FAVTL—FEBEZRRICBERZERL-. Fig. 3.1 CHEMORES
FUBEEEEZTRT. HEAMDTEIX70%x30x3 mm THS. 70x3 mm D@EIZE
—FFA T FBEZERL:. BEDPICRETEITIL—LERETEH-HICE
BETARNSTFUICEIDTIT7—ZREMM T NRE 200 mm OI7V%HA
L, BEIF 23 m¥min ELF-. BHESHEIL—YH 500 W, BHEEE: 17
mm/s, Df (Defocusing distance: # "4\ LEE#):-1 mm, 77> :0n &L 1=,
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Fan Laser irradiation angle:10°

Air flow Welding direction ;:"\

— - .

=
)

30 mm E

70 mm Laser oscillator

Thickness: 3 mm

Fig. 3.1 Laser welding configuration.

AOY—ANEZEZRAVTL—H RIS EZEBIL. SR AEEE 2 ZICEH
NDRYTHS.

3.3 XMAUAMAVESIRAMEIZKDTILEIZVOLEEDL—FREREZHRE
TERMTILI=UL A1050 ITHRL, X BEBIVISAMNEICESBREERRE
WEERLE. BEEHEIL—FHEH:500 W, FEZEE 17 mm/s, Df:-1 mm,
J72:0n &Lt Fig. 3.2 IZ X RNV FSAMEZE X FEEAVISANETD
BEERZTT "D XBERIRIAVESAMETIE, 9497074 —HRX X B RAT LA
AV, TXEAMFILS=YL A1050 [T LTL—HBEEEZT>TLS. L—H3F
BEHFIL—FH D5 kW, BEEE 50 mm/s, DFf:0 mm £H5-TWS. L—H
BHRSETICF—FR—ILOEREIVF—FR—ILOEAICKEBOERICERT
DERPERINLGD, F—FR—ILOBK, BERFAE [KEBKGEEHBICE
BEINGEAN>fz. X BBRRAVFSAMETEF—R—LBROTIOBELOE S
MEREDKESEIRZADIIENTESN, EHLABROBBELEFBTLIL
TR THS. — A, X BEBIAVFSAMNETIE, X RIS RAMEELEL
T, BELtOF—FR—ILH 1/4 BELNPSIVWIZEEHLLT, F—F—)L, BRR®T
FECHM, FRARNOKRE, RO TAHNHABICE R TE. Fig. 3.3 1T X ##
IV SRAMNETHON-AEBOBEIOI7MILERY. BRI ORKRH
[CHITEBEDEILET 7L F—FR—ILICHETHHE CIK, EEIN D
BALVEBWILEHERLL. AMBOBREF A TIE, BIFEZFTHES RIRICE
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BAVESIRAMEFENDS. F—FR—ILEERBEAX TR EZSNE-EZEMTHID, &
ENES #BR BENS LG EEEZONS. #5T, MEIVFSAMNEBRF D
F—R—ILDORHBEZLULHWING. FLERR@ICHESTIERMTIE, BER
MDIFINBMIYEBEENNSVED, BENGLGH-THEY, BEFREOMNE L
LT, ZETHAIEEZEAOND. MAT, WMEHETESLIVAMRELOSRENATEHRE
CHEBETEHILICKY, BRAEORBOZEMEHAEL. X MBIV XE
ETIE 812 %0BEZ(ARAE)ZRHAETHLI LSOz LLEDC
EMD, X BEUEMIAVISRAMNEEFRTSHILET, F—h— LBt -KAa KO
TADTEOBRHEILZIRADCENTELILEZHRL. £ X BREEIVLS
AMETHRESNE-EZ TR BRATE GERM), RERE (F—7Hh—IL, K[ia),

BSRHAEERASTNIZENT, TyOMNEHAINTWS. Fig. 3.3 DT IFTITRT
FOIT, BEREMIMEIVINSAMNEORH B THIBELELAER TELIEND,
MY INERBTEIIENTETLNSEEZOND. SPring-8 DFETELASL X
BRBREEFRAL, BRAEZMHOLDERHZE 3790 mm &FTHIET, BV IMERZ,
WERABEBERNBONDIIEN DA ST

(a) X-ray absorption method (b) X-ray phase contrast method

Fig. 3.2 Keyhole and weld pool image by X-ray phase contrast method.
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Solid Weld pool (Liquid) © Solid

Keyhole
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contrast method.

34 L—YEBEENHIZET2X—FR—ILERBTE

TERMTILI=OL A1050 ITHRL, X BEBIVISAMEICLSBREERRE
WEEBLE:. BEEEEIL—YEH N 500 W, FHEEE 17 mm/s, Df:-1 mm,
J7>:0n &LTz. Fig. 3.4 ISL—YBREOMNEBREZRT. F—FHR—ILOEEHN
HETE-EAZt=1msél, t=0ms A58 ms DXx—h—IL-BRTEERZE
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~Lfz.t = 0 ms TRHREF—FR—ILBLVBFRMIBEINT, L—FHEHEIND
EREEESNS. t=1ms TREF—R—ILAERIN . F—FR—JLFEEF0.32
mm, F—HR—J)LFEIL 0.04 mmBE TH-of-. F—FHR—ILELEBAIALTHFETH—
R—ILBEIFEAEELLET, —EThofz. F—HR—ILIEL—FBEHE%, 1 ms
LRICHERSIN, BEEEE (X 320 mm/s LETHEZENHLI Oz T2 1 ms B
AT, AR EHEREINGENLO. t =2 ms TREHF—R—ILOEHEIER M (B
BRAE)DPEEINTOWAIENER SN, BRI EF—FR—IILHISDERIEEIC
FOTHBLTWREEZLONS. t =3 ms K, F—FhR—ILIEREL, Bt L
RLTWBIENFER SN F—HR— LB EBEMEEBICTEILLBEVWIENER
Ntz 2.2 i Fig. 24 [CARBTHERALIZL—YOE—LTATI7AILERLIZA,
L—HFOHRDHIHETEINT—FENS LEEEH 0.04 mm LE->TEY, 518
ENF-F—FR—LEL—HBLTWEAILEHRL. FF—FR—ILRSLAR IO
FREFE—HBLTEY, F—FhR—ILOE TICEKEFELAEBTREBENAEEL TGN
ERbhmhotz.
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Fig. 3.4 Dynamic characteristics during keyhole and molten pool formation

process.

Fig. 3.5 [CL—HBHE#MS(a)400 ms &(b)30 ms [THIFEF—FR—JLFES
LR BEBDOEILETRT. Fig. 3.50C)ICRIERBTF—Rh—IILRSE ARt
BZETAIL. ARMERIBZAARIORLLEEIZSVT, BRAB,MOF—
R—ILETHOREERMZI B L. F—FR—ILZESE 400 ms £ IZ(X, 0.57 mm [Z
ELTHY, ARt IER L 0.25 mm IZHE-TWAIENER SN, F—F— L5
it DAk K X Fig. 3.5(a)® 12 A,B,C TRIKIIT3 DDMEEH THERINTS.
L—FRHFEE,NASH 14ms EFTO ABBETERRICF—FR—L-BRIMLPEE
LTW=. D%, 156 ms BEFETO B fEEH TIEF—HR—IL- ARt A% RIZHK
FLTUL:. 156 ms U TEHF—FR—IL-BRMOXRESIKFE—ELLY, &
RELLGSIIENERIN. BRIRESNEZL—FDIRILT—H, F—FR—ILD#
B OARUOHBSIUHREAMOBEHBICHLT TAZTAh—EDOIRILF—
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NEHBIN-RELEEZOND. Fig. 3.5(b)MoF—R—ILELVBREORE R
FEREL—YEHEBEENRLIREVNENADLLIS. L—FEBEHHBERICEIT
S5F—FR—ILEREEIL 324 mm/s, ARt KRZEEIL 66 mm/s THHZEMLD
hot=.

A B C

0.7 0.4

06 - 0.35
£ L 03 E
£ E
5 - 025 8
¥ =
(@) ©
<@ ko]
o —
= - 0.15 Q
) g
= F 0.1 2
—O—Keyhole depth =

0.1 L
—4—Weld pool distance 0.05

0

0 50 100 150 200 250 300 350 400 450
Time (ms)

(a) 400 ms from laser irradiation start
Fig. 3.5 Time-dependent variation in keyhole depth and weld pool distance.

37



0.7 0.4

0%  0.35
£ 0.3
 0.25
0.2

= 0.15

Keyhole depth (mm)

- 0.1

weld pool distance (mm)

—O—Keyhole depth

—&—Weld pool distance r 0.05

0 v v ? v v 0
0 5 10 15 20 25 30
Time (ms)

(b) 30 ms from laser irradiation start

Solid-liquid interface

(c) Keyhole depth and weld pool distance measurement procedure
Fig. 3.5 Time-dependent variation in keyhole depth and weld pool distance.

Table 3.1 [C&EHBIZCE T X —F—IL- ARt OIEN B EEE AR N IATE
BLUBRMHORNBREDELZRT. ABRLUVRERBEIARMMEZEAKELTIEMY
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LTEHLE. L—YBERKBEERMS 14 ms D A SBEHTE, F—h—ILEEE
ElX32.82mm/s, BERMtMAREEE9.68mm/sBBETHH_ENHMT-. BHE
HBTIEEF—R— LB EEREIL0.70 mm/s, Bt KEE (X 0.65 mm/s FEE T
Holz. C B TEF—FR—IILBEEEREE 0.08 mm/s, ARt EEEIL 0.07
mm/s BETHY, FEEERBTHLI LA DIz, RBEEFH TEF—FK—
LA ARETIETICESEZ 150ms R EET BT LN Mo, EEIKEE
[CHEFLFMMARIE0.35mm?, FRMAESREIEE 2.46 mm2 THo1=.

Table 3.1 Keyhole and weld pool average growth rate, weld pool volume

and weld pool inner surface area.

Keyhole formation Weld pool Weld pool Weld pool inner
rate growth rate volume surface area
(mmi/s) (mmis) (mm?3) (mm?)
A 32.82 9.68 0-0.13 0-1.29
0.70 0.65 0.13-0.35 1.29-2.46
(o 0.08 0.07 0.35 2.46

3.5 F—R—JL-BRAMES DA

Fig. 3.6 ICAEHMONBEEMBIK, L—FRINHIEETT. FEEHE L
—HH H:500 W, JBHEEE 17 mm/s, Df:-1 mm, 77> :0n TH5D. b E 8=
DFERID, RADTAHAERINTz. BRAAFESIIL 0.6 mm THoF=. Ff=, AA1)
— AN ETHAILEARABEBEHICBITAL—Y RN E (L 48.8 % ThHhofz. XF
ETEHEBHEIEELTVEWSD, REORRHDIFFISEOHALRIVEEL
LHEESIND.
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P=500W
V=17 mm/s
Df = -1 mm
Fan: On

Appearance

1 mm

Cross section

500 um
Penetration Width: 0.87
shape (mm) Depth: 0.60
Laser absorption
%) 48.8

Fig. 3.6 Weld appearance and cross section.

Fig. 3.7 T X B MaAVFSRAMEBE MO F—R—IL- AR th A2 K IZBE 355138
LI-fER%ETRT. F—R—ILFEXIX 0.58 mm, F—R—/LEZEIL 0.04 mm, F—K—
LWENMNSGETOBERKREETOERIE 9.0x10° mm, FRtMOKRSIX 0.7 mm,
BRIEASKEDORIEL 0.025 mm THoz. FFEHEBEINSDBERAAFRIEF—HR—
IWRSEIFEFEF—BLTW . F, Bd Y thRICEHPERFATBORER AR T,
KEFRMS 34° ThH-ol=.
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Fig. 3.7 Keyhole and weld pool quantitative analysis by X-ray phase contrast
image.

SERTD, BRREI’HABICERTELILND, BRAMOTEEAVTEY
BHEEREL o Table 3.2 CTERAMT7ILI=VLOYMEEERT 102109,
Table 3.3I2Fig. 3.7H DX, Y, ZHRAICETHEENR, HHEE, AEEE
NDEHFERZRT. BEROREIRRLEZHZRE BRFAEHIOSERREE
AREOAAICIEIF D vLICES ) BRATELEELARICRENEDO,
BEFAOAEFKESBICHLT, X #E5T 0° Y AT 34° , X AT
80° &h. B ADBR(F—FR—IL)ETOEH#ITEN T, 0.38 mm, 0.27
mm, 9.0x103 mm &755. Fig. 3.8 ICAMMANOREEREICEIT2EARET
T.RBEARALERREORRAFADAE 0 LT5L BRAEAICORREE
FRKXTRINDB 19,

V = V,cosH (3.1)

CC T,
V.- RZRE [m/s]
Vi: M RZERE [m/s]
O:BEARERBEEBORRABMOAE [° ]
THb.
BNHZEELT, EHMRITETIREEREZEHTHE, X #1R:16.7 mm/s,
Y H#m:13.8 mm/s, Z# R :2.9 mm/s LRBEION-. FLKERE BRAE
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DEEFETNETN, BR (2743 K), MR (933 K)ICH B ITHIEND, BEEZER
HL, A EX—R—ILBOEEANR, AN EEZRBEL 1. AIEMEMNE
MAEDEIHEWIIDN, REREENELS AHEESLVEENENAKRKEG .
X AT, AEONREARKEELTNSO, Y HAD Z HEICHRTRIE
BEIHREBENNS BEORS(ARMMOESI)NKRELGS. R, X A TO
BEADREASNEELY, ZHRICHEARTNIKGEEZOND. YR &L
IT5&E BREMNEIZ0.731, AHEEIX0.87 FThot=. F-Z2H R (FF—FK—
WEIICEWT, FRMEBNFLAEFEELGV S, BEEARLANEENK
ELLO-ELHETEEIND. Y IR LR T EHE, REDEIE 30 F, HHEEIL 6 &
Th-ol-.

X REZOHR, F—FR—ILEEIOREDNESHEETLHIENERSINI. F
—R—ILDETEEEKR = &K > [SEOHEEENMEZTELTEY, COMEE
BEICEDGERARNICEYF—FR—ILEILAHN I, XELEENRLEANMEESE
RLIzEEZONDS. S0IC, AMEBEIFREARARICEI(RBEICL>TRAEIC
HLEHINSGESD, F—FR—ILERBICEBHRERBNFEAERFRELGMNST-. L E
DIERIL, F—FR—ILBEE, F—FR—ILOEBZAIMLTERSIETAEAMER
FRBEICHLELTWAI LD, ZREAMBORIIPEEGLEZDATLTHDE
Hhhot=.

Table 3.2 Physical properties of Pure Aluminum.

Physical properties

Melting temperature, T, (K) 933
Boiling temperature, T, (K) 2743
Density, p (kg/m3) at 933 K 2390
Surface tension, y (N/m) 0.878
Specific heat, C,, (J/kgK) at 933 K 1080
Thermal conductivity A (W/mK) at 933 K 90.7
Latent heat of evaporation q, (J/g) 10888

Viscosity coefficient y (mPa - s) 1.3
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Table 3.3 Thermal properties of weld pool.

et le?é?a%r;zse Interfzﬁzlgerowth Growth rate Thermal gradient  Cooling rate
(mm) ©) (mm/s) (K/mm) (K/s)
X 0.38 0.0 16.7 4.8%X10° 8.4x10*
Y 0.27 340 13.8 6.6Xx10° 9.6X104
Z 9.0x107 80.0 29 2.0x10° 5.8%x10°
Welding speed: V, Laser Welding direction
_ a
V
Weld pool 2}
Ve

Fig. 3.8 Schematic illustration of solid-liquid interface growth speed in
welding pool.

XIS AMETHEEZENEERETF—FR—ILEBRMBAT ORI AR IK
NEHABETHY, KISBRKRINOF—FR—IVEIZETAENERERNTOEEZHET
Lz ZREENBHBKELRERNDOFHEMAORATRINSD.

2y
Pv = Pa + pgh + R_1 (3.2)

_C T,
Pv:¥—R—ILEZEFEEN [Pa]
Pa: KKE [Pa]
p:EE [g/cm?]
g ENMZEE [m/s?]
h:¥—HR—IILOFERE [m]
y:RERAD [N/m]
Ri:F—R—ILEEBDF&E [m]
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JEABOEAFIRABEORELIYIE, ZEERFUTOXTRIND.

2y
AP = pgh + - (3.3)

_C_ T,
AP EZFE [Pa]
rRAOFEE [m]
THd.

F—AR—ILESOFEEZ 0.020 mm &L, 3.2)X DX —R—ILAFERE S
EZROMFER, 189 kPa THALEEIN-. KIEOEREIE 0.025 mm THY,
BIAXMNKBRNBICHEITEHIEEI(L 70 kPa LHETE M-

RIZ X BREBIAVISRAMNEBPORAOEBENS, ZFRNEAHRILTEIILE
Az Fig. 39ICL—YEBEEDPOREBDHEETT. EEKRETOHIHFRE t
=0msél, 1TmsEBORADEZTEZHREL:. KIBOERMITDOVTIEE 5FEICT
MRS t=0ms TEKBIEIRELTHELN, t=1ms ITEVWTHF—FR—ILE M
DERMMBFICRAINRELTVWSIIELNER SN, TD%, K8 11XER
BAOEBRABICH>TLERL BEXF—FR—IILIGEIKEIGEITEHERL.
=5ms, 6 ms TIEKA 1 XERRAICISYTINTEY, TORDEEILHER
nNThHEDfz. — A, t =2 ms 2BV THF—R— LA AICKRA20RENERE SN
fz.t=3 ms TEKBIXIFEICEMLTWV:-. D&, /82, 3, 4IFLFL, &
[2&:8 2, 3 [FF—FhR—ILICIEDVTWRENALER SNz, Fig. 3.10I12KE 1, 2
NEEEEXRICRLE. K81, 2 LbIF—h—LEmMhoREL, BRAEIC
BOTLERL BEXF—R—ILISESKRANER SN X REMEIVISRMNE
ZAWAILT, 25 ym BEOKAORBRBMNEEFHZHOALILNTE, HRn
M5 EMNTEL.
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t=0ms t=1ms t=2ms t=3ms

X-ray images

500 pm

elding ciirection
e

Schematic

X-ray images

500 um E : : : =
Bubble2, 3
. .’
Schematic

Fig. 3.9 Bubble movement trace in X-ray phase contrast images.
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Laser

Welding direction

Bubble2 Solid-liquid interface

Keyhole

Fig. 3.10 Schematic illustration of bubble movement.

3.6 L—YBEICBI 2B EMBOER

L—HFIZEKBABRNEDKSITEESN=NE Fig. 3.1 IZRITETFILIZE DL
TR#EL - BRHINFLL—TFRIBEIERYRETRNIN, XMW EER-&
HIEDS BRIZLDIRBKEIZL>THF—FR—ILAEEEIN, F—FR—ILREZE
RELGEASGL—HFEF—FR—ILAICRAL, RIRENS. F—FR—ILHLDEIE
B RICE>TEMMER R TS, KRETFTIVMCEIKEL—HF IR ME S - %
HEIE, F—AhR— L FHE T HIRILT— L BRRMEHF T LSOOI RILY
—ITHESNS.
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Plume
Welding direction

Solid-liquid interface

Vapor pressure from
side surface of keyhole

Vapor pressure at
keyhole bottom

» Thermal conduction
| N | *

Convection

Laser

Keyhole

Fig. 3.11 Schematic illustration of energy transportation system in laser
welding.
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Fig. 3.12 TR T LIIL—HBFHEPE, L—HFARITEI O T—EENDEREAS
LBERMEBRZERLTVS. L—VBEFXF—FR—ILOERLEMIENDENDERE%
BRI ALICEOTEETHC LD, ERARLEAMEBENDERICHESIND

REZTRELO-.
Laser
Plume Weld pool
Zz

51

Keyhole ———

Base material

Fig. 3.12 Schematic illustration of laser welding.

FIEREAIEZEATEOLODREZRELHO, F—FR—ILRDFEFERB
HEREERDEDHYEVDXIALREELS. AFLEL—HIZELT, F—FK—IL
NEMMIERWICEBEINARELELTLS. EREASORBKELEZARAN
BYESTETHF—FR—IILOABFRRKAHFSIN TSI LEAMONTINS 109, &
ERBEEPIE(B.3)XTHREND.

My, Uy

P. = P (3.3)
ZCT,

m, FRFERE [g/s]

v RAKEE [m/s]

h:¥F—HR—ILFES [m]

Ri:F—FHR—ILFEE [m]
THb.
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Knudsen BICETAEEmDRARBFEFOERREIGEE v/ (X, RFERED 1/4
ELT@BA)HXTEZLNS 7).

_1 8kT 3.4
vr =7 | (3.4)
__ T,

m:JRFDEE [kg/mol]

k:RILYIUTE S, 1.38%x1072% [m?kg/s?K]

T:#m [K]
Thd. £, KEEARLIFLUTOXTERINS.

Pa=v(Rll+Ri2) (3.5)

_C T,

y REENDERE [N/m]

Ry:F—HR—IILNEHEFE [m]

THD. F—HR—ILABTEF—FR—IVEZRWVNT, RIFERKEEZIONDIED
5, (3.5)KXIEXRDKSI12HS.

Pa=R—1 (3.6)

ARERBREERBERANBYSIEVIREMND, P=PEBY, ZEFEZFEEmIZDU
THREF—R— LB IO -OICLELGEREREZREHTES.

_2my

hy = (3.7)

BAHRXMNSTILE=ZILRFOEREIAKRE vl 367 m/s £45. HESIKE
EXEREBADREICHOTLWAIENRELONT. SHIZB.7)AMoEHEE
EmZRKoHDE 0.008 g/s EREBLONT-. BI)XMNERERBEPLEZKRHDE,
44 kPa t%gof-. RREZEE T5H&, 145 kPa bigof-. KERIX 358 TR
¥ —HR—IILAMAEREN 189 kPa LA METHY, ZLHLGHREELEEZAOND.
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AREEE mITHRDRMEREARSEIOIVEGHEMEEL-YDOHR

BJ/QIEMNITHIET, ZRICEDODNIEREQ [WINTGLND.
2 + q,
Qv =(q1 + qu)m, = n(qlv 1 )yﬁ (3.8)
T
C_C T,

G RSB RECTEEZLTODICRLELGHRE [J/]
g ZRFEBER [JJ]
THd.

(3.8)R(F, 0N F—FR—ILFEE h DEAKITHELTEY, F—FR—JLRSIZLHIL
TRIREANEMTEHILEERLTNDS. F—FR—ILFEIHKREGEIEF—FR—ILH
[CBALEL—YHARHFICE>TF—R—ILONITHITKLKEE=HTHIHIERES
NTWE . B8)AMNCERIEDLNBREQF M2 W ERBEILOA. KAE
[ZHEIFTBHL—HFH AL 500 W THDHZEDL, HALEZL—FHAIZHLT,
224 %REEIPEZRICEDODALLETINSG. L—FEMBRET—HIERSGTSN
52EMB, 500 W T RTHARIESNIzHIFTTIEGL. L—FIRINZE (L 48.8 % T
Hot=ZehD, TASINTIZ500 W D55, 48.8 %IZHT=5 244 W AR Eh, #
HAHMDOFRE, B BEICEAIN-ILIZHS. LEN>T, ERICEXRICED
NEBEFIRRINERED 459 NIEETHIERFELONT.

RIZ, F—FR—ILHSBRENEDLSIITHESINTLEINIDOVWTHRETS. 8
BMEBRRICEVT, FREBEORNT, BROUNOBRBEICEELSZS. B
BLARBGCEDELONRIBHU THINERTIHEELLTRILELHD. RY
LBEIBREMLBOLZRITERTHTHY, XX TEZLNS.

_ pC,ULg

; (3.9)

Pe

_CT,

p:BZE [kg/m3]

Cp:EE 8 [J/kgK]

URKRZEE [m/s]

Lo XETRHGRES [m]

LBVEEE [W/mK]
THS.
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KEEXEUVEZBMEBROREELL RRRS LiZBAMIELLE. X RBEEHER
o, BN ROREEZF—FR—LESEELERMM EBOKADOBE EE
MoETBIL:. F—R—ILVEBDEAMEBROREIE 178 mm/s THY, Frith £
BICHEITHRZEI 93 mm/s THof=. F—FHR—ILEETIL, BREEOREILA
A ERMOK 2 ETHY, F—AR—ILEBTEHBBMENERICTHOATLSETR
BEhd AELEAREBRORRICEODVT, BcERLIUMNRBETEE, RV
LBEZRVWTE@L:. FRAMOESEIORILEIE 4.4 THY, Bttt LD
RULEIF 2.3 THof=. —M&RIZ, RULEN 10 LT TRAGELNXEMTHY,
ABEBEEFHTOBRBEFIRECGENIBHU THAIIENREINT 108 109 5 R #
GEEICIIBE XL ARMLEBLIYIBFMNENMLTETERTHAIZENER
Snt-.

RIZ, F—HR— LA A TCEREDARICLELGRELRTEDLS. Fig. 3.13 [CH I
R SVDBARMEZR I EXRZRYT. E—FFVTL—FAETEELAKFHEH
FUICEF—FR— N BEEESDERZRESHIT5-0, IPORBRTRLEE S
DEREREZAMIIDLELNHS. T—R—IILAFIEZBR T 57A /& Em,
[g/s]lE, (B3.10)KX TKRHBHIEMNTES.

My = A1Vp (3.10)
==L
A EREER [m?]
VIBEEE [m/s]
THd BRAREE-WICERDTILNIZVLEEEZTMIELIL-OITLEGEME
EULYDRE +q [VgIENTHIET, F—h— LB A THRBICE N3
BN 7 oN%.

Qm = A1(qs + gm)vp (3.11)
ZCT,
g . ERQROE)NOCMRETEEZLITODICHELGRE [J/g]
q, BRER [Jg]
THD. 3AN)RF, o WARMBEE 4 OBHKITLE-TLS. BANXEANT,
O EHEHTHLE 14W ERELONT-.
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Welding direction

VAT

A 4

Weld pool
\

Keyhole

Base material

Fig. 3.13 Schematic illustration of fusion amount per unit time.

RIZBIEEICEDF—R— IO OEBERMEADEREFREL oz BRMICH
(FHRILEIE 10 U T THo128, BRIZBICLDEEINPXEMNTHSHH, i
[CEPBAEEFLRAELTCVS. FRIMATOKREEZRELS2D, T5UMLAER
BLEERBERICEOSVT, F—hR—LABICETIERNICLIBEEES
]9 5. Fig. .14 ICRI L3I, ERBRERTEIEEANDEELEFRDEEDMIC
FTEREDANGFEIIRE(REERAB)NGFETS. —BRUICEERERABES
NDEBEELTIORRERBEISAALLGNDS. £z, BEBELEROEEDHIC
FRENHEH DBEERERBENFAEL —BRUICEERREESOERLLT
99 RIEREBEISHNALDNDS.

Welding direction

Weld pool

Keyhole

Keyhole

Fig. 3.14 Thermal boundary layer and velocity boundary layer of keyhole.
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RERERABESSCEREERBESOLEICERISIBERTBLELTITIIVNL
BWHD. TIUMLEIFTGBA)XTREN, HEDOHBHRELROLBEDLER
LTW%.

pr=-2 (3.12)

ZCT,
w AR [Pars]
C,: L& [J/kgK]
LBAREER [W/mK]
THd.
BA)RKICTILZZVLEEDYMHEZRATEE, BRLETILIZVLEE
0)7°5>I~)L*xﬂllj: 0.015 &#%. —MRMIICTSURLEN 1 LT THIEREER
BEENAEERERBEIKVKRELGDIIELD, RBFEEHICBLVTLEEER
E@ﬁb\i%@iét%i%hé
F—AHR—ILEABOERNE, LA/ILABZEZRWVWTCEMTS. LA/ILIEKILR
BEAZICEWTEEDEHMENEDETERINIERTH THS. LA1/ILIH
(X(3.13) X THKZh .

Re=—2 (3.13)

T,
U RKKREE [m/s]
Ly RRERSE [m]
v:ENAEHE R B [m?/s]
THb.

BOLA/ILABTEEBRLELGD. BROFNIETIEIHEAILIXEHMTHY,
OMNTRELIEZRNELGS. — A, BVLA/ILAHTEHERELES. ALRORNE
TRHREMAPXENTHY, BERFLRBOCTIRELGRNLELGDL. KEXRSZFA
HFERS Lo, REREZX—FR—ILAETOSERNEE U LT DL, Re=145L7%5.
—IRRIICLA/ILRXE A 4000 ZBZBHLE R LD EATMBENTEY "0, F—iK
—LIEDSZERNIEBRTHLIZENA LMD
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BRICBETS2EERRBESERODSHIZGB.14)XAELND.

1
VX\2
5:4.91(7)2 (3.14)
_C T,
X BAREBDOESE [m]
Thb.

FROREUZX—FR—ILEEDOGZRNEEELL, F—FR—ILIAETOEREIR
REBEIZRDHDE0.1 mm &b Ko TTSUMLE LY, F—FR—ILIEETOE
EERBEIFOI mmULTHLIZELNHBTES.

RICBBEICEIOTHESN-AZEZREELS. XM (Ve BOEFRHRT S
READBGCELAGCEOLEREZRIBERINTHS. F—F—ILZAZEEL, £
—R—ILRAYEBRERN —HKRICENDIERETHEXEILLIE(3.15) KX TERS
1.%(0.006 < Pr=<0.03).

I

_azeprs
NU—WRG (315)

LEETROELA/IWABETSUMBERE ST, XL ERDDHE, 1.52 &7
5. DFY, BEEICKHIGREIL66 %, ARG EIZLIDEREL 34 %THD
e ot AERNOLREBICESIGCRNIEH THIENER SN
XEHEREERDERII(3.16)XTRSIND.

Nu = —2 (3.16)

— .,

a: BV EE [W/m2K]
THS REXRES L ZFMMFBEORIARDOENBEL, Bz EEREZRDHDL,
8.1x10° W/m2K &73:5. B ¢ W/m? [X(3.17)X TR HBHND.

q=oa(Ty —Ty) (3.17)
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EHICF—FR—ILDOOREEICL>THMESINDIHAE 0, (FBA7)HKICTF—FHR—ILA
EEZHTB.18)XTRINS.

Q, = 2nR ha(Ty — Ty) (3.18)

(3. 18)XAMDEE 0,1F 107 W ERFELON. F—R—ILhoBBMESNERE
O D35, 14 W (13 %)NERDBFRMITHESINTWSIEND Mo BRYIFE
MER BMOEELFECLEHSICHESATWSEEZ0NS. £z, XL
NoREETHESINERBRERI 7T W, RICE>THESN-BEF 36 WTH
SoEhbholz. LEDTEND, RABEFHICETIRDHEESIUVREEIZ

BASNTzZL—HH 5 :500 W
ARFEIERAIN®E 112W
RinBETHMEIN-RETTW
XM ETHESN-BAE 36 W

ERELOoN, 85T 95HE 219 W Eigot=. ARU—ARE TEFRILZIRIREA E (X
244 W TH--. AEETHE, F—FR—ILAOEREKAL—HFICK-TEMBAS
nNan BHRELUVUBMOBEELREIZRELTELST, FREASDBREFIEREASR
NDEME, BHELUVBHMOEBELRICEHEIN:EETEINS. LEDIEND
K;@?&x#(:;ﬁ(féb—ﬂ&ﬁ@iﬁ%li Table 3.4, Fig. 3.15 &S24 5. 1=
Fig. 316 ICKBEFHICETIRMEZTFLDS. BHFINFL—HF D 51.2 %A
BEMNZFYRE TR IN, BUD 48.8 hARREND. F-BHFEIAEL—Y
D 22.4 %h, F—R—ILRRK, 21.4 %N BRMHERITHE SN EN DM o1z,
ﬁiUh‘EH@;‘EFLE'?‘;El:;‘éi%éhét#&iéhé X BEHIVFSRAMEICE

R ERNRNESHEERICHATIENTE, L—FBEBICE TR @ EMEIC
BEI2MRE[/IENTE. S, ME, BEFH - RE BFERLEERMK
MERRIZEY, ERE - BNELARETOLRORAROIIaL—2avEHTT0E
EFElIZEETEHEEZLOND.

55



Table 3.4 Laser power consumption in laser welding.

Laser power Laser power

consumption consumption ratio
w) (%)
Reflection 256 51.2
Keyhole formation 112 22.4

Weld pool formation
(Thermal conduction and convection) L 214
. 25 5.0
(Base material heating, Radiation, etc.)
Others

Weld pool formation
(Thermal conduction and
Convection)
Reflection

Keyhole formation

Fig. 3.15 Laser power consumption ratio in laser welding.
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Evaporation: 22.4 %

Plume
Welding direction

Heat conduction:14.2 % ——

Solid-liquid interface

Vapor pressure from
side surface of keyhole

Vapor pressure at
keyhole bottom

Thermal conduction

== g Convection

= | aser

Fig. 3.16 Heat transportation model in laser welding with Al alloy.
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3.7 ¥&

AETI, ZILZ=ZVLESE A1050 2R REL, X BEBAVFSAMEERANT
L—HAEEKZOMEBAICIRYIBATL. SPring-8 ® XBEFRAL, XBEMBaVES
ANEICEBL— Y B BREOBEEERL-. BEZHEIL—HFHAH:500 W,
BEEE 17 mm/s, Df:-1 mm, 77>:0n &Lz, Boniz X REE MDA R
B, F—R—LBERK, ROPTBKEFMICFHRAL, FEFRZOGE -2
EiTofz XBREMEIVISANEZRISERNARE, ARt KERD, L—HE
BEROIRALT R -BERBICEITLIERET . Fon=HRILUTO
BYTHS.

DX BEBIVFSAMEICKDTILIZOLEEDL—FEEREBR
MDSPring-8 M X RZEFAL, RN EZYHLDEEZE 3790 mm &F52&ET X
MBIV IRAMNEICKDTIIZVLERL—VAEBOBRENAIGETHAIZL
MR LT

QX REIBAVESRAMEE X BRIRAVFSRAMNEZLE T SHE, X REEHEIVES
AMEDIEFS>D, BRAE, SIRFAEDDABRASNL-O, T—FR—IL, BELMEE
FEMICHMAIBE THHILERER L.

2)L—YABEONBICETS2F—HR—ILEH

DF —FR—ILIEL—FEBEHE®R, 1ms LRICH B S, FaGEE L 320 mm/s K
ETHBHIEMNHIBALL.

QUL—YEHHBE®RNS 14 ms TlE, F—R—ILERKEZEE(E 32 mm/s, BEt
M EEEIL 9.68 mm/s BETHY, ¥F—R—IL-BRMNLRETHETIZH
150 ms W E LT HEN DM OT=.

) F—FR—IL-BEt i EB OB

DF —R—IILFESIX 0.58 mm, F—HR—/)LEIL 0.04 mm, F—KR—LEHMSET
DEZFAEETOER(E 9.0x10° mm, BFRHORZIZ 0.7 mm, FEthNK 2
DE £ 0.025 mm THo1=.

QX RBBERIOFTM BB REHAL, CREHEEROER, BEME:
6.6x10% K/mm, A #NEE: 9.6x10* K/s THDHZEMbhol-.
@AA—ARJEEAWVTL—YRINHFELZALI-KER, 48.8 % THAHZ LA D
hot=.
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X BEEEEISTF—FR—ILERESFRL, F—FR—ILABERTETHERD:
R, 189 kPa THH LM o=,

AL—HFBREICEBTSRWMEICHATIER
DF—FR—ILNDERRKNZRARALOPYEVOXISEREBDER
[CHEBIN-REZRBELOLER, 112W THY, BEHLEL—YD 22.4 % E
ThdELERBELONT-.

QEAMMMRORMEERSD, RILBEHEHLER, RILBIT 10U TTHY,
KABEZHICETRHXIREGENXENTHLIZEN DM OT=.

XL #ZERD, BMIZGETHESNEZREE7TIW, FRICK-THESNIZF
EIX36W THSACEN LM OT=.

DL—YBEICL>TEALIBED 224 %IEEFE -F—R—ILERICERAIN,
14.2 %REFBREGETT—AR—IILORABEICHEIND. FLAMMAORRICEL
DTT2%REDRENBTRBANICHEINTVSIERELONT.

LEDBREBERMS, LY BBREORBXICEHALT ME, BEBEEH-RIE

MFEFERRLEDEZEICODVWTRHENEMREZITICLET, aRE - BEHELBES
AEXRDRAFEPIIAL—IavETIOEERICESTHEEZILONS.
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BAFE FLIZOLERL—TBEEROF—FR—IL-BRHE
BICREFIEEXTHRTOLE

41 #E

FEIETHH 1000 RIERAMTILIZVLERNRICXBREEIVISIRZEIZLDS
L—HBEEREZROZTOEHEREZTL, F—R—LEEBEOL—FIRILF—H
BERBEOVTHAETZT 1. HBE F—FR—ILOBKERE, F—FR—I/LABMER
EH, BWHEREICODVNTHE-LMREEET-.

FILEIZOLAEEMMIEIRDITELT, 1000 ZMD 7000 RIZHEEIND.
1000 %, 3000 %, 4000 %, 5000 R7ILI=VLALFERNERES, 2000
%, 6000 %, 7000 RIFBAVNEBEESRICHEIN, ThThEETRHIELS.
HEOHEHENS, TLIZOLEEDOFEN, FERERICREIEELE &
MAEZFOEZENBEIATNS S M 12 &EB-FMTELAETEE L, TO—
R—IL, BEBOBHBMNIESE, FAABRKICRETEZEEL RFTSATLS. L
LEAS, BB FMTELNTF—AFR— L -BROBEEICRIFIIZEILHEMICE
RSN THELT, + 9 HMEAEL.

AETIE, X BEHEIVIFSAMEZRANT, EETILIZHLAEEDL—HFE
REZHEEL, EFMTEZENF—R—L-BRNEHICREITEZELRAMICH
Bl FEETILIZOLEEORYMLEAR OB RELE L. RETILIZ
VLEEDL—YAREICBFAL—VRINHEFZRL, X BEMBEIVFIRME
[CEPBRERLMAEDLET, F—FR— L - BFRMEIHISEREEREL:.

42 HEMBIURRAZE
421 XBEHEIAVISAMEIZEIL—YRBERZOBR A X
BERETIZZIVLEEDL—YABRRETALHNICT L0, X REBEIVES
APZEAVWTAERROZDBBELTo-. BIRAE, ZFEITOVTIEE 2
BEICRHEORAYTHS. AMETEE—RFUTL—rEEICTHEZERL. #
HHMICITE 2 ETRLETZILIZD LA S A1050, A2024, A5083, A6061,
A7075 %A LMz, Fig. 41 ICHEMOBEEZTT. #EM O IKIE 70x30x3 mm
THD. 70x3mm OEICE—FAVTL—FREEZERLT-.
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Fan Laser irradiation angle:10°

Air flow Welding direction

—_—) _

=)
3

30 mm E

70mm Laser oscillator

Thickness: 3 mm

Fig. 4.1 Laser welding configuration for bead on plate welding.

Table 4.1 ICAETCRHW:L—YBEEHERT. ETILIZILEEIIHLT
FLEHTL—YBFHEL F—hR—IIL-BRMEFHZLEL-. €€8 FSNxH
DEBHELETLHLHIC, hO)—AR)EEZRAWVWT, L—YRIIRFZET A L.
HEAEEE 2 ZEICREOEYTHS. THEARMBRESIVTIL—LEFHEE
B0, BREAASEAVTHEZERL:. BRFERETE 2EICRED
BYTHD.

Table 4.1 Laser welding condition.

Laser power Welding speed Df Fan
Laser welding (W) (mm/s) (mm)
condition
500 17 -1 On

43 BETILIZOLEEL—VBEICBIAXF—HR—ILERBZEHOHRE

Fig. 42 ICRETILIZOLAEICHL, FEFOEEFZE X KBV RE
ETHELEERZ2TY. FEEBFL—FHH:500 W, FHEFE 17 mm/s,
Df:-1 mm, 77>:0n &Lf=. L—YEBHERAKER%Z t=0ms &Lz. WThDE
LRICBVWTEL—YEE 1 ms BICKF—R—ILOERIFERSNT-. A5083,
A7075 TIIMMDEFEDTILIZIVLERLEBLTHF—FR—ILFEINKEL Th
Fht=3 msICBITEARRAHESIEIAI050 D 1.9, 1.8 ETHEHIIENTER
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nf-. A1050, A2024, A6061 IZDWLZ\TIEXt =2 ms, 3 ms IZTHEWLTEAL M D L
NERINE. F—R— AR LERICEF—R—ILIODREEICL-TERMIM
NEBashti-LEESINS. A5083, A7075 TlEt=2ms, 3 ms [TV THF—h—
LD LEBHRESATNSZEATR SN, A5083, A7075 (£33 A HELY Mg, Zn
EZETNTN 4.5 mass%, 8.1 mass%ELBICEATLS. L—HAEHIC Mg, Zn
FRFELPTUVSO, BELGRREEFSISEIL, F—FR—ILRAFEHLLREL, F
—R—ILDERLIZEEEIND. TECTTILIZVLIYELERATRDEFET
F—AR—ILDRKEFTFMLI-. Table 4.2 ICKRBTILI=ZVLERICEFNDITH
DHEBAERT. R—ZATXLFRDTILIZVLIYLHEAMNEWLITHRIE Si, Mn, Mg,
Zn THD. CNoDTENEFNBETILIZVLIYEEICER TS0, BEE
ADNEANPTVEHRIND. HIZ Mg & Zn (E#HmH 1000 K LLEEW =S, B
ZITEFELPTE Mg & Zn BAE EICTEFEN D A5083, A7075 LB ELEFK %5
FERIL, F—R—IIWERLOTVEHERESNSD.

X-ray image I

500 pm | Welding direction

I A N VA

Schematic Weld pool

Keyhole
No keyhole

(a) A1050 (TCE: 0.1 %)
Fig. 4.2 Laser welding phenomena observation images by X-ray phase

contrast.
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X-ray image

500 pm

Schematic

t=0ms t=1ms t=2ms t=3ms

X-ray image

500 pm

Schematic

X-ray image

500 ym

Schematic

(d) A6061 (TCE: 1.9 %)

Fig. 4.2 Laser welding phenomena observation images by X-ray phase

contrast.
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X-ray image

500 um

Schematic

(e) A7075 (TCE: 8.2 %)

Fig. 4.2 Laser welding phenomena observation images by X-ray phase

contrast.
Table 4.2 Boilling temperature of elements in Al alloy.
Boiling .
temperature 2743 ’/f
(K)

'e

AMETETILI=ZOLEYEB AMELITTHRZF Total content of low boiling
temperature elements (TCE) &LTE&LT-. Fig. 4.3IC&EEEICEFEFNS TCE

ERY.
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10

;)
:\3 .
= ;
5 4
= 4
2 7
O y é é

A1050 A2024 AS5083 A6061 A7075

Fig. 4.3 Total content of low boiling temperature elements (TCE) varying with

the grade of aluminum alloys.

AMBETRHELETILESZOLEE TIE AT075 NMERATHREZRILE(EH,
RNT A5083 NEKELIENRER SNz, Fig. 4.4 [CRBTIIZILERICH
T2F— R—ILRESOBBZELERT. F—HR—LREIFEVWThOTILZI=DLE
ZI2HVWTH, L—YVRBHEMBEK 15msBEETIHRAICKEL, D% 200 ms
BEFTRHBRICHARZMITLS. TALURBRICHLEXF—FR—ILESRKEFEE—E LK
e Motz DFEY, F—FR—ILRSIHREICLDSET, £ 200 ms ET 5L
MRS L—YREEEKB®% 15 ms & StepA, FIHHH 200 ms £T%
StepB, TN LLE% StepC ELTHHEL, TNEZNORMIZHITEHF—HR—ILD R
REEZFAILIz. Table 43 12K BT ZVLEEDF—FR—ILEEREETR
9. StepA TIX A7075 DF—FR—ILEEREHINZHKREC 115 mm/s BE TH»-
f=. —7A A1050 O RZEENZREH/NEE, 33 mm/s 3BE TH-of=. StepB TlEL
THROTFILEZVLERICEVTEXF—FR—LEERERE(F 0.5-1 mm/s BETH-
f=. StepC TIEF—FR—ILEEZEEI(X 0.5 mm/s LTI E THo1=. StepC Tl
F—AHR—LBLUVBFRBORREIHTHTHY, EEREICH-TLEIEEZLN
5 RIS EZL—FOIRILF—D, F—FKR—ILOHF, BRAOHEFSLIUH
HAMOBEHIFICHLT, TAZTN—EDOIRILF—NHEEINRKRELEZDS
3. Fig. 45 ICRETFILIZOLEEDFEYF—FR—ILEAEEEL TCE OB &
ZRY.TCE AREFVEE, F—FR—ILEEREERFIXELGLIEFRTHY, R? EE
096 LRV MHZRLI:. EBFAXTHREZZ<ELD ALARETHLERE
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ANERY, HBR, F—R—ILRSERELG2EFEZOND.

StepA  StepB Step C
1.2
E 1 - N
E
-: 0.8 ‘_‘——-—ﬁ——-\l
whd
& A
- 06 . -
L
é 0.4
(-] — i
¥ 02 A1050 ——A2024 A5083
——A6061 ——A7075
0 7 L v
0 100 200 300 400
Time (ms)
(a)
1.2
€
E
=
=]
o
<]
©
2
<]
=
b
Q —=—A1050 —+—A2024 —A5083
0.2
——AB6061 ——A7075
0 T T T T
0 10 20 30 40 50

Time (ms)

(b)
Fig. 4.4 Time-dependent variation in keyhole depth (a) Long time scale, (b)
Short time scale.
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Table 4.3 keyhole growth rate in laser welding with different type of Al alloys.

Keyhole growth rate

A1050 A2024 A5083 A6061 A7075

(mm/s)
StepA 328 721 104.24 44 .35 115.19
StepB 0.7 1.16 1.03 0.51 1.02
StepC 0.09 0.09 0.27 0.12 0.51
Average 1.46 1.94 245 1.72 2.76

3

w .

e .

\E, 25 . m.

«

% y

£ 27 .

E W y=0.1629x + 1.4959

S L R2=0.9676

o °H

o

e

o 1

X

(O]

()]

S 05 -

2

<

0 . . T x
0 2 4 6 8 10

TCE (mass%)

Fig. 4.5 Relationship between the average keyhole growth rate at the first

400 ms and TCE.

44 F—R—)L-BRBEFHIREIEETROD

B2 488
o=

Fig. 46 ICEBTFIZIZVLAEDL—FAERE X BHMBIVISANETE
BLHERETRT. L—YVBEENEERBICHEUBOHIEELEL = 0 ms &
L7z. A1050 TlE, t =0 ms [CEVWTHF—rh—LEARMM -BERAEAHBRICER
Shtz. FEARMMEAOLBICEEEETORALTAHAERINZ. t = 4 ms
TEFLICRELLZKANBTRMEAICEELTEY, t = 7 ms THREIXE R
REICINSYTENT, BRRAEOBBELLIERANEAROLTAHARE T 24

FABEEINE.
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A2024 TlE, WTFHOBFZICEWVWTH, F—h—LEBAmb-BRREE@NEICEH
Banlz. bEDITF—FR—IILEmILRBDERMNER I ERLEKEE
ARG ANEBEL, HKRLE F—Ah—IL, BRMBRIXFEAEEZLLTELT,
RERBETHI I LA DTz,

A5083 TlE, t = 0 ms IZBWVT, F—FR— /L TFTEHTOFEEINERIAI-.t = 4
ms TIEBELEZF—HR—ILO—EHBHYYEESA T, 200 pm BEOKBEMAEL
TWz. Z20#%, [LV/ABEFERREICISYTINT, BB LLELHIZROSTAELTH
RLf-. &1z A5083 TIRHF—R—ILBKRI/EZTELLTEY, TRELBERK
ETHAIEDWEREINS. F—FR—ILBELKRE AWM TOERREEANKENIL
NRIESND.

A6061 Tlk, A2024 OB A LEKRICODTROBEZIZEWNTE, F—FR—ILEE
B -BERRAEBAEIICEREINE. DTHTHINF—R—ILETmIOREDE
BRI, F—Fh—LEmADERLE-RBEARBRNELHL, HELE.

A7075 TIEF—FR— LB KR EFHEZTELLTEY, FRELGBEKRKETHLIL
NHERINT-. AS083 DIZFELRAKRIC, BEDEF THF—FHR—ILAFEERL, — &
AUIVEiShTRA LY, BRABTICISyTSh, RO TAICHIBFHFHNBERS
nit-.

Fig. 4.7 I2EBT7ILZIZOLAEDL—FAERE X BBV FSANETE
BLE-RERULBESETT. A1050, A2024, A6061 TIEF—HR—ILRIK X5 12
FICIFEAEZILET, RELBTERETHIIENER SNz, —H, A5083,
A7075 TIEF—FR—ILBREFIKITE, F—FR—ILBEREVILHERINT:.
A5083, A7075 ICIFIERRTRNZEICEFNTHY, BEINMREINIBERT
HELEHRIND.
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t=0ms t=4ms t=7ms t=17ms

X-ray images

500 pm
Schematic
(a) A1050
t=0ms t=4ms t=9ms t=14 ms
X-ray images
500 pm
Schematic

(b) A2024

t=0ms t=4ms t=8ms t=21ms

X-ray images

500 pm

Schematic

(c) A5083

Fig. 4.6 Laser welding phenomena observation images by X-ray phase

contrast.
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t=0ms t=4ms t=9ms t=14 ms

X-ray images

500 pm

Schematic

(d) A6061

t=0ms t=4ms t=7ms t=16 ms

X-ray images

500 pm

Schematic

(e) A7075

Fig. 4.6 Laser welding phenomena observation images by X-ray phase

contrast.
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A1050 A6061 A2024 A5083 A7075

X-ray images [ T . e —

05mm |

Schematic Keyhole W W W

Solid-liquid interface

Stable keyhole | Unstable keyhole

Fig. 4.7 Representative longitudinal behavior of keyhole and molten pool for
representative aluminum alloys at the stable stage.

Fig. 4.8 I2F¥—FR—J)LIRSETCE DEGRSLUF—FR—ILELTCE DEAKZEZR
3. TCE MM T HEF—R—ILRSEF—FHR—ILBFIERITIIEAERINT .
F—R—JLRESELTCE DO R?{E(£ 0.97 THY, tLAIEFZERLI:. F—FR— LB
TCE M 5.3 % LICHEE, BRI DIERNEREINSz. TCEAKREVTILIZD
LEETETILSZVLIYERFELLTVITRAZ VD, ZERENEML, §
—R—LRSEENEMULEEHREINS. FEAMTHEAMAOA-G L EEE
BRMN A1050 LEBLTEWIELERD—DEEZIALNDS. BRZBENEIL
[C&Y, BOLBAMB A TEEDIABRICHEYPLTI HER, F—FR—LFESH
REHGSIEHEREIND. Fig. 4.9 [C X REMEIVISAME G MSEBILIZE R
MY A XERCZEEZQOEBRETRT. BRAMTAXEIRGCERZELNREGDIEFE NS
IGBBFRERLE. BRMEF—FR—LIALORGEICk>THRT S8, 8
CEENRKEVEESICEBRIPBRRITHLER TS0, Bt A X(EINSGDHEH
"Ihb.
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Keyhole depth (mm)

Keyhole diameter (mm)

1.2

A
1% =
0.8 4 D/'/ y = 0.0665x + 0.6358
' ' Rz = 0.9703
Pl
06
0.4 . . . .
0 2 4 6 8 10
TCE (mass%)
(a) Keyhole diameter
0.1
l"A
0.08 - A'//
/
U4
/
/’
0.06 - ,/
/
/
/
V4
/
/
0.04 A .l’
k—__—
0.02 : ' . .
0 2 4 6 8 10

TCE (mass%)

(b) Keyhole depth

Fig. 4.8 Effects of TCE on Keyhole geometry.
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Fig. 4.9 Relationship between longitudinal weld pool area and thermal
conductivity.

45 L—HRIRDMEICREFTEETZTNEE

Fig. 4.10 [CL—H RN E, F—KR—ILDT ARSI GREEFE D) E TCE
DERETRT. L—YRINHNEBIXTCE N2 %EETREEo/=. TCE DEH
[CHEWO, RIS ERLEFH ITIER G0, —RISEMITHZNBZVIESHN, L—¥
WU R (LT 518, TRITHEVRIRELEMTS. LHLEAL, SEOHE
BTk AMTEMNSEL TCEMNS5.3 %, 8.2 %IZEWTRINHFIFETFTLE. —
B, F—R—ILTFRARILE LR OBEBEZRL, TCE A 2 %EEICELVTREX
ElEof-. TCE OBREICES>T, F—FR—ILTARI L BE R TEHILEHRLL:.
F—R— LT AR NINEHEBEF—R— LA E TDH % E R 5 O E A H
FTHIEMNERINTLS ). DFEYF—HR—LBHAKREVNELT D LEEERFER
CTHICHF—R—IILONITBHEHELTLESHEERN/MEMT S57-8, L—FRIRHE
BETLE-EHRBEINS. TCE M 5.3 %, 8.2 %TIE, F—FR—ILEHIRKEL F—7K
— LT RARGMENINSKIELOTWZZED D, F—FR—ILAFTHZ E R 5 HNE D
Liz&EZLbNS.
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Fig. 4.10 Effects of TCE on absorption rate and aspect ratio of keyhole.

Fig. 4 M ICEBTILI VLG EL—FBEERBOTIL—LEHETT. BEH
AL TETCOTIL—LERIZHLT, ALEZTOBEEZFEHILLT, TIL—
LOFEHEEBEGREEM L. A5083(TCE:5.3 %), A7075(TCE:8.2 %)TIl&¥F
— R—ILBEBRKREVNEZD, F—FR—ILDLZEDTIL—LHNEHLTWELI LA
M5, Fig. 412 ICTIL—LOFEHEEFHEEL TCE X —FR—IILAKBEORBRKRZE
Y. EHEEREEIEFig 4 M OFENBEEESRTORZEI/LILOBELEE
$HLETHEHLE. TL—LOFHBEEBEEZTIL—LOPEELERDL,
TCE O#EMICHEVTIL—LPFEHELEMLTVLEIEN LM S, FF—FR—ILIEK
BoEmIZ#E,, TL—LBEHELEMLTWAIEAEE SN, DFY, E#H S
TENZEEENZAETIE, ZRENEML, F—hR—ILEBAKREIAY, &
B, JIL—LOHE=ELHEMLIZEEZLNS. AS083(TCE : 5.3 %),
A7075(TCE:8.2 %)DL—HRINHNENE T LI-EBHRHELT, F—FR—ILEHNXK
EHY, TL—LOHHENEMTEIE, TIL—LELT—HORENFTEROD
NITHE SN TLESCELLER THEEEZOND.
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Fig. 4.11 Average brightness image of plume.
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Fig. 4.12 Relationship between Brightness image value and (a) TCE and (b)

keyhole volume.
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Fig. 4.12 Relationship between Brightness image value and (a) TCE and (b)

keyhole volume.
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KETIE, ZILE=HLEE A1050, A2024, A5083, A6061, A7075 R R &
L, X BEMBEIVIFSRAMEZRAWVLT, L—YBRBERRICREIEERZTDOEES
FEffiL7=. SPring-8 ® X ZFRAL, L—VAEBEZOBEEEMEL:. BESE
HIEL—YH H:500 W, BEZEE 17 mm/s, Df:-1 mm, 77>:0n &L= B85
NEXREGIOBEMMBERK, F—FR—ILEK, RESTAERKICODVWTEENL
FHBIEZERL. FA0)—AMEZAVT, L—YFRIRHEZHBIL, &€&
[CLBPEERZFTMLI. FLEERFTDIL, TIIZVLIYLBANEVWTRE
Total content of low boiling temperature elements (TCE) &LTEZL, TCE
EEBRREZLEBL, EERFTDEEZHEL:. FONBRILTORBYTHS.

NBEETILIZVLEEL—YBEICETAX—FR— LB -ZFEHOHRE
DL—HEHFE® TIE, Mg ® Zn BED TCE £% <AL A5083, A7075 TlEith
DERELEBLT, F—R—ILRBSOFXF—R—LBENKREGIZIEN DM ST,
QBETNLIZIVLEEDF—FR—ILEHRREEILTCE LEDHBZAL, R? =
0.97 TH»-1-.
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2)F—FR—IL-BROEHIREIEEXTRTOELE

MDA1050 TlIEF—FR—ILERKRIZIFEALEZILET, KRELTL . F—FhR—ILE R
BLUBRMMASKAERKL, KBKERRTICISYyTSh, BELELIIROY
TAICHRETAHIENRDLIOT-.

@A2024, A6061 TlE, F—HR—ILBRIFFLEALEELET, RELTL. F—
R—llDimhobheEMcRANEHINILEOD, [ialFXARMMEZFELTH
KTHIENHERINT.

A5083, A7075 TlE, ¥F—HR— /LRI TIEHLOEFKICKYF—HR—ILHBIK L4E
ATERLTN . BEICEILKF—FR—ILOBWERIZCKY, BELE-—EALYBES
NTERE, ROLTFAIZHRBIENERINT-.

@DF—FR—ILBEKICRIFT TCEDFEZTFMLLER, F—FR—JILEIFTCE L
EOHBERL TAETN R2=0.97 ThHo=. FLEMMERBEEIRECERLED
HEERL:.

BIL—FV RN FIZRIFTEETXTRTOEE

DOL—HRUNEN K (L, TCEH 2 %IEE TE—V%RL, 58 %IEETHoT=.
QL—H RN B (EX—FR—ILDTRARII L GRESEBEDOL)DEILE—HLTH
Y, PARGRENDESWMGEIZIEK, F—HR—ILAMSL—FDBRELOTIVH,
WUREHEANE T THLETRIND.

@FTFILIZVLEEDTIN—LHELEEIX, TCE LEDHEBERLE. F=F—7h
—ILDERBENREWVNESIN, TIL—LBHENSZWVWILEHERELZ. TCE ZWLE
ETRETLN—LBEHEENS HBE L—YRIGHENMETLIZEHERINDS.

ULDREAHERMND, TCE ZHREETHLET, L—HFEEOREURBLUVR
IHBEEZHETETHICENTRTHICEN O o= S8, BEFHOERFERD
HELGEERMMICABTAZLICEST, L—HFRRME, F—FR—ILLTEHZE
ZELEL—YBRERITOEERFICTEATELEEZLOND.
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FT5F FISZHOLEEDL—YBREIZBITARAOLTAE K
e+ oD 7 B

5.1 # &

FILEZOLEREER 1 umFOL—HFORINENELS BIZEENKRE:
O, F—HR—ILIBRMEFATLTEICHYPIL RESTAAFEELLT L. RO
DTAERFURSIVRBREICREZEZS-0, T FTEH5IENEFLL K
BEMLBEREBEOEMRNAVLETHS. ROCTAEFMMOBHOHBRELTAE
BRT3LDTHY, BRABEEF—FR—ILISOBRBEICI>TRESIND. LI
PoT, F—AR—ILEBRMDEBZHEMICERTIENVETHD.

AKETE X REBIVISRAMEFRAVWTEEESH - BIREZELIET L
—HERBAROBEREA A= KBRS AER SPring-8 @ X RE—LZM%
FMAL E/FILIZVLAESICHLT, L—HYH 1 500 W ICEIEL, BERE,
TJ72 On/Off ZZ L SETCHEBREZLE L. FLRBESFHETIZEVWT, L—
PBEEBROITIL—LBREZTL, F—FR—ILABRRLOBEZRAELZ. RO
TANEELIY T NIZONTIE, KAV T ARABOHRDHEITL, F—K—JL-
BRNEHLOBEEZREL:Z. LLOBE-2WHEREMNS, F—FR—IL- ARt
DFBRBRR, ROVTAHRADZZALIZONTH I -EEEIToI-.

52 HWEHMBIUERRAX

FILEZOLEEDOL—YBEEEAREZ, X SUMBEIVINSAMNEEAVWTHEET
2f=. X EMIAVISAMEICEKDEDHHREAR X, HEICOVWTIEE 2 FEICE
BOBYTHD. WMEMICIEE 2 ETRLEFTILIZVLEE A1050, A2024,
A5083, AB061, A7075 ZRAW=. KM A TREE—FAVTL—MEEEFRICH
BEREMLI. Fig. 5.1 ITHEAMOBREBESLUVEEEBEERT. E—FA TL—+
BIEICIX 70%x30x3 mm DEEMZEA ULV, 70x3 mm O@EICE—FA > TL—KEA
BEERLE. BERICRETITIN—LERETIEOICAEETARAILTY
VNZE2TI7—FWEMFF=. NRE 200mmDI77UZEAL, B E(X23 m¥/min
EEFELF-. Table 5.1 [CHEEEHRERT. L—FHH:500 W, BHEEE:8
mm/s, 17 mm/s, Df (Defocusing distance: & =S4 LEER): -1 mm, 77>
On/Off &L 17T=.
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Fan Laser irradiation angle:10°

Air flow Welding direction

—_—) _

=)
3

30 mm E

70 mm Laser oscillator

Thickness: 3 mm

Fig. 5.1 Laser welding configuration.

Table 5.1 Laser welding conditions with A1050.

Laser power Welding speed Df
o (W) (mm/s) (mm) R
1 500 17 -1 On
2 500 17 -1 Off
3 500 8 -1 On

53 RAVTAABARKDICREBEFTEEEZHOEE

L—YBEEFUENBBRRICREITIZEZRNETLHLOIC, BERE, J7:
On/Off 2Z LS TAERRZEZER L. L—YH H1:500 W, BEERE 17
mm/s, Df:-1mm, 77>:OnZEEELFHLL, 772 0ff, FIEERE :8 mm/s IZE
ATAELLEE L. Fig. 5.2 [TAESRNE, MESLY X REMBIVFSRIE
%79 . Table 5.2 ITFFEIHK, KO T(EBEER, L—F RN FE D A
BERY. ROLT(EABEE X REBEIVISACNEGREZEGOEL, 75 %I04t
BrEEGEERL, EHLE-.

BEEE 17T mm/s, 772 . Off DBAEEFH TIE, 27>:0nDFEELHELT,
BESBOEENEADLTV . FEL—FRIRHEIL39.9%THY, BPLTWLDS
CEERHRLI. D72 0ff TRL—FRABICTIL—LBFEELTWSH, TIL—
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LIZEBL—YBRRPCERGEOHEERIELETS. R, F—KR—ILRAFIC
HEITSHL—HFREBEILL R RIRDENBETLEEEZAONS. £-T77:
On/Off ICEHLT, RALTA OB K IFERTIELL, REDOBRKELTLDIENE
RBEhtz. 770 Off DB EICIE, ROV TFEABRIEH 3 FICEMLTL:.
BEEE 8 mm/s, 7 On DBAEEFHTEBFEEERIE 0.6 mm2THY,
BALTWSIELZHER L. L—Y RN FE(X 62.9 %THof=. RINHEE MO
FERICOVWTIE, %35, X REBIAVESRAFEBMSGROLTAIEFE B L
B THY, AAHEFVERRTIE G2 ROVTAEBEERIL45.6%THY, &
EEEOETIC&E>TRASTAHEMITEIEAERINT.

Weld speed =17 mm/s Weld speed =17 mm/s Weld speed =8 mm/s
Fan: On Fan: Off Fan: On

Appearance
1 mm

Cross section

500 pm

Image processed
X-ray observation

1 mm

Fig. 5.2 Bead appearance, cross section and porosity iamges with different

laser welding conditions.
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Table 5.2 Bead shape, area ration of porosity, and laser absorption in laser

welded samples with different conditions.

Weld speed =17 mm/s Weld speed =17 mm/s Weld speed =8 mm/s
Fan: On Fan: Off Fan: On
Bead width
(mm) 0.87 0.73 1.12
Weld depth
(mm) 0.6 0.63 1.0
Weldarea 0.36 0.30 0.60
(mm?)
Area ration of
porosity 6.4 18.4 45.6
(%)
Laser absorption 48.8 39.9 62.9
(%) : ] ;

Table 53 IZ&BEEHICBLVTERLEROL T ORBICHEETIHRADS
WMEEREL. BEERE: 17 mm/s, 772:0n DR EZHETIE, RO TARE D
AREIKROADBEHEINT-. BERE 17 mm/s, T72:Off DBEEEHTIE,
KFIZIMZAT, 3 MmolI%EERELAEFNTILE:. BEEE:8 mm/s, 77> :0n DA
BEEHETIE KE: 68 mol%, %X :31 mol%, ZILT2:1 mol%hAEFENTLNST
ENRERINT. BFEEE 17 mm/s, 772:0n OB EEHETE, RO T4RER
[CIEKRDOANFELTWAIEEERETHE, BEEE 17 mm/s, T72: Off,
BEUBEEE:8 mm/s, 772:0n OBRBEEFHTEREINEZTAEN-TEESE
NEL. AEEE, 772 On/Off IZ&-T, RESTADEREMNEILL, HhDRO
CDTAAMICHFEETIAROE A LENEILT LI LN oT:.
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Table 5.3 Results of gas componets analysis in porosity.

Weld speed =17 mm/s Weld speed =17 mm/s Weld speed =8 mm/s
Fan: On Fan: Off Fan: On

N, (mol%) 0 3 31
H, (mol%) 100 97 68
Ar (mol%) 0 0 1

54 ROVTAEHEBBICRETF—FR—IL-BREEHOLE

Fig. 5.3 ICL—HYH 71:500 W, B#EZRE :17 mm/s, Df:-1 mm, 77>:0n @
BEEHCTORE- RO T HBRBAREOHEHKREZTT. BEERZHENL-ME
fiE%t=0ms &L7=. Fig. 5.3ATIlE, t = 0 ms [TEWVWT, F—R—I/LOEZHH
BOATWDIENERINT. ESICBVWTTIL=VLIAELNERREL, BREDE
NZEOTHF—R—ILVEBIELATNSEHETEEINS. t =3 ms, 6 ms TlEF—7K
—IVEEH T LAY AUYEESHh, KAy, BRMRNEZELTLNSIEN
HREIND. t=9ms TERAMMANZEHELTCLW-KANEARREICSYTSH,
BENETIZONT, RAOVTADNRBEICHERLTWKEFABRESIAE. KD
AREFF—R—ILETORREICERLTEY, RKIBRABRETILZZILEEDE
BRI THEEINTWSEHRINS. Fig. 5.3BTIX, t =0 ms IZTEWNT, Brkith
BAICBLWT(EZRENRN), [VBEFFEELTLEWLD, t = 3 ms TIH/MhSHEK AN
HEELTWAIELAERIN-.t =6 ms, 9 ms TEZDRAIEIKELIL LTIV
=12 ms TEKBOAmMNEEL, BEOETELELITRADTsELTHELTL
SHRFIVER SN F-F—FR—IILEIEH 40 um THoT-.

Fig. 5.3A, B Tl&, F—R—ILEMNORANVERTIHEE L, BRAMBRAICEL
T, BREASHIETIIEED 2 N4—UNERIA:-. WThOGEELRABIELE
B DOBREESELICARATDICIIYITINT, BELELICREORALTAITK
Lz FEABESFHICBHA2ROS T ABOAREIKFROAIEE S TL
5. oD T—A0LRAVTAERANZRXLELTIEK, [iBERDEWICE <
2DODT—ANHBEEZLND. 1 DEIEF—HR—ILEETTILES=ILEENB
BICEREL, ZXEENLST, F—F—LEHILEEL —HHLUYEIAT, K
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ANERENDT—XATHY, Fig. 5.3AICKE TS [IMBRBETILIZIVLER
NDEBAK[THEEINTWSEETESNS. 2 D2BEREMEANMNRENERT D
r—RXTHY, Fig. 5.3BICEZHATSH. 7ISZVLEEZREHDEEIYLREICS
WT, KYBKDKRZBBESEHIENTES " ) REHRITERLTULV=KE
AERMBOEREETICHEYD, ERRICEIZEL, ARETHILICE TRIBER K
Lz ESND. BEENMEVAERBMDRAICTEZORAAREELTN=CEN
HELREEIND. FILIZOLDOBEHIZEVWTEBETELIKRFRERFLUTOXTER
Bhé 116,117)_

2080\ 1
log$ = —0.652—(T>+§logP (5.1)

TIVEZDLDBEHICEVWTEABSTESIKFZERUTOXTEZON S 617,

log$ = 1.356—(27T£>+%10gP (5.2)
CCT,
S:KFRBEME [cc/100g9]
TmE [K]
P:ZFEXDKFSHE [mmHg]
ThHd.
(5.1)2, (5.2)RMSFILI=YLADEM, BEICEHEKERRELEEDE
TEEBITH D TEIENDLAS. #LT, BRICEVF—FR—ILEETIEEZLDK

REEBTESD, BAICEVERRAEEGE T, KRBBEFXRL TS, KIS
KENEZIKEELT, KRABBEZEHL-#ER % Table 5.4, Fig.5.4 IZR Y
Table 5.4 IZIXE 48 (933 K), & 48 (943 K), & (2673 K)IZHITHKEERE
TY. &I (2673 K)EKH (943 K)ITHITEKEABELLL K THL, KHE(2673
KIDKFRARMEITKIM (943 K)YDH 78 ETHHZENDHMND. DFEYF—FK—IL
METIEZLDKENBMBTEDSH, TRENEET, [LENBTREANSHE
ETHILEFLTVD, BEFRAEOEETEIKRABEN BV TLHD, BBRIZE
L, BBLTW:—8HOKENATRIEL, KRIBFRRLIZEEZOND. £EET
IWEZ L (943 KYDKFZDBEMEE LEHH (933 K)DF 20 5 THY, EHETIE
BREFIREKETIS. BRATDISyvIShEERANRELEASERBELE
DIE, BHEPICEBLTWV KRN REBFOBRBREZERA-®, #RIEL, RO
T4 ELGAGEEBELIZEHAEIND.
KEOHBBFELLTIE, HEMRBTICHBFLTW KSR, #EMPICTRER
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LTWKFR, KERTDOKEBKLEENEZONDS. AABCTHERLZEHAM DI
BENDKEEEHBILEFLER, 1.4 mL/100 g THo1=. TEFIIZHLDRE
[T LTWABIEREXTEILI7FRADEBEIL T ILEZ D LG EBELE/N)T
BELEBIETILI=ZVLDKNMMISLIZILERBTERINTEY, EAERIEK
RNEZBBELOTVS. SSICEAMN2323K, LkEX3.75-4.0FBETHS=0, &
BEAMICIE A, KEDOHBELLGYFES AR TERODOBIEREIREETIC
BEERBELLZIL,DS, BIEREMN KRN EBESAAEELEZONDS. B
MELUVBIEEEICEENDKFE (1.4 mL/100g L L)% Fig. 5.4 FIZHERT
NNYTFUTLE. KEDEZ1REEREL, BEICREL->TLSA, # 1250 K
CEWTEBRICEZELTEY, BEENMEWVERMMBATIE, KEARXNRET
EEZLON, BIRBERLE—BTS.
BEMLBT7LIZOLEEZORLELRBEOKRKEZEMR I5-6I1Z, STEM
(Scanning Transmission Electron Microscope)#R W\ T, REAEDH RE1T
>fz. Fig. 5.5 IC A5083 B#M DXRMEiAED STEM ICLHBRHERZRT. HIRIC
BL REOREN-O, #AMRBEICWEBELECEBZLTHEELR:. 7=
VLEEDHREDELIC14 mBEEORIERENER SN, BILEXIERIC
&59,10-20nm DEHThHolz. TIZZOLAEDREIZIE 10-20nmBED
BIEREBEICEODNATWSIELR OIS TEILIFRABEZHEEBZHRETH5E
[FTEGEDSTD, BIETILI=Z O LDOKMYEHBRO—DOTHILEEZLND.

Fig. 5.3 Weld phenomena observation results by X-ray phase contrast (Weld

speed: 17 mm/s, Fan: On).
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Table 5.4 Dissolution amount of hydrogen in Al at hydrogen partial pressure

1 atm.
Temperature 933 943 2673
(K) (Solid) (Liquid) (Liquid)
Dissolution amount of hydrogenin Al

(mL/100 g) 0.036 0.74 58.05

1.E+02 . —
c 1.E+01 4 -.‘....-I“".-
S 1.4mL/100g [
= 1.E+00 -
©
C e~ - -
2 W q1pp1 Liquid
5 8
o -
2y 1.E02 -
s E
) 1.E-03 -
oo
o
1= 1.E-04 4
= :

1.E-05 T e : T T

0 500 1000 1500 2000 2500 3000

Temperature (K)

Fig. 5.4 Relationship between temperature and hydrogen dissolution amount

in Al at hydrogen partial pressure 1 atm.

85



——Carbondeposition  Tungsten deposition
—

Tungsten deposition

Oxide layer

19 550
B

Fig. 5.5 STEM observation in material surface of A5083.

Fig. 5.6 [CL—HH A:500 W, FEZERE 17 mm/s, Df:-1 mm (FEFEE T, 7
7o Off ICEBLEBEORA -ROVT(HBBROHEEHEEZRY. BEBRZEZN
BLE-FHBEZt=0ms &L1=. Fig. 5.6A TlX, t=0ms, 5ms [THELT, ¥—
R—ILEZROPRSHMIZENT, F—R—ILHNERLTWDIIENER SN BEIAL
AREICERITDIEAICESOTHF—FR—ILERVOFHAELATHNIEHEEINS. t
=7ms, 8ms TlE, BEIGERICL > THERLEZF—FR—ILO—HHABERR@EIC
PSSy TSN FAERSIND. t = 10 ms TlE, FSyTESh=HoE£ A (/RO
DTADPBELTVWAHFABERINT. FI70 0n DR BEEGHELELERKTSHES
—R—ILDFFEMLTEY, 50-60 um FEE THo1=.

Fig. 5.6B TIX, t=0ms IZEWLT, BRIMBAICEVLVTEZRREN), [aEdHF
ELTLWEWLAD, t = 8 ms TIE/NSILBREANELELTWSIELNERINI. t = 11
Ms CIERBIEHEBEZZEATICISUMBE T ORAICKEAL->TULV . t =17 ms,
27 ms TIEIRBOAHmMNEBEL, BEOETLELEEITRODTALELTHRELTWS
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BT HNEREINL.

Welding direction t=0ms t=5ms t=7ms t=8ms t=10ms
A
0.5mm * = X : : E,
Excessive evaporation | Excessive evaporation Trapped bubble Trapped bubble
Welding direction t=0ms t=8ms t=11ms t=17 ms t=27ms
B
0.5mm

Fig. 5.6 Weld phenomena observation results by X-ray phase contrast (Weld

speed: 17 mm/s, Fan: Off).

Fig. 5.7 [CL—%H A:500 W, Df:-1 mm, 77>:0n (IZE BT, BEERE:
8 mm/s [CEBLIEEEORA - RAOCT(HABEOBRERZTT. BBZER
BL-BFBAEZt=0ms &L1=. Fig. 5.7TATIX, t=0ms [TEWLT, F—R—JL
ESMOPEICENT, F—R—ILAFRLTWAIEAER SN, BEIGEFKIC
EOVWEEAIZE>THF—FR—ILEBCFHENELSATHEIEEESIND. t = 1
ms,2ms TlE, BEIGERBICLIH> T ERLEZF—FR—ILO—HABRZRRTIZFSY
TEINBHEFNAERINDS. t=8ms TlE, FSyTShi=Boz2RAITRAST4MN
BEELTWAHFABESINT-.t = 33 ms TlE, WUDIHEBOROLTAHABES
NTWAIENRBEIN:. FEFXF—R—ILOBRIIM DB EEH LB T HEREL
HoTHY, 80 yum BE THo1-.

Fig. 5.7B TI&, t=0ms IZEWVT, FRMEBEAICEWOT(ERKEA), 20 um 18
EONSLGREDEFEEINERINS. t=4ms, 6 ms TERENREIZHRAIZK
ERELTWDIENER SN t =7 ms T, F—h—ILOEBLIASHEIZHE
WCTBELGEEIMELELTLIHRFNEREINT. £/-t = 6 ms [THERINEER
BOINSGRAITHEKRL, t=11ms[TEVWTHLZDHEEIEHERE TELZL. BLWE
EARCDIBEEZHET T, KRENKROSDTAELTHELTWAIKRIRETEH, BELL
RFE BRthOBRICKY, REFOROVTAZEBEAIEBLIIELAHLIENER
Shtfz. FEAZFHTHAROABTHLOBEAREI>TUL . F—HR—ILBRK
F—ETH, ATHREEHICERSETV . #HR, F—FK—ILT7RARILHL
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[FNELBGESTWED, L= F—FR— AL LITKWMREBEG-TEY, L—
IR ENEMLI-EHERETND.

Welding direction

A

0.5 mm

Welding direction

Fig. 5.7 Weld phenomena observation results by X-ray phase contrast (Weld

speed: 8 mm/s, Fan: On).

77> :Off (Fig. 5.6), A HEE :8 mm/s(Fig. 5.7) DA EEHTEFHAROY T+
NEDARANLERETZILIVNBHINTWS. ChoDBESFHTIEI—ILF
HRAFFEALTHELT, FEBOFTHKEIXRK[ELE->TWS. #-T, RAVTAA
HOBROCTILTVERKPOR S DNBEEBMICBALEBREMEESNDS. B
H®E 17 mm/s, T72:0n(Fig. 5.3)DBAEFHETHERIE A FEEShGEH, o
DD, BAEEHIZI - TAERRNIZBATIHANELGY, 8, KoY Tq
NBOAREERT IR LEILLLIZEZEZAONS.

WTFNOBEFHCTIAEBOFTEREIRKTHIZLEEZETDHE, KK
DORABRBEXF—FR—ILEHETEINS. X BEBEIVIFSANEICKIBZEDD
BERERLID, F—FR—ILOBELGEKICEIKEEIFIALIEDPBEADERLE
AbNnd. KK MNMREEINGN>-FEZEE 17 mm/s, 77> :0n(Fig. 5.3)
DEHETIE, F—HR—ILEBTHOIALEEEICEICRBOERFIHERINI-L
DD, F—R—ILOEBLRBICEVTREFERITDIISLBRREBERINGH
o2f=. — A, RKERIHPBREEShI=-77>:0ff(Fig. 5.6), A& E :8 mm/s (Fig.
5.7)VDEHETIE, F—R—ILOEBOPHTHLOERENEIY, F—FR—ILDOF
RESIEFEH LTz, Fig. 5.8 ICF¥F—Fh—ILEEICER ITH RO T ERBEE
Y. F—FR—IILABEEREERKTHELZINTEY, #2273, F—FR—ILDIHIZH
MOTERAI[ABEHLTOWSIRETHS. F—FR—ILAZTELTWHEEEE:

88



17 mm/s, 77> :0n(Fig. 5.3)DEHTIE, EREAXDEL—ETHY, ¥—FK—
LWEBLT—EENEREIINELHLTEY, EREAIOEHRICESVLVKT K
DIEBRALIKWNWEEZEZONS. — A, F—R— LR TBREGERENECLHE—
FFRICEF—FR—IILABOENEERL, F—FR—ILEWERT S BEICEHRL:
ERAREF—FR—ILEBELT ABMITHHINED, F—FR—ILABBTHREKICE
PEI[DGFAELTVLLEESIND. EREASAFT—FR—ILNEBTRAEAICES LS
— R—ILABOENERBITET I8, BEMICF—FR—IILRABINEEIZH
HEHBEINSG. AEICHBRBICKISE SN F—FR—ILEzRBLTERSI S, R
ASTAAEOARELTHEFELIZLEESIND.

Plume Laser

/I

eta (SRR
N
f
i,
/

Evaporation

O\
Metal vapor

\
bubbia Sl'\rinkage
(Negative pressure)

(a) (b)

Fig. 5.8 Meachnism of porosity formation based on keyhole behavior (a)
Weld speed: 17 mm/s, Fan: On, (b) Weld speed: 8 mm/s and/or Fan: Off.

Fig. 5.9 IR EL-F—FR— LA RSN TWFEEH CEEEE 17 mm/s,
TJ7o:0N)ICB BTN —LEBERARAEESRENATSTHRRELERETT.
HoT)TL—kE 10 kHz THY, TIL—LBAAASEBRMBAAASIERALT
RELTWS. FEEDPOHDIFI(ZIVTEt=0ms &Lfz. RBFBEEHTETIL—
LOBEIRTIL—LOBEEAEFIRECELLLTOWEWIEAER SN, 25
Bt DEBERELELFIAECRELTN . TL—LBN BRI TEF—R—ILADIHE
HLTHY, RKEDPF—FR—ILAEB~ABALIKWVKRETHLILERINDS.
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t=0ms t=0.1 ms t=0.2ms t=0.3ms

Weld direction
—_—

Plume

Weld pool

1 mm

keyhole

t=0.4ms t=05ms t=0.6 ms t=0.7ms

Plume

Weld pool

1 mm

Fig. 5.9 Plume and weld pool observation results by high speed video

camera (Weld speed: 17 mm/s, Fan: On).

Fig. 510 ¥ —R— /LN TEELGER -WEIPRELTVLBEENH (B
HRE:8mm/s, J7:Of ) DT I —LEBMMWERBDESREAATTHREL-ER
ERY. KBEREHICETEIZTIL—LEHEIIL-—LEIOEL BEHAEDOE
b, TN—LEEDHEEINEDREINT-.t=0.1ms, 0.4 ms, 0.5 msIZBEBWNT, 7
W—LIEFERINT, AR HEOREDRRICELEEALOND. £-t=0.7
ms CIETN—LAAEETHAEAEAICANM > TEHRLTLWSIENBEINT-.
ABEFHTEBARMEIBY LA >TVEIELNEL, F—R—ILRBOEEIZK
ST, F—R—ILORABEOBERMMAHLLEFONHEREERINS. t = 0.7 ms
DESINTILN—LBEEHAENKEKZELTHIOEF, BLEFONBRMBIIL—Y
NEEHINSGILETL—YOEFAENELLL, TIL—LEHAENELLILHE
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BEh3. Ff-t=0.1ms, 0.4 ms, 0.5ms CRIIN—LDODEBEINBERINEMD
2. ABBEHTCEBRMI/MITRYLELA>TEY, TIL—LOEH FF—HK—
LWARBOBELEFHLTWNDEEZONDS. BEIMICEEEL/EML, F—HR—L
DEEINEETD BRLEXF—FR—ILHISZEDTIL—LNEEEINEN, T0
%, ARKENPTICRDIETIL—LBFEHEFREILL, —BFHNICBERINGGLLH
EEND. SHICEFERLEZF—FR—IHNBO—HMOEREAIN AL BRE
BICHEDEF—FR—ILASBOEAEEREIZHY, F—FhR—ILEFRBLTKRHAEYA
FNLHEEREIND.

t=0ms t=0.1ms t=0.2ms t=0.3ms

Weld direction s

—_—
Plume
1 mm
Raised Weld pool Raised Weld pool
Weld pool FESGEs : '
1 mm
t=0.4ms t=0.5ms t=0.6 ms t=0.7ms
Plume
1 mm
Raised Weld pool Raised Weld pool Raised Weld pool Raised Weld pool
. o
Weld pool [EESEEEESN v "?k T - i
s 4 --’y\\ o <>' ‘ 3 23 - & & - By
U5 i T T S OIS R : DN
1 mm © ¥ Keyhole *  keyhole i

Fig. 5.10 Plume and weld pool observation results by high speed video

camera (Weld speed: 8 mm/s, Fan: Off).
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Table 5.5 [CTI—LFHBAFERERT. TL—LAERFKTEICHLTEES
B#x 00 &L, TIL—LAEZHEAECTEHAILIEZ. F—FR—ILHALKELTWSEE
EHGRERE 17 mm/s, 772:0n)TlE, BEREOLTIL—LEHAE LN
HKTN—LDOEEEHERELTVWIIENER SN, F—R— LA E g L&
BLTITIL—LABHLTWSERESNT-.

Table 5.5 Plume height analysis results.

Standard

Average deviation Plume height Plume height Average
Plume height of blisine helakit maximum minimum Plume angle
(mm) g . (mm) (mm) )
(mm)

Weld speed: 17 mm/s
Ean-On 1.15 0.32 1.55 0.49 19

Weld speed: 8 mm/s
Fan-: Off 0.8 0.65 2.04 0 44

Fig.5. M ICABEEHICEBTAROVTREBEETRT. F—h—ILMNREL
TW5A#E L& (Welding speed: 17 mm/s, Fan:0n) TIEARALTADTIZHDR
BOBEIE 2 DONEZ—2hHD. 1 DEBEF—FR—ILETDTILI=ZVLEEZD
AFEICLI-TREANERTS. ERLEKREBRIT7ILIOERERTHELZIATLS
N BERRBDCrIYV TSN TEHBERFICITAMMBMANDKENARELTSIEITELS
THRERICHRRLGNORADTAZHETS. 2 DBEFRERERELRENSMH
HWEN-KENEEHFICEBEZEEL, ARELTREBZHEHTS. BRMAERA
Mo BLESREFERRRAEICIS TSN, BB KEOAREICKYBEELEAS
RAVTAZHHKT 5.

— A, F—FR—ILDAFRELBEEH (Welding speed:17 mm/s, Fan: Off
and Welding speed:8 mm/s, Fan:On) TIEEBA LI KFDOKBEICMAT, ¥
—R—IILNFOBREGERFKICKY, F—FR—IILIFEERL —HBAUVEIh TR A
NELETE F—R—ILABEL-ER EROEXRENTICRDIE —HOERE
RREBERERBICRY, F—KR—ILAMIEIEEICHS. F—KR—ILZELTRKEN
BYUAFEL, —MHAKARNICEALAOONS. R, KKBEAZETRAS TN
BREhdEEZOND.
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Hydrogen
bubble

Porosity

\

Y )
_ Metal vapor Trapped
Evaporation ) hhe Bubble

Porosity

(a) Stable keyhole condition; welding speed: 17 mm/s, Fan: On

Plume

Laser

e -
Evaporation Negative Evaporation
pressure

(b) Unstable keyhole condition; welding speed: 8 mm/s, Fan: On or Welding
speed: 17 mm/s, Fan: Off

Fig. 5.11 Schematic illustration of porosity formation mechanism.
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55 ROVTAERIZRIEFTEAESTRORE

Fig. 512 IZC&ERBETFILS=ZVLEEIIHL, L—HFHEHAH:500 W, BERE 17
mm/s, Df:-1mm, 72 0On OFH THEELE-HEMONE, trE, X KRB
B4R 7 XBHESEHEIXBUMEIVINSAIERZEGLEL, FESMMm
BB ZEERLI-. Table 5.6 ICHIE R IU X BB RERENSFBILIZBER R IK,
ROSTAEEE, SHITEAAY—ANJETKROL—FRIIEZRT. Bi@
HROER, ROCTAHBERIN-DIE A1050 DA THof-. XBRELMBIVESR
ME & D A5083, A7075 126 RO TaA R SNz A1050 TIXAROS T ETE
E(L6.4 %THOED, HHOEETIE 2 BUTTHY, RAVTAEHFEYFREELT

WaEhof-.

Appearance

1 mm

Cross-section

Image- processed
X-ray observation

500 pm 500 pm

A1050

A2024

A5083

A6061

A7075

Fig. 5.12 Weld appearance,
observation of A1050, A2024, A5083, A6061, A7075.

cross section,
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image-processed X-ray




Table 5.6 Bead shape, area ration of porosity and laser absorption laser

welded samples with different type Al alloys.

A1050 A2024 A5083 A6061 A7075

Bead width
(mm) 0.87 1.4 1.63 1.08 1.43

Weld depth
(mm) 0.6 1.03 1.23 0.89 1.35

Weld area
(mm?) 0.36 0.98 1.34 0.66 1.22

Area ration of porosity 6.4 0.3 1.6 0.1 1.8
%) . : : 2 :
Laser absorption

(%) 48.8 57.7 53.6 55.8 48.7

¥ 4EMFig. 4.6 ITRLIE=ESIZ, A2024 &£ A6061 TlEF—R—ILEIHEMDR
ANERTIEOD, ROCTAELTRBDZEFKIFEAEGEN 2. F—R—ILStTH
NoELERAETILEZVLEEDERTHL=H, BENTHIHLERRKIZES
=8, K LI-EHRIND. A5083 & A7075 Tl, F—HR—ILE M RZTEILT
BAREMKRETH . 5.4 BITEMBLELICS, F—R—ILDATRELRBET
X, RERASDNBEBITEATIIELNHER SNz A5083, AT075 IZHWLTH,
RHEDBREMNEIY, ROVTAEMBLIE-EHERIND.

Fig. 5. 13 IC&E B TFILI=VLESDBMPICEFNIKRONMBERETRT.
EAKRERIAI050 " FLEL HOEELELR LTI 2EEEDKRFEZS
ALTW - ZFISTHLALOREICEIKEELCZAEORIEEENEAELT
W5 BBIERIEDR A (X 2323 K &E K, LEEM 3.75-4.0 THD1=8, BERFICE
BREGEAICEAL BIEMISKRERETHAIEN Mo TILNS T8 119 A1050
TEHEBRAMETOBEEESLIUMHANBICFELTLW ZKREN M EOEE &
YEZWNOIC, BEBICEAMMBICEFELEZKZTENEGY, EERKICKROE
BREBALEDIC, HOEEIYIZORADTAARELILERIND.

Fig. 5.14 [C&ETIZZOLERICETEROSTAHBEAN=XLETRT. Fig.
5.14(a)A1050 Tl&, 5.4 i TEBLIE=&LSIC, F—FR—/LETOEREKDR AL
BELEZKRHLPEBRICEZL, ARELKRENBTRMAICELEL, BRRATIC
FSwTEhdlelckY, RO TF4ELTHETS. Fig. 5.14(b)A2024, A6061 T
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FFXR—FR—ILEICERAIMNTBLLTHREITOIN, EREEASDEEET LE
112k LE %3 5. Fig. 5.14(c)A5083, A7075 TlEF—HR—ILAETOHELL
BEICIH>T, F—h—ILBRNKREEFHTS. ;zt%é%#‘%ui%Al:liﬁe—rk—
ILHABFMICERT S BERE F—F—ILAO—HOEBERIN AP, &
MERBICHLIEF—FR—ILANBOENFEEICHY, F—HR—ILZBEL TR A
YAFEND. MYRAFENFRXKEZEALEKANERSA, BRA@ICSYTINAT,

ROVTAEHRTHEEALGND.

1.5

(wtppm)

H. contents
o
w

A1050 A2024 A5083 Ae6061 A7075

Fig. 5.13 Results of H, contents in each type of aluminum alloys.
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Hydrogen

Plume /| [/ bubble
/ Laser Porosity

x Metal vapor Trapped
Evaporation 1 ppje Bubble

Porosity

(a) Case in A1050

Plume
Laser (\

Metal .
Evaporation buebSIevapor Disappeared bubble

(b) Case in A2024, A6061

Plume iy

Evaporation

Evaporation Negative
pressure

(c) Case in A5083, A7075

Fig. 5.14 Schematic illustration of porosity formation mechanism.
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56 #&&

AETHK, FET7ILIZVLEEERREL, X BEMBIVISAMEZAWVLTR
ASTAEBRANZXLOFRICMYBALE. Fohl X REEM,IOGRBOERKB
B, ROSTBREFMICHBILEZ ROSTRBOARE S D HEEREL, B
BEHEOBERZEZREL RODTAERANZALEERE L. Gon=HERELU
TOBYTHS.

DRASTAABHRARSICRIZTBEEEFHOEE

OBFERE, 772 On/Off ZEATHELHER, BEREN 8 mm/s DIFE,
TJ72:0ff DFEICEF—FR—IDFRRE LGSz RO T EHBERIBTERE
M7 mm/s ™5 8 mm/s 2T 3L 6.4 %hD5 45.6 %IZEMLT-. T7>:0n hid
Off IZF5& 6.4 %> 18.4 %IZHEMLT.

QRAVTANBOARRTOHER, BHERE 17 mm/s, 772:0n DFE LK
ZFOADPBEINT-. BEEE 17 mm/s, 772 :0ff DB EIEKZFIZMZ, 3 %
EESFRE SN BEEE 8 mm/s, 772:0n DIFE L, 31 %NEF, 68 %K
R, 7TV BEHSINE. BEFHICI>TRAD T ABIZEEFNEIHARIN
BRAHI LR

2)RAVTAERBBIZRETXF—FR—IL-BROEZEBSHOEE

OX MBIV SRAMNEICKIIBERERMD, RO TAEF—FR—IL DB Bl 75 3%
RICEKRAERICERITSEEL, ABBALTWV-KENBTROMISHE TS
SEMNRERINT.

NRAVTFAERICRFTEETFTDOEE

DL—HH 51:500 W, jSHFEE 17 mm/s, Df:-1 mm, 77> :0n OFEEHIC
BT, A1050 DEBEEHOROLTAREENEL ROVT(HEEEIL 6.4 %T
Hot-.

QETILVIZIVLEEDBHICEFEFNIKREZPMLEER hoEd2&VE
152 BEEFNTV . EEREORBIELRBENSOKRDEALELE, SRERH
DKFDEBREBZ 1=, A1050 TIERALTANZLHEELIZEEZIONS.
A2024, AB061 TlIEF—FR—ILENLCEBEINTBELTHETIN, €8
ARDBEBETEEBITRIEL, BXTHIELAHERINT:.
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@A5083, A7075 TIEF—FR—ILDOBAAGHEKRICEY, F—FKR—ILADO—ED
ERAIAAVPIN, F—AR—ILABHNEEIZLGY, F—R—IILZBLTAIHNE
YAFEh, XKEEAEREARESh, BRATICISYTENT, ROLT4%
BT HEEALOND.

LUEDIEMND, PLEZOLAEDOL—YBETEBEESSE M8, RERKE
BEBHDERIZEST, RAVTADNRET LA LA oz, FRADTAREA
AZXLICHE LR K EZHELHIET, MEMITROS TG TE, SRELT
WEZOLEEDL—HBRRICFEETHEEAOND.
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BO6E TISZVOLEEDL—HYRARYNAEIZE T EEE 1
WERDEH

6.1 #5

TFILIZOLEEBBMITMSITELT, 1000 M5 7000 RICHBESND. 7
LWEZOLEEDBEBICBT2RBEO—DOICERINAINHS. S RBEILIKET

 AEMOBEMMENE, RSN, EXMENE [KEELREFRIESNAT,
BMaBERMBERYFEHO, MEIFHIEANAEZELL. 1000 RTLIZVLER
FTERMTILIZVLTHY, SREINBEZHEZFIEAERIGLN, thDEE
THEERENNRETIIENRESINA TV 76 120-122),

=R E (L5 E AR E $8 18 (BTR: Brittleness Temperature Range) &%t

P4 1€ T2 B %818 (DTR: Ductility-dip Temperature Range) TH4A 3 5E hDI &
ZiEY 27 BTR [FFHEREELEAEREEOHEBE THY, CORESHETHE
Bi&RNEFET S0, BOTEMEIEL. DTRIE, BTR KYHLEEBEEEE THY,
BUEMMNETTHEESHRBEZIET. BTR TREITIENICZIE, FELSETH
ETOREZNERZEMOZEARAESRTRETIRILENNSHS. DTR T
RETDHENICK, BEEERIUVRATER SBAEEETRETIENRE
TENLHS. BEBNIREEERICEVTEETRDRLELLEIY, BFFHW
HEMaADETARIY, AEZHR TS RECEEROSFEVTAHMNERTS
CEICKYBINAFHEETS.

FILIZOLEEDBFEROENGEREREE L, RILBhTHLIEHRESATL
%7012 SRENEEEFOEHEATREL REERIIFTEBANETHSS
ELZB . EDES, EEHBPCBEESFH-RFOLE FLEEEEBEOHE
PREMEBEOCEDISCEANREREICEISIENORAENZL BRINLDR
ZEHEMN-ETHRMOICTRIEL GEOCREOBEFREHR —MICEELEEH
[F7E0y. SPring-8 @ X #Z#RAWVWT, X MBIV SRMNEEZEHATHILET, &R
BNDOBRZREHEM-ERMICAIRILTEIIENTEEEEZOND. 0T, A&
THERENAREELPTVTILIZOLEESZAVT, L—YRKRYMNFEEE
L, B@- BB -SRI REEEHE X BUBEIVFSANEICTHREST o1,
HRERICEDE, L—VFRARYMNAERORWMELEER IO X0 FKRZEZFFML,
ERENDOREMBLZABLL. ETILIZILERIZETS8E -5ENE

BBl AMTHROEELTRAELE.
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6.2 HEMBIUERRAE
6.2.1 XBEUBIVISAMEICKAL—HFRARYNFERZOBE AR
FIIZOLEEDL—HFRARYMNEEREZE X RUEMBEIVISAMEZAWNT
BRxTo-. #HEAMICEE 2 ETRLETILEIZDLESE A1050, A2024,
A5083, A6061, A7075 =R L \f=. & # O ~T & (X, A1050, A2024, A5083,
A6061 [£ 70x30x2 mm ThY, A7075 (£ 70x30x3 mm &L71=. Fig. 6.1 [ZL—H
ARYNBEDEYTAVTERT. R EZETDH0, L—F% 10° BT TR
Ltz L—YBRIN—LERETIEHICTT7ZUERNT, TEREAEHEDIC
ALz ARE 200mm OT72Z2AL, BRE(E 23 m3/min EEE LT-.

Laser irradiation angle:10°
Fan

Air flow

30 mm E

70 mm Laser oscillator

Thickness: 2mm and 3mm

Fig. 6.1 Schematic illustration of laser spot welding setting.

XBEHEIAVISAMEICLDZEDHBEERE, RIEICOVTEE 2 ZICEKEHD
BYTHD. Table 6.1 [CAETHWZL—HYRARYNFEFHEEZRT. §T7ILE=
HLBEIZWMLT, L—HH H:500 W, Df: -1 mm, 77>:0n &L, L—F R & B
flZ 10 ms, 50 ms EE L SETL—HFRARYNEEL, FR-RE -SEINEH
#IRELE.
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Table 6.1 Laser spot welding conditions.

Laser power Irradiation time Df Fan
Laser spot (W) (ms) (mm)
welding
diti
condition ‘ 500 10, 50 -1 With

ERENMEEZABETIEOICXBCTZANT, AESONEHBELEHEEL
. ¥R RO E R LU BEENOEBZH R IS-HICEEREFEM
BERW:. BEDOBERZAGEN%EZ SEM/EBSP R (EFR AMEMIFEE:
Electron Backscatter Diffraction Pattern) IC&kYSEE LTz IR AEIEE 2 EIC
RBEORBRYTHS.

6.3 L—HRRYMNEEFOEBEI DO

Fig. 6.2 ICRETII=ZVLEEITHL, L—FRRYMNIEF OEEZ X R1
MAVRSRAMETHELBERERT. BEFHEFL—YHA:500 W, L—YR
HtEER :50 ms, Df:-1 mm, 77>:0n &éLf=. L—HBHEZETERZ t=0ms &
Lz WThDOEEEBICEVWTHL—FEE 2 ms RICEF—FR—ILAEEXLTL
5 ENHER SN, Fig. 6.2(a)d A1050 TIEFL—HBHETH#, 1 ms LLRIZF
—R—LITHRLTHY, BRMASICEROKANEELTV:-. t =2 ms TIE
EHRRE@AIFREFHEEXL t =3 ms TEABEBOLBIKIEALEE ST :.
A1050 TIXBEDICBEINEHER IALEL Sz, A1050 [FMTILE=ILTHY, Al
UNDTRHRMEMN 0.5 mass%U T THD. TN, HEBKICERELFREE
BEMNFEAELL, BIhBEZEERIGL.

Fig. 6.2(b)M A2024 TIEL—HEEZETH, 1 ms LRNICF—FR—JLIFHEKXL
TWz. t=2msITEVWTEZRREMNERLTW .t =4 ms TIEBFEHOTH
[CHEARICEIMDABREINT. FLFEBOLIMICIFKEALIBEIA TN . t=
5ms TREANLFARICERL, AT REDETHELTLWAIENHER SN
. KFHORRIEEEIRMBEICLDEDEHE TSNS, FLENDHEE ELIFHD
MEREIFERLIAZIVTTHY, BERTEHICRELLZIRBEE DICE>TE AR
RELEEZONDIED L, EINDEFIEBEINTHLIEEZAOND.

Fig. 6.2(c)® A5083 TIEL—HBEBHFFZTT#H, 1 ms LLRITF—FR—ILIZHEKXL
THY, B OPRIZREANPEELTV . F—FR—IILOBRRBFICRMYZINT:
ERASIPR[ALLGOTEBFELIEETEINS t=5ms TRERREIFHEXLT
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BY t=7msITBVWTAETOLEBIKIEADEEREENT-.t = 8 ms IZTHBL\T,
BhABEINE. BlnEROSTAEKEADMICHEAMICEEL. EInDH
AIIKEADHRBEER THLIEND, A2024 LRAFICEBEENTHIEEESH
5.

Fig. 6.2(d)® A6061 TIEL—HFEHTT#H, 1 ms TIEF—FR—ILAELLEST
BY, F—R—ILOTHISHERTIHEFIAERINTL .t = 3 msITBEBLWTEH
BREMNEXRLIZ. t = 4 ms TERBFEBOLEICEWNT, KEHFDOERKELEEIZ,
BEBOTH CIANSRELTEY, BESNTHILEHEEINS. t = 5 ms TIE
EnNERMARICERLTL:.

Fig. 6.2(e)® A7075 TlEt = 0 ms ITEBVLWTHF—R—IILDFBEICEVTRHE R
RSNz t=1ms TERF—FR—IIFTBEEXLTHEY, F—FR—IILDOBREIZL>THE
FLEEHEINDROLDTAAERIN. t=2 ms ICEVLWTERFR@mMNHEXL,
t=3ms CIHFEBLEBOLEAORELELIC, THIZTBELWTEANFEELTL
—.t=4ms TRENEAEBLBMICERLTWV . KEHOBREELITHREL
TW=Cenn, BEBNTHILEEIND.

Fig. 6.3 ICRBTILIZVLERICEIIREENBLEIERT. A606T IZEL
T, BEZIBRINZFHEKREL RUVT, A2024, A5083, A1050 &iot=. T &
RAAEINABCHEINIABRZHLERIET—BLTWLS 29 L—YES
FFREOEZZEICOLTIE 50 ms [CEVWTEBEINBEIAKREAGIERA RSN
t=. 50 ms DIESH, BMENEL, FETHIMHBE AN KRZNVHEHEREIND.

image

500 um
Keyhole Molten pool Dent
o/ ]
Schematic 554 um : . o
illustration S °
pauriy Bubble Porosity
(a) A1050

Fig. 6.2 X-ray observation results of solidification process for representative
aluminum alloys (Laser radiation time:10 ms).
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Time

X-ray
image

Schematic
illustration

I

Molten pool )

Dent A
) _———?f\_'
Hot crack
Hot crack

(b) A2024

00 pm
7 Keyhole Dent \
T Porosity
Schematic OJ o
illustration 950 Hot crack
Boundary . . =
(c) A5083
Time 0 (ms) 1 3 4 5
X-ray i e e 2
image =
Key-I;t?le i D;nt \

SChema.tlc 1693 u XS °c . a ﬂu Q,H o confl\ a1
illustration . ‘ | \
Boundary Porosity Hot cracking Hot cracking
(d) A6061

Fig. 6.2 X-ray observation results of solidification process for representative

aluminum alloys (Laser radiation time:10 ms).

104




Time 0 (ms) 1 2 3 4

X-ray
image

00 pm

Melt pool

Schematic r) viole o
illustration (214 km ¥ s ®
\ e\ 337 uym .
! Porosity- Porosity
Solid-liquid interfag¢e
(e) A7075

Fig. 6.2 X-ray observation results of solidification process for representative
aluminum alloys (Laser radiation time:10 ms).

1.5
A1050 A2024 A5083 A6061
3
£
c 14
D
c
@
x~
-
& 0.5 o
© — _
2
0

10ms 50ms 10ms 50 ms 10 ms 50 ms 10 ms 50 ms

Fig. 6.3 Total solidification cracking length of each Al alloy.

Fig. 6.4 12 A5083 ZAH W :L—H AR IERRAOBERERETT. L—
SRS EHE (L 50 ms THSH. ARVMAERREOBHMIYTIEL 1.25 mm TH-
fz. BES O SEM [CEPBRERND, BINIEBFES OB DI, MEIST LTHE
FRICEBLTWAIENHERE SNT-. £- Fig. 6.3(c)DENDOWE EEH R R H
O, BB LOEEAFHMICEZEIATEY, BESIOBEE THIEEZIODND.
Fig. 6.5 [C A5083 RIRYMAEID X R CTICLINMBRBRETT. #HE#
D 70x30 mm OEFE@EL. BEBNERODTLBEBEREDIIADM
CERMICRELTHEY, EEICOBERERTREAAMADLEMNYFER SN
mofz. Fig. 6.5(b)DEIEASOBETIE, RO TrEEBRICLEE A MIZEHAY
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EHOTERLTWAIEN O oz, FELEANFHGHICERLTEY, ERAOD
REEBEMICENT, RMELNITEYBEAL, BRERSFERIATICEINICE
2EFEZOND.

Fig. 6.4 Surface characteristics of the crack in the spot weld of A5083
observed by Optical scope and SEM: (a) overall view of the spot weld, (b)
enlarged view of the crack zone, (c) crack surface.
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Fig. 6.5 Characteristics of A5083 laser spot weld observed by Micro-X-ray
computed tomography (CT): (a) front view; (b) side view (Laser radiation
time: 50 ms).

Fig. 6.6 [C A5083 ZRA WL :L—HRKRYMBFED X REEEIVFSAME B ER
T.L—YRBHEBMIE10ms THD. L—FBHFTETERMZEt=0ms &Lz t=-
1ms, 0ms TRHRA—FR—ILOFENBRGERICIOTHEELTLIHRFHHE
SNzt =2 ms CREBZFEEIERINAT, BEFETLTWLSEEZILND.
BESOFDIZE 300 pm BEORARABRRINT. ChTEBBEFICF—K
—ILDEERL, RRITEBELEOIC, BRLEEBKOFEFRBELLEREEZDS
Nd. SHICEETHASRARICAN>THEBEZNAFKELTWSIIELAERSH
t=. 5ms TIIRARISBEMERAOMICEBEZNARELTNDIIEAEE SN
. BEBINIEKRARDAHEIIETERIEIDEINDD, RAFICK>THEZ D
ERFILFSLGVIEA LN BREZINNRARICEZETLHE, FEEENIG
WERMELDED, BINEEELGEVD, RAFKYLHDOBESE T, BRI
HEROIRMEG DA FEETLLO, BERNANEES LBICAMA>TRELE
HESID ®-oT, BEEEANORAFPROCToEEBEZ ok LTHEE
ALGWEEZONDS.

Fig. 6.7 ICA5083 L—HRARYMBFEMOXR CTICIOINMHERHKERETT.
HEM DO 70x30mm OAFE@TELz. HEBNIEFOLDORAFD L TICER
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[CERELTEY, EAIOBRBETREAARADLENYIXPDESNIEAER SN
f=. Fig. 6.7(0)AIEASDEMETIE, RAFD LT ELLDENLEAYZRF>THE
BLTWAIEA DM oz, FEEANEHBGHICERLTEY, EMAORKER
BIZEWT, RFEISAICKIYFADOL, BRMEBNMHERINTICEINICE12EE X
bhb.

Time -1 (ms) 0 2 5
X-ray G ol r ™ : AN
image » - T

1500 pm

’Melt pool Hot cracking

A -

. Void
Schematic Sj/ _gg_f
illustration Excessive

evaporation

Solid-liquid interface et cucing

Fig. 6.6 X-ray observation results of solidification process in laser spot
welding with A5083 (Laser radiation time:10 ms).

Fig. 6.7 Characteristics of A5083 spot weld observed by Micro-X-ray CT: (a)
front view; (b) side view (Laser radiation time:50 ms).
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6.4 BEEZINZEE DA

Fig. 6.8 ICRB7ILIZVLERICHBITAL—YRRYMNEEZEROREXRE LB
TEROBRERT. ATO75 FRENELRY, BRESICEENHDID, BRIL
=, L—YBS BRI E 10 ms, 50 ms &L, FEERE X X BBV AMEICK
ZEAMBOBERKEZAVC BRATOBIEEZHEH L. BREEE (L5
EREICKRTECOENRELLE:. RZEEZNFTLASDIEIN, BERE
[FRELGIMERMETLE. BREEENGVEEDEFESHNBDILENENOHESE
ZbNd. FL—TRFBFMAEOEH (10 ms)DIFSA, BEEREN 1.2-1.5
BREEXRESGLIIEN LMD,

Fig. 6.9 IZ&L—HRRYNBSEIZEWT, L—YRBR 5 T &8 03 &t iz K
NoRENREZELHL:. EEAEREFAERSIAMOFPRBICETIERRE
NoFXF—FR—ILETODEMEROTEH L. BEARIEIBRGEENKRE L—
SEEFBBNEVEHEDESIN, 1.4-1.8 EREREXESKLIERERLE:. Bt
FAEWEHE(10ms)TIE, BHBEALSRVEH (B0 ms)EL LT, ARtithmiE
M 50-65 %&/NEMoF=f8h, BEADEMNKREAGY, BB LLOTCERRE N
RELGoIzEHEESND.

500
E y= 1.4108x + 82.421 A1 050
£ 400 A R2 = 0.9609 -
é
3 .......-'
© 300 - A5083 _ _m"A6061 .
.S | e
.g o O A2024
[
2 100 B 10ms y = 0.7353x + 110.87
(3 I:I 50 ms R2 = 0.9536
0 . | . .
0 50 100 150 200 =

Thermal conductivity (W/mK)

Fig. 6.8 Relationship between solidification rate and thermal conductivity of
each Al alloys.
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A1050
y = 14.713x + 10358 A6061
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R2=0705 g e -
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£ 12000 - i
> A5083 A2024
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K e ——
s s8004{ e
@ e
1. B ,,,,
D 6000 - y = 29.942x + 2947.9
2 R2 = 0.999
o QKN B 10ms
=
= 20004 |[] 50ms
0 . . . .
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Fig. 6.9 Relationship between thermal gradient at the middle of keyhole and
thermal conductivity of each Al alloys.

Table 6.2 [CEERICATIEERELARMBAELTT. FRBEE T XK
MABIAVFSAMEBGIASEH L. Fig. 6.10 ITHREEE, AR EBEENEER
NDERETT. REREERCEROEMICHEMENML, ARBEREEREE
RoEMIZHEN, BLIT2MEEZRLE. BMEERAKREVFESHN, #HBSLER
IRLF—HDERITHEBLTL S, BRIDIEBNDNIKEEEEZLND.

Table 6.2 Measured solidification rate and molten pool are for welded

aluminum alloys.

A1050  A2024  A5083  A6061

Solidification rate (mm/s) 277.0 226.7 190.1 232.0

Longitudinal view area (mm?) 0.20 0.31 0.46 0.30
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Fig. 6.10 Relationship between solidification rate, molten pool area and
thermal conductivity.

Fig. 6.1 ICHREBEIZNDERREZTT. RENELD AT075 2T, EEE
nHFEE LTz A2024, A5083, A6061 [Cxt LT, X RIS ANEER M5 5 E
BNDEREEZEHL:. BEIADOEREEIIVTHOEE TH 180-270
mm/s BETH-of-. L—FBEBHEOEZERIZLS, REILEREE~DHAE

BEBEERING, oz FLRABRIFINERZELRERELIZIRAEETH
o BEDOERICHEWVWIRER ANRET LD, EEAERELREBEICG-ofL
HZEIN5.

Fig. 6.12 12 A5083 DL —H AR YA 0% E @2 (25 1155 E R E & E
INEREEZTRT. L—VEFHINETL, RERABEELZTEREEEREIL 70
mm/s THo=H, BENETICONTEEERE (FEML, &XEIIZIE 350 mm/s
BECEARRA@ITERLEL. L—VEBHAZETER, t=55ms TERK@DIEHKXL, t
=6 ms CRERRAICKIEIANKEELI-. t=T7Tms I[TRBEE AR ELE:. BEE
BINEREE L 270 mm/s BE THo1=. X BEHEIAVFSAMEBR TIIBEAT
ETCVWVHELDA BRAEBHEHAEZ RREEBIFEAMREBLESTEY, IRHEG
Nk >TWKEAFHRBL, REZET IS HREBEHOTUOFSAMEICITERE
REAELTHY, REICREIG WHAERIATHDOL, BREENAERIAT, 8
NIZE-EHEESND. Fig. 6.13 [Z A5083 ZHlICL—HRARYMNEEDEE B
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BRIZBT2FERRZTY. L—VREZTTHARZ0ms &L= 0 ms ETRL—
AREEINTEY, F—R—ILERBEZECERMBAFELTLS. L—FEHAH
T IHE F—FR—ILIE 2 ms LRITHKL, BRMDOALLGD. BRI IIHKR A
[CHEBEL, 5ms BETERFAEIIHELAL KBI2DOHEBEFXTET 5. HEODH#E
TEEBIC, BRMRNICEAELEKBERAD T LG5, R EE S TIIIRME S
AIZELT, KEADEEESNGEIHEEZTET 5. <FHDHKLE K IZHEEE
NOBEBOTHMASERICANA>THELETS.

300
s O 10 ms
% B 50 ms
£
[¢}]
-E 200 -
[ o=t
°
®
(o)}
o
2 100 4
s
4
Q
s
3

0

A2024 A5083 A6061

Fig. 6.11 Crack propagation rate in each Al alloys.
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Fig. 6.12 Solidification and cracking process in laser spot welding with

A5083.

Laser
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Weld pool
Porosity
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Hot cracking

Solidification rate
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Crack propagation rate
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]
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Fig. 6.13 Various phenomenon in solidification process of laser spot welding.
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6.5 BHEBINEHHBDOKER

Fig. 6.14 [Z A5083 ZRW\-L—HFRRYMEEID SEM BRERETT. L
— RS EH L 50 ms THD. BELBBICEIZADPERINTNSIELNHER
Nz, BEENEBAETODDIYELOLEIASAERREOLIITADMIZH
HELTWAIENERSNT-. Fig. 6.14@)b)FTEEADAERUFETHY, KUK
HMoREHRBICHEKBABMIAOHELTNWASIENHEZR TES. A5083 X Al-
Mg RDEETHY, AlsMg, A RITHTHIENMSNATINS 127 128 #F @
R-HATIVFUTEINTWAEMRIE AlsMg: AFTHLTWWSE#HEE SN 3. Fig.
6.14C)ITBVTELBMMIOHRKBEPHELTVLEILIER SN RN FAX
FEEDRUREELETHEMAL. Fig. 6.14()ETEBEE N EETHS. BE
BNEEOHBETEFEBRTHY, IR EBMTHILEHEESINDS. £ Fig.
6.14(e)ISRTLICEBBNERE CTEBLIVFUOVINBEHEINBEREIN:. &
BEBSEAIEENNSKGEY LTI ESH, AlsMg, DT HENEE Shizfzh&
HEIND.
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Fig. 6.14 Results of SEM observation of laser spot welding with A5083
(Laser radiation time: 50 ms).

Fig. 6.15 [ A5083 ZA WL —HRKRYMFEE D EBSP X ICkDHE M A i
BITOEREZRYT. L—YHBEEEMIL 50 ms THS. Fig. 6.15(a)lFRRYFAE
BEAROBERAMUIYITHS. BERVIFBHIOEEDREPI L THIRKE
B#ICAM>T, BREPERRLTWEIEN LMD, TR KEEE TR R
NOBBEICEWMBAER SN Fig. 6.15b)IRL BEBDERALIVIT

115



H2 BEINEIERHOBMEZLBLTEY, EEIAOBEHMIRER SN Fig.
6.15(c)(d)(e) B EARUFHBOBERAUBENER THY, (c)(d)(e)DIBIZFER
SN KREES>TVS. WThDOREBETEHLBEERFHTEBM OBERF L EH# K
L, TEAX VYL RLTVWAIENERINT. FLHBERAMOKREISETAERS
NRELGBIFENSLGHO TSI ENER SN, BEHABOBERZA YA XDOX
ESFBBERHICEOTEIARTHIENAMONTINS 129132) Fig. 6.16 ITEE & H
LB OBERERT. EREECHEEROREAREAREREICL>THEA
H# A, Fig. 6.16 DKSITREINZZLENAHMONTNS. BERNER, RREED
HERITEST, BILKTURSAh BRTURSAL, EFMTURSAMTERREATS
ZEMFBNTLNS.

Table 6.3 IZ A5083 ML —HRRYMNAEICETSEEANEERY. REQE
(¥ Fig. 6.15(c)(d)(e)DMEICHEWNT, EHRRBDMNSF—FR—ILETOREDIE B
FHELTEELE:. d METRERANZEALEEEET, BEEAEIK 1.34x10°
Kimm &EREWTEARDHLM STz F 3ED Table 3.3 ITRLEZEEANREFRFDHE
ZRLTHY, F—FR—ILVETEEEDENKRELGIIELAHIST:.

RICEREAEDOBBEHNCEBERE (RERRERE)ZEHLK. Fig. 6.17 [ Fig.
6.15(c)(d)(e)IzB T3 BERAFEFEEZTT. WTADAMBIZENTH, BREIE
TIZTDO2NT, }Eililiir#(iiﬂhuié‘&#‘ﬁﬁéﬂé«hfz. FREBRREIXJdAE, e fi
B, c MMEDIEICKEL, HARIDBEVELED TSN, BERENEMT SH1E
MARSINT. BESRDERKLELTEY, BEHEICKIRBINNSNH
BEERENBLOLEEEESNS. FEOVTAOME THLEBEST T ER CTIXEE
EEIL 100 mm/s L ETH-T-.

Fig. 6.18 I1Z A5083 ZRA WLV zL—HRRYMNBEIZET2REEFHEDOHEER
2RY. SEORETEIEENRAKREND, Fig. 6.16 DEEMLIELT, TAy
fLiz. SREIRABE®R CIXEESDEIX 10°-10° k/imm EXE WFRDEE TH
TR TURSAPELRERRTUORSAPTRBEZFABLTVWSLERELOND. £
—R— LN ERBIEEANRZELETHILEIEHTHLIN, B IEHEITL>TH
MR T 58, REAERII/NIKES. FLEBEZT TEM TIHXEREREIE 100
mm/s YL L THo=Ilenn, R, REDHBETHRENATTLTWDEHETFEINS.
BREDOEBEEFBTUORSAMEEOEHETHY, EBSPDRERLE—BLTWVEIL
EHER LT
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équiaxed grain
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} 00T AERACIORIANT T
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Fig. 6.15 Crystal orientation analysis of laser spot welding with A5083 (Laser
radiation time: 50 ms).
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Fig. 6.16 Effect of solidification condition on microstructure?®,

Table 6.3 Thermal gradient of laser spot welding with A5083.

. Distance of liquid phase Thermal gradient
Location
(mm) (K/mm)
c 0.48 3.76 x10°
d 1.35%x 107 1.34x10°
e 0.22 8.12x10°
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Fig. 6.17 Solidifaiction rate at each area in laser spot welding with A5083.
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Fig. 6.18 Estimation of solidification condition in laser spot welding with
A5083.
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Fig. 6.19 12 A5083 ALV L—HRRYMNEERABSLVBERNIICE 55
EENBEERT. Fig. 6.19(@)ICTKTLICL—YVEHFZTTHR, AELEEE
BREMIOIEFAXFDVYILEEL BRKTUFSAMNERB I 5. Fig. 6.19(b)ITRT &
S, REREEASCXEEARDETELVEEREOHEMICKY, EBWTURS
AMEET BEKICIEAARAOIMEE N ce BLUBRAMDINMERH o bV F
4.9 %. Fig. 6.19(b)B A TIk, WM H o NMEALTHAOLTY, ARMEELND
518, HOMICERMERENFERIN, BINICIEESLL. Fig. 6.19(c)Dix & &
EEHTEE SHEAREL, BFENMEIZE ST, IFHNRE TS, BB CULHE
HohFELETLH FHEOBICIK EMAORENINEETLH. BRENTETLEK
ETEERMEBNFELLEVNEZS, REEH o MEBRIEICERTSE, MOL
TEEEINEGS. Fig. 6.19(d)ISR T KOICHAEBONBTRLELEZEBEZI AL
KREICAMTLENYEASEREL, REICEZETS. Fig. 6.20 12 A5083 #A LY
FL—HYRRYMBERBICET2EEINRERRZRT. BEINERNEO
ROVTFALEBEBRANKEAOBICHRELTW . ROLT O LEZRALL,
BEMBEREICANT, GAYVGELNCERLTL . BEINOEREEIE 200
mm/s UL £ TH-T-.
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a b . s
Al Columnar grain (b) Equiaxed grain

Solidified
columnar grain

Equiaxed grain

o,: Shrinkage stress along o,: Shrinkage stress in
the radius direction circle direction

(c) Residual liquid phase (d) Einel crack

Solidificati04

/ crack I

Fig. 6.19 Schematic illustration for hot crack propagation of surface and
cross section of lase spot welding with A5083.
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Columnargrain Equiaxed grain

Crack propagation speed:
Higher than 200 mm/s

Initiation of crack \ l

O Porosity

Fig. 6.20 Schematic illustration for hot crack propagation of inside of lase
spot welding with A5083.

6.6 #5 5

RKETIK, ZILS=ZHOLES A1050, A2024, A5083, A6061, A7075 Zxt &R &
L. SPring-8 ™ X #ZFAL, X REMEIVFIRMEEZRAWNT, L—FRKRYMNE
BICBT23m-BERKERSIVEBINDOBELZTFMLI:. Gohiz X RERE
NoBEmtEIR, REBRE, BEINIIODVTCEENLHRAZERLE. £
SEM/EBSP #RH T, BEBERBSICEBREINICOVTHESLUE R AL
BZEERL:. SOoNHREILUTOEYTHS.

DNL—HYRRYMNEEBFOERI OB

DL—HH H:500 W, L—FEBEEEME :10 ms, 50 ms, Df:-1 mm, Z7>:0n ®
BEEMIZE LT, A2024, A5083, AG061, A7075 TIk, BEBEINMARELTE
Y, ENEEAEROER, TOFRSAMOZBENFHMITERIATEY, %E
BNTHDHENERSNT-.

@X BREIMEIVISRAMEICLDHREBROBEORKE, BEINIERRTH
k&, BEMABEERELL KFHADOBRELLICHEEL, BEHLEBICA M
THEBRTHENER SN,
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2)REENBHOEE NN

DL—HH A1 :500 W, L—HEBEETEME :10 ms, 50 ms, Df:-1 mm, Z7>:0n ®
BEFHIIBVT, REXREFRCEXRLEOHEBEZRL, AREEEIREE
RLEBDOHBERIEEHERLE.

QEBE B NMNHAE L A2024, A5083, A6061 TIE, BEE WD B EE (T
180-270 mm/s BETHY, HERELEBEE THI I LEHRLL:.

NEEB N EHEE DR RF

MDA5083 DRARYNBFEMOMBERESIVERB A UBIEZERLLER, B
RUFRBALBEESRE P L THIRKEBRMICA,>T, HKRTUFSIMTHE
BELTHY, RREEDSCEEESNOARICEH TORSA ARSI

OX BEMEAVISAMNAREGNSEEANREZRBEL LR, HEREBRRAT
(£ 103-10° Kimm BB ETHIEN TR INT-.
OXBUMHAVISAMRREGIOREREZRFLo-HER REMBERT,
10 mm/s BETHoH, BEOETLELICEML, BES TERTIE 100
mm/s L EIZHGEHERBELoNT-.

DRBI--EEQVR, BEEENIHEMABEZHEEL-ER, BERKBL,
TILKRFLEHERKRTUOFSAITREL, R RERBEE@HTUOFSAMIGEIL
HURIE ShT-.

LEDIENS, XBUEBEIVISRAMEIZEY, ROAD T4, BEENOHKEBIE
ER—BIICEEILSIET ABRREHASHICL, AEFHLGRTEAGDLETSE
RETo-. SR, L—YHANRBLGEDBEFHEELSET MWL GEE
I5CET, BERNRLEORE (REZEE)ZRS, BEIIH TO0EXEHH
[CIERATESEZEZADNS.
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£7E &

L—YBETE BNV EEOL—YERBHFTEHILICL TEETDH B
SN KW IZRADIRILX—IMEEAR-ZRSE-BRORBEAICE>TH—
R—ILDAEEEINE. L—HFEXF—FR—ILABEZLERFLENCERTS. TRt
MICIEESNEZRBIBRGEERSLIURRICE>THEINS. L—FREICEITANR
BRRIEHBETET 50, —E0HEZEHMH -ZEM O BETHET LS
ENELS BRRICHLT, BRICRAE-2MLTHELSTHOATEY, INET
HM—MEFETHEINBREINTELT, FEANBRRICETLHI+HLGHMEN
JFonTWahof-. FLRASTAORBEENGE DB ERMG I BN ZE O
MEABELFECEARN EHEIATO S, ZOBZREHESHTIEAL,

ARETIE, FLEZOLEEDOL—VEERRICEIIEBRHAERTLLT,
SPring-8 M X #ZHM AL, S HM -ZH D MEETHRTHIEN AR X R L8
AVRSRAMEZRELL, L—YBRERNBBEROBREERLE:. BEHEREMNSE
AN TORIRIILF—HERBOFTEM F—FR—IL-BRNEEHICRIZITE
ERNROFEFM RO T+, REINAREEBREOFBmEERLS.

AARTHONEHBRIE, EECTHEMICERLTLSA, CCTREREETHEDSL
NEEELRBEERIETS. Fig. T1ICAREDFEDETT .

BE1ETRE LS ZOLEEDOL—YVEEOLEN, MRINERE, ChF
TOTFZLEIZVLEEDOL—HFEEICHIIRARKREICOVTEEL, AHRD
BREBMITOVNTHR AL,

B 2 ETHEH AHECEALE-ERAMEL—YBERBRICAV-EERKLUE
?ﬁ‘?'ﬁj\*ﬁ%l_ligb\fic‘:&')f:.

EIETIE, ZISZHVLESE MOS0 REL, X BILHEIVISANMNEZAWL
TL—HAEHROMBRBAICRYMEATL. SPring-8 ® X HEFAL, X EMHEaY
FORARKICKDL—HFBERZOBERFEEZHIL:. BoNn X REGH,SE
B K, F—AR— LK, RO TR ZFEMICETAIL, FEFRZOE-
DHETo=. ARY—AN)ZEEFRWVT, L—Y R BZHAL, L—FBFEE
HOEEXTMLI. X REBIAVFSAMEBRISBRNERE, ARt IKER
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O, L—FBEEBEOIRILT—RIN-HERBICEATEIERET o1 Bonf-#
REILUTORYTHSD.

DX BEHIVIFSAMNEICKDTILES O LEEDL—FEEREHR
@DSPring-8 M X REEFAL, BN EZYWHLDIERHE 3790 mm &F52ET X
MBIV PIRAMNEICESTILIZVLEERL— Y AEBOBRNARETHLI L
ERERRLT-.

QX BEUMEAVESRMEE X BRNRAVISRAMNEFLRTHE, X BBV
AMEDIEFS>A, BRAE, [SKRFEALRFASNLO, F—FR—IL, BELMEE
EEEMICHOMAIEE THHLERER L.

2Q)L—HABEONBHICETS5F—HR—ILEH

DF —AR—LIEL—VBHFER, 1 ms LNICH RSN, B AEE (X 320 mm/s LL
ETHBIENFIALT:.

QUL—YBEHHBE®RNS 14 ms TlE, F—R—ILEREZEE(E 32 mm/s, Bt
M REE 9.68 mm/s BETHY, F—FR—IL- BRIV ELTEITSHETIZH
150 ms B LT HIENHMoT-.

3)F—R—IL-BEL it ZE B DE A

DF —FR—ILFEEIE 0.58 mm, F—R—/LEF(EL 0.04 mm, F—HK—)LENLET

DEBFREFETOERHIEL 9.0x10°3 mm, BRMOESZ 0.7 mm, BRtMASKE
DEIX0.025 mm THoT-=.

QX MBEBBERIOBRM OB RZHBL, ERBEEEROEBR BEIER:

6.6x103 K/mm, HEEE: 9.6x10* K/s THH LN hHhh o=,

@AA)—ARJEERAVWTL—YIRINFEEALIKER, 48.8 % THI LA D

hot=.

DX BRBERHERIOF—FR—ILBEREFAL F—FR—ILNBERETHERDT:

R, 189 kPa THHI N b o=

4)L—HBEICET2RMECETLIER
DF—FR—ILANDEXRRBINEEXREERALEOHYVEVOXICBTREBEDER
[CHEBINE-REZRBEL-ER, 112W THY, BEHLEL—YD 22.4 %iEE
ThHERFRLONT-.
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QEMMKRORMEERD, RIULBEHBLIBER, RILKIT10UTTHY,
AKBBEFHICETIBHEIRGCENXBEBHTHLI EN DI DT,

QX I ZERSD, BIETHEINZBEIX7TIW, RICK>TEHESINI-E
EIX36W THRIENDM L.

@DL—HBEICE>TEZLE-REBD 224 %IEEFE -F—FR— LB RICERSH,
142 %RREFBREETCTF—FR—IILORABEICHEINDS. FLAMBRNOFRIZEK
STT72%REOBRENBTHMMANICHEEINTWSERBELONT:.

B 4ETIX ZFIS=ZOLESE A1050, A2024, A5083, A6061, A7075 Z#xt &
EL, XBREHOAVISRMEZAWT, L—YAEBRRICRETEERTRTOEES
FEffiL7=. SPring-8 ® X #{ZFAL, X RIS RANEIZLSEL—HYBER
ZOBEEERL. BEEFHFL—FHH 500 W, BHEEE: 17 mm/s, Df:-
1 mm, J7>:0n &Lt Fonf- X REGIOBFRMMBIR, F—HR—ILBIK, KR
AYTAERIZSOVWTEEMLREAZRRL. O —AMJEZRANT, L—
PRI ELZFHBL, EEBICLIERZEML:. F-EEXTHEDI5, 7ILE
—oL&kYEE a MNEL TR Z Total content of low boiling temperature
elements (TCE) ELTEZL, TCELRBRRZLUEBL AEXTROEELTHEL
f=. RONFBEREILTORYTHS.

NEBTILEZILERL—YVEEICBT2F—F—ILER-ZBOEHER
DL—HEBHEH T, Mg * Zn & D TCE #% <& T A5083, A7075 Tl&is
DEEEEBRLT, F—FR—ILESIOF—FR—ILENKRELGEHIIEN LM ST,
QBETNLIZIVLEEDF—F—IILEHRAREEIXTCELEDHBEZAL, R? =
0.97 TH-t=.

2)F—R— L - BRNEFHICREIEETRTOLE
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Fig. 7.1 Summary of this research.
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