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7o, FEBEOE— R 3510, WiETE4H 36 07T, M W BTG 0L, AR 12 D CRAMAER L, RmE
EIREASLICE Y, E— A 2Ry MEREML, #o o T ¢ D 66% Tl B, HHLAR v MEHEDOK 2 (5O ERE & 72 -
R0 T v 7 DL IR RIERE S D, TIN5

VHEIREE 2 3T T 2 72128 » 3B 0 BT 21TV, 20
EREZR3TICRT. WYARKMEERET S LICRY, % 3.5 EREMHOL—YBE
EObEX Y v TOEBEE VR L, BHMBED 83%DIH BR{LO—HiEL LT, WHEFTCOMEHER R S5, B
FERBONT-. SHROBEL LT, To¥—hy badbil BHEOMEE LTI E BB ME I STV 528, SR
THEMERET HLERDHD.

[MPa] e

No. 1 PW 2.5kW, 2.0ms, 200pps, CW 0, 3m/min

D 166.3

No. 2 PW 3.0kW, 2.0ms, 200pps, CW 0, 3m/min

e e No. 3 Higher power 2.2kW, Lower power 1.0kW, 2.0ms, 200pps, 3m/min

+3.8 | -3.8 ‘ +3.0 ‘ =50

Ccw PW Modulated laser —
No. 4 Higher power 2.2kW, Lower power 1.2k Oms, 200pps, 3m/min

% 37 %IO?EDQ?V@E%%&@%S‘E Imm

Welding direction e 5

3.3 ZTOMDBEICKDIT RV LDBE
3.3.1 TIGPHTSRXTIckBimiE "

TIG X°7' 7 AT K DB HITON TV DY, R TIEA
G, EROEHEICHVWLN TN D, HKE 4mm O AZ31 %
ZEE SRS LR, (Mo TbREmO E— RiX
T, KORWERBAEONLTWD. 7T XD R
BRI NS 2o TEBY, BREL/NISNHOEBbils.
HAZ S8 CHE MBI OM KA R o523, 5lo0k 0 g LR
M EZERER T, IEVEE & oo TV A,

3.3.2 BFE—LIckBHEM™

BFE— ALK DT, BROBELWRETHD. K
JE 2mm O AZ31 % 2 BEREH: LTIZRER, AlMg DGy
PEKLTOD2, TeLHEET DI LICLVHEET S Z o=t oo
LR TE 5. 5oy BlmElERIC X 25T, RO B38 PWOILL L 243 L —WIZ I 2 VAT o ik
FE LN AME T LTV 528, BVLEELC L0 fbf &
RIZEDIREE LM UNZE R LTS,

3.3.3 EEEREmEES (Fsw)

BRI AT, MEIBOBEA Y — L& FlE L7222 HIEA
THZEICEY, BACCBIUEAY —LVOFE T & #
G & ORI CEEEANRA L, HAmEAEIRICET S &k
ERARGINED L, MR L v s Sns. mmEdic
BATHZENBRETHDLN, KIRERIC KRR T 5720
FI—REZRETLZLEND S, HBE 3.5mm O AZ31 [F+

=t

No. 5 Higher power 2.2kW, Lower power 1.0kW, 2.0ms, 200pps, 3m/min

No. 6 Higher power 2.0kW, Lower power 1.0kW, 2.5ms, 200pps, 3m/min

ARG LGS, SO TR A L LT D, No. 7 Higher power 1.8kW, Lower power 1.0kW, 3.0ms, 200pps, 3m/min
~Z R MG RIEFEBRIEAME 0, BAMEEE

L gH ] ] — Welding direction
AR BIIT L A ERD LR, —

34 FILESZHLEED IV avARY M ES
(FsJ) @
FSJEFSWEDEWE, #EY—VEBELRWAT
BB, VTN AT AT, WEE, R AN, T
=27 AR RMEVERBFEETH D, HE 1.0mm D A6061 4 39

No.5 No. 6 No.7

2L AR L — N X B YRR O #L
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EROMEL LEVWESICIZAIEELEHSh TV, =
OBEFCIIHEANLE L 5. K38 L 1K 39 1%, HUF 1.0mm
D Al 54 AS182 Z T & L, #RJE 0.7mm @ JSC270CC % L
BE LT2KMERTHEE LERTHL "9 K28 IR
PR —F DR E N, SR L —F DL
Blx, RasT 4 ORMEBRBLNDLHR, rOLAEFHL—F D
W TUE, IRWSEERIE T EER IO D 20 M2 722 FRFLE 53
Boin. £, REEECTZEICEVeRHELAY Y
MR T B ENRTRETH H. EFROEEN Al ALV
AT, TR ELN TS, K40 125] - 5E 0 ST
G OFERERT. PWL—FDHOEE, (KHE L 72> T
WAEN, 7OV AER L — S, B OK 80% D
ERFLNTVWD

120
277MPa

100
216MPa 205MPa
80
147MPa
60
98MPa
40
0
a b c d

A5182
K40 PWL—HFDHE UL AP L —FIZ X 5 EiREE
9 D ki TR

BHEMOBRELIC S RESENEA SIS, $kOHRT
FEBNKELRDD, AIGE&LEMAAbEL LIk
BElNKObNS. K41E, HF 1.0mm O Al A4 AS052
EARIE 1.0mm D F 7 €y FHAEREE LERTHD .
Al B4 % ERE L Sa 22 malE 8N S o n-nn,
Wz B LTEGA1E Al GE0RKPI AL, ey
TADEE L. KA421%, Bl o9k Y BRI 2R L2 H DT
R T H R ORI 40%FRE L 72> TN 5.

Welding direction
Imm

Smm
(a)Al-Cu Higher power 4.0kW , Lower power 2.0kW . Welding speed 2.7m/min

-w

(b)Al-Cu Higher power 3.5kW , Lower power 2.4kW, Welding speed 2.7m/min

(c)Cu-Al Higher power 4.0kW , Lower power 2.2kW, Welding speed 5.0m/min

B 41 /v ZZEF L — T X 2 W rTE O & ©— Rk

250

200

100

) j I I l
0 . " . "
1-2 2-1 3-1 4-1
No

B 42 L AT L— T L D R E DR R

Shearing stress [MPa]

A5052

TIIZULEREY TRV AGEORMBES LITD
NTWaA. HE 1.0mm O AZ31 % Bt & L, #E 1.0mm O
AS052 % L= & LI=34G, ¥Vv A N7 4 —7 A def = Omm
DYE & def = +5mm & L7234 TlE, def = 0mm D5 D
FFREGEMHITILL Teo TV D, BERIREITR A TS AS052
R OK 40%FRE L 7p o> TN D,

3.6 EEMHEIIHTHTDMDESE
3.6.1 EEREHES (Fsw) @

HAIZHE 6.0mm D S45C £ A6063 DREE S, F SWTIT
bz, Al-Al OB G, #HEY —LVOPLIEARHE D
2, Fe-Al DGEIXALFY L%, HBEEEICLZ2HEN
K&, 200mm/min TIFHEEGRHETORER2F ¥ BT 11T
XV EEAETET, 500mm/min BL TG A FHE & 72 T
5. BEATREEITINC, A6063 DRFTIREE DK 75% & 7o T
W5,

3.6.2 2oL avAKRy bEA (FSU) @

FSJTIE FSWIZRL, X0#EROESLAHETHD.
M 1.0mm @ A6061 % FAE L, HRKIE 0.7mm ORI %2 T
W& L CHERBES LG OBEME, [ESEENKE <
D EHEAMEIMET L CWS. ZORMIEETOMEL,
Al DO ZR y MEFURE LV IZEWS, AIOF S J L0 K
<, &RMELEYORERH TN,

3.6.3 BHAERE

BRIEBC L - TH Al A BEMEOBA RN Th T
W5, ERBETEHCR T DA AOBE Z IR LI b o
D43 TH D, FIX () ISR LZE 21T, BAEES TR
AR THD 2RO D, K441, Hih A v S8R &
Al E DA RIER, HEZ RNV F—IZXVRLIEZLOT
HDH. BT RLF—=N3.0k) LT THE, A v ST T

Fixed sheet Ve | >V
Gap o Light -
Pe— loved sheet =
Coil width Coil width
(a) Initial collision. (b) After 1 i s.
Vo= —=>V fo g

% .
Coil width

(c) After 2 us.

(d) Clarified trace.
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JEE LT LTWDA, 40k T, A v TENFKRIE
ICEDREEN, SRS Al L OBEEER L > TND.

<

() 4.0KJ.
X 44 HER A v FHEK & Al OERIERERE R

4. HBbHYIZ
L— PN LAk & BB oI T W Tk, 7
V= ) R_R=2 g EOMETESH% L, B oORE(L-O
BALEM B STV FRUSE, A AL &
L CH LW LHEAFOBERE  SHEEIZ2 > T, b—PIIL

%%@*OT“ FoREEAR A5 TR Lz, FibeiE, —i%
WML LHEN S DO TH D, L—FIMTITKE 7 a2
HTND.

IEREZ

L—H—RIRF[EADEBIIEL, HREKRTTEY,
MIEATOIEEMETERICHD.

T LM OEIREDBE/NILAL—H—(2 L AR
BREEmT

3]

2) BE—LRBETARIL—F—ICL MM I M SEmEMNT
3) BE—LBREI7A/N—L—H—(CkAHMmIT
4) BHATFAN—L—F—ICLPEERANDRFIIEH

FEERL—Y—ICLERERE

EHRRRERFITORELEREERL—F—I2LS
EmE - EmT
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5)
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SE Xk

FBIGE L=V 7 a b AN S EEE T—F
7 hm =27 2tk (2000). P 190

Souta MATSUSAKA, Takehiro WATANABE,
al.,-FABRICATION OF MICRO-ELEMENTOS BY FIVE-
AXIS LASER PROCESSING SYSTEM (Paper NO. M1205),
Proc. of the 3rd PICALO 2008
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