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Study on the welding characteristic of aluminum laser weld

using filler wire
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ol Mg o] 83t LFuly 50004de] IS &= A £HF A= A dAdo)
wAslE § T Debroy £7¢ £8 %ol BA4sHs 71F (porosity), &2 22 (underfill), 1)
3 vpadlE 9] &4 (magnesium loss) o o3t} ATt AT YT 2 EE olF FE
T 4 Qe WHOE 87} shojol (filler wire) & o] &3t U RulE FFL SAsE Ty
HolAe oka &L AFH selnz= g8V ANHD At ¢FuFY FF9 ol
43¢ oA 29, $3HEE, RIvtA 59 st e 9L w9 aga &1 9
olol& o83l AS A L WS o4 fojof FFEE EF WS FAF HFE S
) agjes g7t dololg o]gd dolA HAXN £HR E40] oj¥A Hatexs g
o2 AEX Ao LFuiE 5000 AF B AL A4S 99 T £ o

B dFME ¢FuE §EFU AA51I82 HAo] sl &7t glolo] AA5356 & 0] 8%
NAYAG #lo]#x &3 &4 T H4dd oA &9, 84 £, 223 9ol FF
To & £498H, 84 v= g4, 1T Axe AP B4 s g 24
g B3l Z1 87 Ao AAI} &4 BEAH v)Hes e HFHoz AHAJT
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£7}F hololE o] &8¢ AA51829] NAYAG #HolA &3 Ay Al Fig 13 2o, 439
o AHEE o)A H EYo] 44 kWl €% & NA:YAG #olAolm, #olA Wel v
£ & el TEM modex TEMy ©lth 24 Agle 250mm, o] ¥ 23 gL

...11...



04 mm o} BE7tE (shielding gas)= ©FEE (Ar) & 0|83t &3 whgke] oA 9)o]
ot FHHE AA 2L Fog FTFIHAL BAY RN A& ol&dtd FFSFAT
oA Aoz RE 18° & VI&AY 2 olfE ¢FuFES #olAY walgo] Eol o
A7t &¢FujF BA A 2 o), AkA}b (back reflection) ® #ojA Wel 3l #HolA A
293} FoAo) 4FE F A BA7] AsA ok

£4 HHLe wur] A4S T 480 AEE BAle AASIS2 B ¥ 3y 24
< Table 13} 2t} AJ#He] FAE 14 mm g3, &3 Zol& 280 mm o &7} tolojole
AA53562.2 7 12 mm Aok 43 22X WS 4IVFEY AT FHE AN, &
A Ao otELR EAE Hol &FuF 45T AAY £HE ¥E AHE KA DG

glolA &AM AoAARE #o|A &7 (laser power LP), 4 &% (welding speed
WS), 283 &7} 9lolo] FF &% (wire feed rate - WFR) 2 3ttt H4¥e oA 29
€ 4,35 3kW, £4 £5E 6,75 9 m/mun 183 $06jo) $FLEEE 2, 3, 4 m/mm 08
24zt 39ELE Uvo At £ 8 2L 2770 A3, wHE 3E 332 do AN
239 e 813 Aot Hold &7 A IHIAZEE M9 IAE 0, RE Jtx H3
2 gHelA 20, 3HEoA 10 1I/mun o]}k

m 43 45 2 &

871 SololE o] &% ¢FuHlF #HolA £ £ 54E FHulEAT olF Ao £3
5o AL ¢ F UEE O ARRE o839 89 Hol, Y vl Z, ol u=X, ¢
I BF HE ol FAIYY £FFY A=E Hrs] S AFANPL, £HR A
FAe FrHE 8 dEE AP FAAY

47} golo] $F4557F 2 m/mm Q1 B9-9 §3FO @E AL Fg 2 ¢ 2o &3
ddol & A5, 3RV 231 &4Ad &40 AR W, QJdo] e A9 Wy gojojnt
xolxl BA $o] Q4 (remforcement) TS FAF HIERF S HAFT ot &Y ZolE
golA Yol AAFE, 83 £x7l =84 E 283 87} golo] FF £E7F =EFE @
ARz Uk gl QA ¥ole ASE folo] FFEE B £ ol oA w
=9 mavleh wlE g AEE e

87} gtolo|E o] 83 #olA &4 AF A¥ A= Fig 33 ZTh AAS812 §Hge] =i
9 AFZA=E 277 N/mm® ojt}. shete] Fejol 3loiA 277 N/mm® Bt} £ AZA TN
T ZAA, 2¥A ¥ Aee £FFAA o] oyt Fig. 394 Be uig} o], &
A JAFAZ=E 71EL22 ¥ o], 87} sholole FFFo] BoldsE HA &4 HH7t 2

% ¢ 4 ded RS 2L Add AS &7 9ol (filler wire)e] FFoE sty ¢
go] &71 golof (filler wire)§ =ol=d] Bo] EAHEZ AL Zolwd TAF dPo] &
oE7] JELE AIREY. 283 &3 A o 4zke] JFo] FEL ¢ F AN Y,
{429 giide] o3 dR ] AXEZ o]lE RAFE= ASE Alg®Th

87t ghololE o] &3 AEE: AFPe Fae Fig 49 2t Z gojo FF &R Wisly
43 £x9} #HolA &8 g Ys AP AHe Aaye, HAV 45T goE 3
v d8e g adxn 2A9 oge el oid £4 AH J¥E e uHl dyE w
(Erchen ratio) & Yeplict #id Felc §HF wHoz dgdde =9}, 3202 5
@se FU2 Jd £ den, o)RAL oHE vrt 0758 J|FoE UHA "y $H 8o
HAsE JE%e] dAME dAFoz goloje] £F 57 F42 Jd¥E gold A
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A%z sfolo} FF 27 37 ¥4E dolHel o8 YAEE YL BUAAD
AL Ee stolo] FF FEAN AR 83 =AY WA FlPL ¢ & Ao 29w
spolo] F & A%E 97 S8 HAE AAY solo] T A% ARt 3
FAD Nee T 4 AT 2R AL §W Qo) TAYEL T 4 AN

V. 23 248 o188 Aol A4 9349 37}
Z+ 84 Fdo] 8340E Hrt E 4 e AF Fxs A™E vl Ui IFHE Y
o2 Hrtshy]) fiste 24 BAL £PRAT 9B A= A #
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Table 1 Chemucal composition of AA5182 (wt%) 300

S1 Fe Cu Mn Mf < s < s
250 250
006 | 019 | 002 | 024 | 446 £ s 2
Cr Zn T other Al fg’ 200 % 200
003 003 001 002 Val LY L
§ 150 G mimin | g Lo [t mimm |
= 425 ~a—1 & mimin - 125 + - ——7 5§ mimin/
Table 2 ANOVA for tensile strength about 100 it disiciisl FN . by
welding parameters 3 35 4 3 35 s
Laser power (kW) Laser power (kW}
Factor 5 DOF M5 B (@ WFR = 2 m/min (b)) WER = 3 m/mn
WFR 38,868 2 19434 605
spP 161,253 2 80626 2511 300 ¢
2715
WS 83,573 2 41,786 13023 £ 20
WFR x Z s ;
P 18,530 4 4632 144 % o 5
¥ 475 :
WERx 905 4 26 071 £ 0 i
W . 125 - |87 5 mimin
V5x 28,051 4  7mM2 218 10 i
3 35 4
taser power (kW)
[hERY 5742 8 n7 22

{¢) WEFR = 4 m/mun
Error 40,775 127 321
Total 928,421 154

Fig 3 Result of tensile strength

Nd YAG
Laa
Wouefeeder
and !
was nozrzle Bane maral ¢ Evcrann vakn & 1754 mm Baae metet 3 Brichvaen vabos 5 10 64 mm
AAS1S2 (a) WEFR = 2 m/mn (b) WFR = 3 m/mun

Filles wue

Welding duection

Fig 1 Experimental setup

Base metat s Edchaen vabuw ia 10.64 mm

{c) WFR = 4 m/mun

Fig 2 Macro photo of cross section Fig 4 Result of Enchsen test



