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The Weldability of Laminated Stator Core for Motor by Pulsed Nd:YAG Laser [ I ]
- The Effect of Processing Parameter on Weldability of Laser -

Jong-Do Kim? - Byung-Lea Kil* and Chang-Je Lee*x*

Abstract : Manufacture of motor by laser has been studying realization that was
demands on market for lightening and miniaturization. Moreover, early in the 1980s,
manufacture of parts for automobiles by laser welding was already successfully
introduced. The purpose of this study was to develop production technology of the high
quality laminated stator core for motor by pulsed Nd:YAG laser heat source. In the
event of adjusting defocus and voltage to control humping in laser welding of the
laminated core, sound bead could be obtained, but deep penetration was not. Therefore,
explosive evaporating plasma was controlled by adjustment of peak power on pulse
width. Particularly, because explosive evaporating plasma induced high peak power,
made molten metal in keyhole scatter, a suitable adjustment of peak power was
required to obtain sound bead. As a results of experiment, sound bead and deep
penetration could be obtained.

Key words : Pulsed Nd:YAG laser(E2 Nd:YAG #°14), Laminated core(d&3o}), Pulse
width(¥2%), Peak power(33=}h9))
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Fig. 5 High speed photographs of laser-induced plasma in edge welding of silicon steel sheet
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Fig. 6 Appearance and defects of weldment by pulse laser and arc heat source
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