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Welding of Thin Sheets and Small Sized Parts in Automobile Parts

Pl S

Mamoru URUSHIZAKI

Miniaturization and the thinning of walls of automobile parts are being implemented to reduce the cost, size and

weight of parts.

To meet these requirements, new part welding technology that is highly accurate and cost effective is required.

This paper describes an example of automatic laser welding to join miniaturized and thin-walled parts with a high

degree of accuracy and flexibility, as well as some examples of welding methods to join passivated conductors and

bare conductors.
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Fig. 2 Welding process
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Fig. 7 Connector weld
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(a) Single laser weld (b) Double laser weld

Fig. 8 Weld distortion
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Fig. 15 Read weld cross section

Bl r — 2 4 — I F L L EBIIE & D) — FERRA &
%. BHEOWEIC X 22 IR % WIS 2 729D 80
)= F&HW, L—¥E#EICKDFig. 1418 T HE)
A L C05, B — F OB 8G5T %
72O RMENI L —FIIND B Sndd - EEHL T\ 5,
A —3IFUMBHIESD 720 L —FOWIRA R L | &
S O R AL LIARIM AR L 208y 4 AVRAE L
BAIF 5B N#ETH 5. 22 TH— I FILOMIZE
REE< TANIH-> X ENEL T3, Fig. 1512V
— PR O G H %2R 7 .

3.2 WEBROBEREESES

HEJ SO 7 2 F 2 T — 2 3B & 0 #ifEd
%. BN ERAET B 7200% BT A VSRR
EHOTED, WEMRLO FIIZ s 5. ZORNREE
ORI AT & LU TIZFig. 161289 & 5 12 #fx
BREORF I K OBEBEORERIZ L 0 (D 2T A 22
% QWIERR KA R QRPUAREO—FETH %
o=V VI RHB. 2T, ba—Y skt
1@%mﬁ'iéwﬁ%£-ﬁﬁbbﬁﬁéé.ﬁg
IR0 . mD AR Y 7 I R A I FEEGRMR O & o

—y/aﬁﬁémf.

or 240p R —— [Coat type]
> F,
k= - -l.
E : g 220, Polyimido
g 200 | Polyamidoimido
o g‘ 180 F -j‘ Polyamidoimido
£ 8] 9 Removed|/Polyesterimido
B % 160F i & & |coat wire
=] 3 soldering | Polyesterimido
a3 S 140F —
‘cl'w' & 0 Dada Polyester
Boo L 1204+ BE | oot Polyurethane
EEE 100+ soldering
5] o= OC
€83 Q)
0.01 0.1 1.0 3.0

Wire diameter (mm)

Fig. 16 Coated wire weld method



(S

Fig. 17 Fine coated wire fusing cross section
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