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The Weldability of Stator Laminated Core for Motor
by Pulsed Nd:YAG Laser
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Laminated core (b) Detail "A"
(a) Schematic illustration of experiment

Fig. 1 Schematic illustration of edge welding
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(b) Bead width

Fig. 2 Variation of penetration depth and bead width in laminated core welded by
Nd:YAG laser as a function of pulse width
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Fig. 3 Appearance and defects
source

of weldment by pulse laser and arc heat
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Fig. 4 Comparison of weldment
formed by laser and arc heat
source
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