BHAFERL—FERY FDAVELEEHAEDET-
SREERTILF I T 7IL AN BT DREF

KR Kb

i

SeE R TR SER
A JuiE

(2020 F-E —fBF2EBASE B AR AF-2020212-B2)

F—O—F SRR L -, Ry FUAY, DgR~v AT~ T U T AN

1. AROEMEET=S

— RSB REANE MM (TF 4T 47 v =
Ty 7 Fx V) HFCIE A O RRRERRTT S L TER
0, MR AT 2 AR 2 F O P VR R BN
AENED TS 17100 —J7 ) K THER, SRR
VIR IR, KIGERY A7, &RBEOMEE, SRR
DR ~OBHAN KR EOREE R L TBY, 5%
O— AL REEA~DILS Y OB 58 AL RITED 2. S
DIz, HEEH D - @ E LR L OMEMis b0 LW aR
SRR D 7 7 A NR— L =R ISR TV D
23, Al EEX° Cu A@/e & OMEFCIXER TORMEEIME
<, YHAMEIO M BT ) — v LR T — L—V
EHVTHRHFENTWA, £72, 7— 7 BEERGN (TI6 1A
B, MIG W72 L) &M AM S — BB - AL
ENTEY, TR, TAVYHEO@ERAZRED A Y
v LTS DD, ANy H « b a—AhDRAE,
T— 7 B NENHIEH OREE S, #H T A Y ORI, Bk
Ze PORBEER L TN D 171,
FHEOIIRS, Ay bV A VikE L—VEYR & ZHAE
DR IREE - A BN OB 21T C& 2 70, Ky b

TAXIETE, VA4 Y %2Y 2 — VB K- TlEMEL,

FlUSIE T £ CRIRMICIRE 2 R S IRINE R 2 fhG
TE5. F, MROAMIOSLEHERAOU A Yidb & &
D, —OEEEEER BB Y A Y OIFIERTOMEA T
Y Kig7zilg=a 2 MoK HIFCE 5. BERKL—
X7 7 ANR— L —FREE R, B —AREITED
OO, W EFIMEBEDO ARy MEREEKR TE, 20
ARy FNHOTZ X AF =54 bHEFRETH 5. KAy b
A YIEL PR L =PRI L A DED Z LT, KA
B mEERLEBEEN IR EEZLND. &b,
ARy B 2 — AOFAESRER - Z(L b KT T X,
RAEDRIZIFIE 1005 TH B 720, Jii LHERFIIR O AM T
TBICHA_T 10 FLL EREBLIRRECTH 5. ARHE % R
WIEHT 5 2 & C, BUEISHHECUIE], /RS O AE
O ToOARMERIEET, B AM B CrilisEREgETh 5
JEW « KRS ORGEN FTREIC R 5.

AWFZETIE, SR L — e Ry U A PiEEM
KA DR M EfE RV, fix DU A v Toli THSE
£, WIESMEH A2 I L2 RIC oW TG+ 5.

2. #HEMHEE LI UERSEHE

2.1 {#EME

B U A Yi2lE, SUS308L (E#E 1.2mm), Inconel625
(B2 1.2mm), A5356WY (EfE 1.2mm), NCU-M (H
£ 1.2mm) AW, BRHIZE, RE 9~24mm @ 400
~490MPa 4 (SUS308L, SUS630, NCU-M Hl),
R 20mm D A50830 (A5356WY H) Z{filL7-.

2.2 EEE#H

B 112, FEBRY AT AN RS, BRI, ERH
71 6kW O R L —V &2 W=, T, @EED A
T & AVTIEMIMIZERL LR v b U A Y EiIRi & 8
L7z, L—YRH (808nm) L/ KR T 4 L& %
VN, EEE AT ERLATT) o L. L —Pay
FBLOT A ¥ F—FIFEEL, R E2 AT A FITikE
LB RICEE LTRSS, o —/L RIZIZAr T A %
S Ay

=4 Shielding box
Y

[ x-table |
X1 FEE> 27 L5

2 \THE T4 O E K %, it T&M2% 1ITRT. 4
FBL—¥2ARy M2#EAL, BN — REHMICR5 &
IS L=, ARy MERIT 1.6X11mm ZHEAL L
FERBIEHIEME D= DIZ 2X3mm B LN 1.6X6mm &%
(LEETOERGER L-. L—WHA, s, UA
TG AT A L ST, ML, MRk~
DEBERE L. VA VIS LGmei G biEAL, &
AT 45" L Lie. VA YEIRIE, $%ilkomEnEvE it
ERBIOHENLEONLERE S LI, VA YL
U A YRR IS U IR A R E L.



Lasey spot '\ Laser irraduation angle

\ |

. Base metal e ,Igf‘l*' ]
/ <

/ N B
Filler wire 5 | |
Laserbeam \\g ! [

Hot-wire torch — 3 h 2

Power supply point:

Wire feeding angle -

Welding direction

2 fii TAAF OB

F 1M TEN
Number of layers 1~15
Laser spot size, mm 2x3,1.6x6, 1.6x11
Laser irradiating angle, deg. 5,10
Laser power, kW 1.875~6.0
Defocus amount, mm 0
Process speed, m/min 0.1~0.6
Wire feeding speed, m/min 1~20
Wire feeding rate 2.5~40
Wire current, A 0~364
Wire feeding angle, deg. 45
Shielding gas (Ar), I/min 5~30
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2 SUS308L U A ¥ Tt T4

Wire feeding rate 20 20 20 | 30 | 40
Wire feeding speed,
m/min 6 8 |10 6 [ 9 | 12
Wire current, A 123]141|160 123~125 123151176
Process speed, m/min | 0.3 [ 0.4 | 0.5 0.3 0.3
Laser power, kW 5.5 33[10][50]55 5.5
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3.3 L—HRKRy MEOFEEHET (SUS308L T4 )
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Wire feeding speed,
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Process speed, m/min | 0.4 [ 0.5 | 0.6 0.5 0.5
Laser power, kW 6.0 | 5.5 | 6.0 6.0
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Wire feeding rate 30 30 20 | 30 | 40
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Process speed, m/min | 0.4 [ 0.5 | 0.6 0.5 0.3
Laser power, kW 6.0 50[55]60 6.0
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