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The Weldability of Laminated Stator Cores for Motor by Pulsed Nd:YAG Laser
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Fig. 1 Compatibility for handling a wide variety of
parts
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Fig. 2 Schematic of laser welding of
laminated core
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Votage: 260V, Hertz: 50Hz
Welding speed; 500mmimin, Shield gas: Ar (20 Eimin)

Penetration depth, D (um)
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Pulse width, 5(‘“‘)
(a) Penetration depth(D;)

Vohage: 260V, Hertz: 50Hz
Weldlng speed; 500mm/mn Shield gas: Ar (20 £imin)

Bead width, #,(um)

Pulse width, ¢(ms)
(b) Bead width(Ws)

Fig. 3 Vanation of penetration depth(D,) and bead
width(#) in laminated core welded by Nd:
YAG laser as a function of pulse width
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Fig. 4 Comparison of weldment formed by
pulse laser and arc heat source
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Fig. 5 Appearance and defects of weldment by
pulse laser and arc heat source
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Fig. 6 Hardness distribution of weldment by pulse
laser and arc heat source
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Fig. 7 Tensile test results of specimen made by
pulse laser and arc heat source
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