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Rl - 2(kie E OB AL T D 19,

FHEOIIESR, Ay bV A VikE L—VEYR & ZHAaE
O IRPE - A BN OB AT C& 7z 70, Ky b
TAYETIHE, VA VE Y 22— VBB L > CmEMmE L,
BlSTE T E CRSRMICIRE 2 L5 X7 Ins kL 2 s
TE%. £, WHOAMIISUEZEHO U A Yidb & &
D, —WEDOEREEER AR Y A ¥ OIFIE R TOMEH THE
Y Kig7eilga 2 ORI CE 5. BERL—F
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O, WENRGIEZEDO ARy MEREEKTE, ZDA
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B mEERLEBE N AREIC RS EE LN, S6IC
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WAEDMFRITIZT 100% TH D72, BURO AM TR~
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HTORBETRET, B M S I ERNETH 52
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2.1 #Ess
BT 1 vI2i, SUS308L (A 1.2mm), Inconel625
(E£& 1.2mm), A5356WY ([E£% 1.2mm), NCU-M (&

£ 1.2mm) Z# M. BHIZE, RIE 9~24mm @ 400
~490MPa 4tk (SUS308L, SUS630, NCU-M ff),
HJE 20mm D A50830 (A5356WY H) Z il L7-.
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WA LT, UA VI3 biA L, fA
MR 45" L LT, UA YEIL, RiBOwEIENMETE
BREBLOHENLHRONIRRE S LI, VA PHEHE Y
A Y EARHEI G oM IEE A R E LT,

Power supply point

Laser spot ELaserhrraduatinn angle
- Base metal e \,Ign*:*'\
/ \ g 1
Filler wire \ G|
Laserbea & ‘
Hot-wire torch — A \%1 |
Vi
I
i

Welding direction

2 A OBEEX

#1 METHME
Number of layers 1~15
Laser spot size, mm 2x3,1.6x6, 1.6x11
Laser irradiating angle, deg. 5,10
Laser power, kW 1.875~6.0
Defocus amount, mm 0
Process speed, m/min 0.1~0.6
Wire feeding speed, m/min 1~20
Wire feeding rate 2.5~40
Wire current, A 0~364
Wire feeding angle, deg. 45
Shielding gas (Ar), I/min 5~30

2.3 FHEAE

VERL U 7-FEB IR, U A Y OFROH Lok o A 3
Rod b ORI Z X & L, Ao BRI EE ik

(@) OAHWrERIR & o OFHM A FEhE L 7=.

KR NT A — 2 ORAPF AWM ESMEOE T, 38
OEEEZ AW, £X 125mm OFEEERE A L, Jiti L
BAANTE 2> 6 40mm, 60mm, 80mm > 3 Wiz Bl52 L
7. X 8 I IR DR L 2 7. xR & (Maximum
height), A%hE & (Effective height), A %hiE (Effective
width) #FHAIL, =7 % v K+ =4 7% (Near net shape
rate) TIHEHIRFHIIANT A —&2 & LTHRH L.

3 EOME AR K CEI L EIES & AV, 11~15 8
OEEHREERL, BEEES RN ORBRI 200 ML
T, BlIERERA FEHE L7z,

Effective width

Near net shape rate =
Effective area
Deposited metal area

Effective height
Maximum height

0,

3 WrE IR a2
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3. ERERBLUER

31 BEDAVERDHASLUVHE

4 FEFHDOK T A Y EHV, 5~20m/min (NCU-M O}
4 2.5~10m/min) O U A Y i&faEE T oMl IEER % #
MLz, K42, £UA Y O RZ2@EITRY. L
— AR, BE LV A YOLERMEmICERL,
BV A Y EEE BN TY A YIS ERME T £ T
WEIZIEATE 72 (VA YORBRBIERB I OEENAE L7220
A HIEEE Lo BRIESUEN K E < R b 4 FREO
£ U4 ¥ T, 5~20m/min (NCU-M D4 2.5~10m/min)
DEEIENT A Y EAGE R COMIEBR A/ 2 &N
T&ET.

SUS308L Inconel625
300 - suslosL 20 * Inconel625.
250 |+ Teevave L T
< + Omi2mm < 200 + ©=1.2mm
o * LeSomm = - LeSOmm
§ 20 ! § 150
5 150 5
£ 100 gl
Bl -&-Re=0.004 h=1 S 5 -6-Re=0.0015 h=1
-e-Hot-wire only -e-Hot-wire only
0 0
0 s 10 15 20 25 0 5 10 15 20 25
Wire feeding speed, m/min Wire feeding speed, m/min
AS5356WY -|
500 SEWY 500 NCU-M
D Tt D Temtosse
<400 - Gwzmm <400 - Sutamm
= * Csomm p! = * e
300 | e § 300
g - 5| =
§ 200 § 200
2 100 -6-Rc=0.002 h=1 2 100 -6-Rc=0.002 h=1
-@-Hot-wire only -e-Hot-wire only
0 0

0 5 10 15 20 25 0 25 5 75 10 125

Wire feeding speed, m/min Wire feeding speed, m/min

4 EIEY A YREEHR R K OGHRERR

T A Y OB EAEREDIRE A 2 HEE T S 5 Fik%
Et Lic. UA Y o@EmEE A 0.1mm (2% L, THEXHE
PUCE DY 2 — VR, TU A YEL~DKEN, TT4F
Lary s N Fy TOEMBRICL DY 2 —ARE 25
BLT, % L7~ 01lmm J&0EE LR (AT) %3
T 5. WEHEEN (VA V) CTORER, FUA YO
WA RE & 2 D ETE A R U, BEEICIE, EERLIRET,
L NTIRERT 2B 8 L - EXIRPIR, i, thEE A
Wzl BHREAERZ, X4 FIZOMTTRT. ERIERPUEN K
XL BpD 4 EOXTA YT, 5~20m/min (NCU-M
DA 2.5~10m/min) DOIRIANY A ViEkGHEERHE T
WEBREZHEREETE TD.

3.2 SUS308L 7 4 ¥ ThHi&Et

SUS308L VA ¥ & A\WT, &/57 A —& )3 TH SR
L OMER BRI KIT T B A A L, #IEM L5 0E
HaE4Tolz, TSN E2R 28T, UA YR (U A
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A—HIZEB L, ZNEND 2 /3T A —Z Z[EE L2k
e CEfbsHT.
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R LV—Y AR/ MEEZSD Z LR TE .



# 2 SUS308L U A ¥ CTOjifE L&

Wire feeding rate 20 20 20 | 30 | 40
Wire feeding speed, 6 s | 10 6 6 9 |12
m/min
Wire current, A 123|141(160 123~125 123151176
Process speed, m/min | 0.3 [ 0.4 | 0.5 0.3 0.3
Laser power, kW 5.5 33[40]50]55 55
6 6
55 ° ° [ ] 55 L] [ ] [ ]
s [ ] [ ] x s [ [ ] x
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2 g
P ] x § 4 [ x
g 3
35 35
[ ] [ ] X
3 3
Wire feeding rate 20 Process speed 0.3m/min
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KT 5720, BEEEN NS Rb—F, BMiRIbiz
0 A~DOWEFRE (VA YERL) IR L2NWoffER S
ML TV, L—Y T —% FREES L, BES
HIZ 0 ~DONBNEEINT 5720, BB AERKE 25—
¥, BRI HT- 0 ~OFEERE (TA YiEiak) 3284k L
RWZOREBEESITE T L TWS. B ESHZD ~DA
AEZEITETICTA Yisphas ERSED L, AR
SHT Y ~OEBEEDEINT 570, BEEIXIZE-ED
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40 FCEH D L, WML TR ERoTL
FV, =73y b= TRIFET LIBED DL THD.
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9. i TEEEE 0.36m/min, VA Y REfALE 33.3 DEfFICE
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R OBWEIESM 2, 15 B KA E R 2 ER L,
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3.3 L—HYRAKRy MMEOFERKRET (SUS308L 71 )
SUS308L U A ¥ Z A\, L—F AR v MEEZEL S+,
BETRE RIS RIE T EAE L. K9, L—P ARy
Mg 3mm, 6mm, 11lmm T F CTOMREE MG ER
K ORGSR R 2R, L= ARy MERZE(LL
T, EROEERFER L REOHEmEZRLTND. £
NENOL—Y 2Ry MRS T, EIEfE T4t % A
HILET, =7 Fy b= TR SOWEEELHED Z LM
TETWD. F72M 10 ITR-T 8918, K7 aEXTIE,
L—HF 2Ry Mg L BRSNS EEERORZIREICIEE 111
ORFRDBED b, SIEMICHEERERE LS L
NAFETH D.
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Effective width, mm

o N S (2] [e2
T T T T
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Laser spot width, mm

K10 L—H 2Ky MEEFDE L OBR

3.4 Inconel625 7 A ¥ THOI&ET

SUS308L UV A ¥ DIGE L [FERIZ, VA -Pikfake, Hil
HWE, L—PHAD 3T A= IZER L, EnEnfho
237 A =2 EEE LIDRIETA b & 7. i Leftha R
3127”7, Inconel625 VA Y OBFETYH, M TE#E, L —
FHTI, UA v EREAEE AR T TR,
SUS308L L Rt THo7-. =T F v hi=A TR 0% %
Hx HMIEM TEEEBLZENTER

# 3 INCONEL625 7 A ¥ TO i T4

Wire feeding rate 30 30 40 20 [ 30 | 40
Wire feeding speed,
m/min 12| 15 | 18 15 20 10 | 15 | 20

Wire current, A 64 184202 |183~185|209~211 (150 | 184 [ 210

Process speed, m/min | 0.4 [ 0.5 | 0.6 0.5 0.5
5.0 | 5.5 | 6.0 6.0

Laser power, kW 6.0

Process speed, m/min

S5mm

o
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§oo |
H
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Wire feeding rate
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s “0 ©
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3.5 AB356WY T A ¥ THIRE

DT A ¥ EEERIC, U1 YiEkat, i THEE, L—3
WD 8 RFZ A—=XIZIEH L, ENENMD 2 XF A —
AT LR T b &8, L& E2% 4 1577
A5356WY U A Y DGETY, i LEE, v—FHh, 7
A Y EREDHEBARRICRETREL, thov 4 ¥ L[
BRCholz. MAGEHERLD L, tho U A VI~ THER
DN TWAEHETRBEIND. 20D, =7 %y b
= A TRITRKT 10%L 70, LU A PIZHTEF
KT L. ZHiE, A5356WY VA Y OREAEL, i
EADNS WD THDEEZLND.

# 4 AB356WY U A ¥ TOME LMt

Wire feeding rate 30 30 20 | 30 | 40
Wire feeding speed, | 15 | 15 | 1 15 10]15] 20
m/min
Wire current, A 212|239 (268 239 212239286
Process speed, m/min | 0.4 [ 0.5 | 0.6 0.5 0.3
Laser power, kW 6.0 50][5.5]60 6.0
Process speed, m/min
S5mm
. 0.4 0.5 0.6
@
S SR
o "
fro g ‘w0
ool o, 3 1 |t~
s §§ 70 —, i
» ki L
o e s o w5 es o s o w5 o8
Process speed. m/mir Process speed, mimin Process speed, mimin
— Laser power, kW
it > b
Sino 1l ™ 1
$or e e i
§g, /~\c i i §“’ —
& 53 50 ] 50
Wire feeding rate
5mm
20
E1o
§00
i
" J
12 A5356WY Wik 5 535 S OWri 0k s SR

4 . SUS304.7A5183 E#+ AM D&+
FERNIA— AT F A PR AT LA SUS304 %,
EMENCIZT VI = 5564 A5183WY YU v RUA
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YEMHA L. 7T v 7 A M BB+ 2548 181
no, 1EHICTZ I vy 2Aa7—RKUA ¥ (FCW) ZfH
THHEITIE 2 AL A5188WY Y U v KU A ¥
REE LT

2 OWEGEH LZBIESM: (£ 5 2M1) 2HEH
L, 9BOMEEKZ ZNETNOHFIETHER L. Z2hEh
DOWEGE, ¥ &0 SUS304 b & wE & ok 3 T

(FEA S L OV ) 0 SEM B H. % X 13 127”7
7T w7 Az RN FICERNCEA L, HIE 5 A5183WY
UAYEREET AL, FCW 29giIc@EiL, 2 @A
o A5183WY VA VEMETLHADELLTY, &
BRLEY (IMC) BOFE X% 2~3 pm FEEE L IEFICH#
<IMHlEN TRV, EIFEEHR D PR E < IMC 8
JEEHIEEH—ICTho Tz,

ER L7z EhoZEERE» G, BEERmn i e
75X ERBRA & 5 T oH0 L CElERBRE
1Tol=. 77 v 7 AWML DEBKTITEYE 127.2
N/mm2 (5K 151.2 N/'mm2), FCW |2 L 5 &AL TI3F
¥7129.6 N/'mm2 (5K 163.9 N/'mm2) O5[ERES Th-

7o, BIOWIZE 22) TORR LT D &, TooZEd
5 b OO, SFHT 125 N/mm2 %8 2 5 I @5 3R
IE/LHLENTE.
#5 SUS304,/A5183WY %t AM fii T4
(@) (b)
Layer 1 2~9 1 2~9
Laser power, kW 2.3 22~25 43 22~24
Spot shape, mm 2.5%5.0 2.5x5.0 2.5x5.0 2.5%5.0
Defocus length, mm +10 0 +25 0
Process speed, m/min 0.72 0.5 0.72 0.5
Wire feeding, m/min 8 5 8 5
Hot-wire current, A 163 99 190 99
. FCW
Wire ASI83WY ASISIWY

Center

o200 e I

(b) FCW % % Fik
Tt Al 5 L S L UM B 4% R

X 13



5. £&&H

6kW B EER L — Y LRy hUA Y EEMASD
W, SRER O EM T /e AM Eilfomrx HigL, 4
FEMED U A ¥ (SUS308L, Inconel625, A5356WY, NCU-
M) ZHAWTORmNEITo7=. &5, A—ATF A %
AT LA (SUS304) FAf EIT 5000 27 /LI =7 A
A4 (A5183WY) AR+ 2 8k AM IZ DV T HiR
FtL7z. oI RROMEZ DL FITRT.

(1) 4FEEOUA Y ENZIITBWT, T4 Vs
5~20m/min (NCU-M O34 2.5~10m/min) ®JA
VWL T O IE NV TR & EBRICE S Z LN T
&7z, Flo, VA VIRESAOMSHETE FILEEIRE
L, WEMNRAEROHEEER I Ro7ob 2 A, 4
HOUAYETICBOTERMGREZBER HE
THZENTE.

SUS308L U A ¥ L O 11mm O L—# 2K v k
FRWEBREHERN DS, i TH#HERS XU A Y
o (U A VIR THE) FRE A EE
EHEOM LA —HADO FIREEHED Z &
MNTXT-.

3FEFHD U A ¥ (SUS308L, Inconel625, A5356WY)
BLOWE 1lmm O L —YF 2Ry & HW- 3 =i
TIZE DR RN D, i THE, —FHA, v
A X ERGEED 38T A — 2 PIEE AR RIE T
BAEEL, BIER LEFEE2H2 2N TER
SUS308L 5 X T8 Inconel625 7 1 ¥ TlIK 80%,
AB356WY U A ¥ TIEHT0%D =T % v b =47
REERTDHZENTE .

SUSS308L 5 X OV A5356WY U 1 ¥ % V7= KHUF%
BiRZERL, YEERENLE H LB
X DBIERBMN S, EUAYON X0 JE & FRE
DB EREFS OB O E55 2 LN TE T,
75 w7 AR LN FCW 2 ]AICIEHRT 2 &
T, SUS304 ##f £~ A5183WY U 1 ¥ DFEfE &
e R TX . Brim@lgEsRns IMC o4/ %
ZHEHNCHIH TE TWA Z &, HEE A HE Y
H U723 2 & 2 51 ERBR D O MR B e A R
HRFELNTND Z ERbholz.
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