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The study of weldability on the case and cylinder of hermetic compressor.
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Fig.7 Deformation of the specimen
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on laser welding

(zm)
8
6 .\\.//./.\-.
4 —a— MAG welding |
—@— Laser welding
’ ‘\0———0/\.
O 1 1 1 I
#1 #2 #3 #4 #5

Fig.9 True circle of cylinder

MAG €3 2 dlolA &8t &35 AGA=E A gholth R A H=(gap) o] E75F
. MAG &35t} gojA &30 ABFE gL ¥

(kep)
250 g

200
150 &
100

50

Gap0

Gap0.2

Gap0.4

Fig.10 Shear strength of the specimen
on MAG welding

—-123 -

(kep)
250

200

150 ¢

100 r

50 f

Gap0 Gap0.2 Gap0.4
Fig.11 Shear strength of the specimen
on laser welding



Fig. 129} Fig. 132 MAG & 3% 2 #lojA 438 9 vja2 24< Jehit. MAG £3L # o]
£E04 =98 A3 EYT &3 T2, §£H9ololE= YGWI5UIS Z 3312) 01.28 A5+
o o)A &2 Aojzol THE FA g g golo] S ALL51A) gtth MAG &3¢ A
FEF 245 JAVE T35, HolA £33 A 329 2 7|27 2L Holth

T =

Gap=0Omm Gap=0.2mn Gap=0.4mm
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