95 FAIFELRI] =EF
A A 83

7122 7] sleeve & $1 & Inconel A QA9
HolA EHEAAEA

2495, 34, U3
L EEELTESS

2 o

AYRAL FIILA7] AR HolA 248y JEMEE 98 Inconel
tube ] sieeve ol SHAHUE $F3Uct. NdYAG #HolHE R¥ ¢4d
HolA YL FaFE T3 AEs o] M ALY weld head tool & )3}
tube WHAH $Ho] o] R AEZHA} HoAe Y € 2 F ¥,
buffer 2S5, #3555 3 H4E WA EAN $3dH ¥AE
3339 $AES 8 FAE ZWNYT ojA9E HEY P
A A 39 e}

. A 8

Hol M & o] 4% VAW Ve &Y HolHs} FA/KE ol &3t A
g AFH22N BAF 2AAGAN FdA A€ A3 FE5 2 UG 4
oA FFL HolHE AEAA A AW d& olddd 2 9 UE, Ho
d A, dF Afe) JHEddE AT dE PieEe 4T e €S 2
A& 7ML gk olH$ AAE o839 &4, A, FEAHATY @& PoF
AN 8ol sz giv}

LAY EojelNg #HolA 71F FEEIRE ALF A8 ¥4 3, 44
B Bdupie] A& SAA Bio] AR 53], 449 A29 F7 T4
AL Be A BAF AS A dolA P& AEHA V9 i)
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vl dE¥ol I YRl $L E4EH FHE HAEY.

PAAA v F¢] Westinghouse At &9 v 2u[ A FFYAAE o)A P2
2 AEVE RS AL AN gon ool E, E3ME] Framatome, %4
] Siemens SJAE 80 Q) FRo|F AEHH22 Jj&EE 922 gl

£ dFdAE 3R89 $9A92E A8 AdP By RA oz 34
F A4S 3¢ 49D UF oA $3E APAH LR AP AL S
sk ARAHA AFE fgte] K AFAE 2T 1 kW FY NAYAG 49}
Aot AAA WY 8L A3t A AEE weld head tool & ©]§3] §HA
& sY39 dolA SFFAFAEL oA €9 R Y=F, BHE, buffer
HEFE, FASEF) £HAG F8Y 9I¥E WAA H=d, o &4 4@
8 HWSAIEA 2 FAE FFsHD olodnE HAF SHEAE AA UG

2 sleeve $HAPAA] FA € AY Y

AAAY sleeve S E AT AY AAEZE 29 1 9 deblidd 1 kW F9
H2¥ NdYAG #olA S} core 2ol 1000 um U BFAHAFE dolA ¥ AL28A
T TSGR, A4 Wy $4E 8 AAMLEE weld head tool ol Afdct
weld head & F# 7} 33 22 AAd A&A=e 4F gz £33 ¢
concave copper mirror L¥] I mirror ¥ HAAA FE motor T2E FAH U}
= Ao)AJt A&Ho] Yot hole & ¥ RIsf2r S4R94 FILS
Yt F2E AL Uk Aol AL€ F/RA7e] AdF FH L 7/8” Inconel
600 (Gauge 18) & A4-£39 3 B4£ sleeve pipe £ 3/4” Inconel 600 (Gauge 19) & A
S8t sleeve pipe £ AEd R AU F hard roll YA 22 G SPAH
& ¥k oA $39 NHLS £3dd By A F ujAez
$AdAE [FHA

3 #HolA VA & sleeve 4 F3}

NdYAG #olAe] Az B SHIH] &9 Ao (weld depth) 3} sleeve
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Fig. 1 Schematic diagram of sleeve welding configuration.

o ALF tbe Aol $HF (weld width) & FHAHAE. 2 2 o= oA A
7o) W& 14 Hz, ¥2F 76 msec ¥ B (duty: 10%) $AE (S Jed
FHolch, IYAM Holx @] Friied we} £4 ol A9 A¥Aez F
7HhEd sleeve tube #F AAR Aol 9] gap o] EAHEZ sleeve tube FAA 0.8 mm
SHAME S50 ol7t HolN &Yl o} 3] WIHE B Fol SHFL
% 300 W o] 3N 8§40 Ftgel w2} S48 FHIL 350 W o] BAAHE oo
4 A ged. 2y ojs) AL ZAME oA H2Fo| Fowg 3
F8Y0 27] dE) 43 wi=wo] AW spattering ©] Bo) BAHRA 2w, £
g Fdol B F2 g2 AE A%l Y 3 A& 330 W AN §
A9 Adg £4dd A& Jehligdch. webd ol PFEHE Folx F
3 &40 o FHAE AolA @¥9F 47 93t A REEE FHAAAA Fo
HolA £ AH& sk FAAe 29 4 A Jehldd AN 5 AR
H2FE 85 msec 2 FAANFNZ d¥-&& 30 Hz 2 F7HA A F, dolA &40
%F580 W ZHAA 0] o]F9 Aed &4 Hole HolA &Y< Frenie}
T4 e A8E B FY F, do|H @99 Wil uztaA W
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1.8 _ -
pulse width @ 7.6 msec
16 frerate r 14 Hz o
welding speed @ 170 mnm/min ) |

§]>4 | shield gas © N2 »
& flow rate : 30 l/min ) |
=12 F
S :
S =
= M
%0_8 depth L
2 -
~0.6 F |
K =
=04 }‘ o width

02 F

0 L e o o —
1.3 2 2.3 3 35 4 45
Peak Power (kIT’)
Fig.2 Weld depth/width as laser power Fig.3 Cross section view of sleeve tube
(14 Hz, 7 6msec) "welding. (14 Hz,7 6émsec)

e §91 ol $HFLE HAAHA AMolsr] o g AR Fddd 2y &
AER v=ne Fd e 23] AL ole F2 #HejA Al YFEE)
Bl o8 o spattering BAFo] A RErr2e H5& HH3E Ao | 9
oz gddr]

dlo]xe] ntE& U WAZEEZ 747} 40 Hz, 9.5 msec L3} 32 40 Hz, 12 msec & 39
489S e ZAE 29 4 A Jdebligich 2Rl ¢4 A& uig) o] &
4 Folgt FHFL YojH &Y vt g FUh AgE ¥AFT g =3
$A"EY vEdd e 8 x4 A9 & TP 2A4E e Fgw §
A2 FRANE FHF crack ol A1 ZFY F&E deial gid 29
5°lE 40Hz, 12msec 2Z1A 640W 2 24T SH I A44& HdF 9}

ol 49 AFAANN AL B4y FH Ao neidteior & #HolH SHZHL HolA]
AT 298 71588 A 234 £ ¥99 ZRe ¥a3 A25 ddx
spattering B FE o} vzl X AAES At

4. P E
oA &34%F Hartxe] fPistel wtet spattering WA o] 2 WHE B
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Weld depth, width (mm)

e | r:"‘/g
30Hz, & Smsec
| / 40Kz, 9. Smsec
I 40Hz 1lmsec
0.8 F -/.
0.6 | i
0.2 ¢ gas flow: 27 l/min
0 2 " " " 2

520 570 620 670 720 770
Average power (W)

Fig.4 Weld depth/width as laser power Fig.5 Cross section view of sleeve tube
welding. (640 W,40 Hz,12msec)

odFdEd, RIvl: 5§ WY 2 YAEETo] q¥E v+ Aor Addd
7bE fr2g AA EH £AHFS plume Y F22 weld head 9] HHAA & &
Aol 7HA HER Jt2RF ZAE A sdof ¥ =¥ doH YT EA
de] 4L ¥ A4S deolA d A$AA BEA ] damage threshold & H7174 =
o] $H=Z HAste ojei o] WAt AARY sleeve BFEH 2 tube WHE
F& FPAA HolA W ¥ 292 o|FS] AA HEBZ HI stress &
FRALS goug ol JIE HAHAI & HolA Mol o FHAH} ¥
olet. ¥ AYME Holx 29 459 4 5454 NE ARG, o199
= $49e B4 54, 24 AP 93, AESATE FHH2E Arhsted $AZ
A€ A3 ook ¥ Ao

5. 3384

[1] Proceedings of LAMP *92, Nagaoka (June. 1992), p957
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