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The study of weldability between varijous sintered materials and carbon steel
in CO2 laser welding
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HZ24 A8 AAE Adst=d AR E T E diamond saw blade®] AZWHE gyt
2 0 2 brazingol ¥ AFEEH L Yo brazing WHORZ A ZXH diamond saw blade® &
HA A3s] & d 9FHE QA% shanke B WP shankd} tipd] ¥ 2FH22
3 A AFEA BS ¥ L o3 g "k @AE o brazing MEZHHE dA S A=
o] 4 MYS HAZ FY £ %3 §£HRY 29E #FAAEF Jdoen 14 SH¥H EHA
5371 7t5d dolA &40 dFHL Je Aot a2y @A FuUldA= diamond
saw blade?] A|Zol] g FolA €A A7/t AFE AFolng E A7 #HolA &4
& o] & diamond saw bladeE AIZA] FEFAAY 71AHA S ok5dHY &S F
3t A2 & o)FAazte 194 LS AAHoln FAHoE ¥H ol stz
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B A3 Al4"® AFHE continuous CO: laser X AW &7 o] 2kw, TEMu mode,
231 beam® focus spot size 046mmE YEIAIT APl ALLE AHOEZE steel
SCM4358 Alg3tgdon BE2aAA (tip)EFE 100%Co 9 50%Co+50%Ni-& A3t T},
He Aay W 24 aga Jdeddy 2& EHdAE AIE &HE AAsaeH
L4980 EMS BAE7] 98 bending testt} microhardness test & 71AA QA 47
3338302, SEM, EDS, XRD, Image Analyzer 52 FulE A48t ofgdxl n&g
sttt
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243e AA T L34 P79 71F0) HE bending testS AA], AR wWisld mE
bending &< AT} 100%Co tip¥ 50%Co+50%Ni tipS AHE-#-S o Yeld bending &<
Nig& ded7 84 ke (Fig. D 71480 £48 37 930 9EF, 88579 depth,
D/W ratio, 2812 7)FE €5 bending g Q@ EAste Bt AR W3 o
£ bending &9 Xo]E o8tz BEME 53 golruz Z+ RPN (steel, HAZ,
weldmetal, tip) 23S SEM, EDS, XRDE 53 4% £3Rde B 49 718 A
AP 7 R ENMY mMzA (Fig 2~Fig 6)& AHREYA steel ¥ 8-S tempered
martensite, HAZY¥ martensite, weld metal ¢ 7% 100% Co tip2 plate martensite,
50%Co+50%Ni tip< twinned plate martensite =3 & Jehith. = SEME %3 da9
(LRGN S JEF A} 100%Co tipgr A8FT BT cleavage fracture®
50%Co+50%Ni tipZ AH4% 7 9% dimple fractureg YeERHUTH
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1. £HA B2 &S mAE Axe 7| Folden AHd £4348Le T £HF7 FHol
g o ey
SHNAM 2] depth 7} 900mmeo]d, D/W ratio 7F 0.9 o], 283 &§FAAe 7|T&EE
o] 10~20% o}3dYd uwW B}

3. ZF FRA e AL steel} HAZ oA = Z+7Z}t tempered martensite, martensiteE H.$
o fEHAME 100%Co tipel 7 $T plate martensite, 50%Co+b0%Ni tip oA =

twinned plate martensite®] Z32& velyAct.

4. 338 E B 100%Co tipel 4 $E brittle fractureE 50%Co+50%Ni tip2l 72T
ductile fractureE Y el AT}
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Fig. 1 The bending difference between 100%Co tip and 50%Co+50%Ni tip
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Fig 5. Microstructure of Weld Fig 6. Microstructure of Weld
metal (100%Co) metal (50%Co+50%Ni)
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