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Z#o] : Laser welding, Process parameter, Jointing parameter, Grouping of welding stitch.

g A3HE AAd AAEL AZIAER o3 A=Y 24 2 FAFYS A8 AEE Ve
< MEE AL A5 rt. ol AL AFAYPAE A9t olynt. @A AEa 2EAA
A= AA 2YE AFUE o437 HEHS +dstn Yo}, AT 7|E9 22X EHOEE ¢
olde] ZAA4Y gt F2 € AAEL 2T F71 gk, ol £AE FHEI] A AFA ¥
AN A EH3A A71&Q oA 3 JeZ 71E9 ALAE dAstnAl g}, HolA L
Y At 4Hd= ¢4d A2, BE $3EE 2 5% 84 F2E A3 oA AFA
AxGA e dolALE 7leAd 2 HRol AxRHI gich, o9 Foly EFve] AFALA
AME HolAE ol&d AA LRE FPFo2H AA YUY 4 FE Fole FAl AAY
Zx9 g4 2 A9 AFSE Hetn Ut
dolA & Aado] 8FHE FF £2& UIAAY FA AALE /A HiAe $3AT,
239 o]l2AY, A EJYES F EL HAstsldol str}(Fig.1). Operation planning® F3ll o
od RE QTZRAES FFANE F UEE HolX &R 2E X7 AAHAA o} &),

AR HAR 26X E e} oA &3 & sy YAAE e 28 Avlt} process parameter 7t
AR o] Hokgit}t. PAFZH(Angle of beam incidence), ol a9} (Laser power), &FH&EE(Welding
speed), & Ao)(Welding depth)9} &89 A|A 2 FH(Teaching points)S Process parameterZ
Zo] MAsIRATE. o] & process parametert B4 E 2E] X2 Geometrical information®t Material
information® 2 o]F¢o|A Jointing parameterc] 93 ZAHA "ot o5 AFBAE relation
matrixS B8 otstdch(Fig.2). ®3F, Jointing parametert X9} 3D CAD T} (CATIA)S <] &3}
o FARHR.

Z+zte] 2E)x| vl HEH oI process parameterE o]l &5t FYF EAL A E AHAEL IF
3 3ttt aEsd 2EX9 FAREL FFo AP olHEH A FAHAL AT FHLA HA
2 A Jayout TS $% FAF WsZ AHEE Aol

y P > - Gep
(mum)@ -

3 Misimum of spsn point
* Geomewry of

Fig. 1 Operation planning for implementation Fig. 2 Relationship of Jointing parameters and

of laser welding Process parameters
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