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Development of Laser Welding Tubes for Hydroforming
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22 NS NLSEHS AHIss, S24, LA, 1 oHFY, oY S ULSHMT &5
UHEFQ ZHE GEAZ 4= Us AU IS LS 2EE MSHD AL OIS s UM W2
O OHED ADHE XM R JlE ¥ XE JiE S2 0l0l A% KNSk YHE SHO2 B g
D ACH, SUHUAE Ol248H XML RHSIHE AHEst Jls 20l RFTE OIR0XD2 AT

A NSXH L Jis & LA 48|22 S&E 8o 2EJYEE 189 -“X*Oil oo BB
EAOZ MME = Uz JE2AN UEXNOZ BMAMSH(tubular hydroforming)l &8 & 4 QUL 2
WAHEO J[UEQYU EH(ubel= F2 IFMAIIMEEE(HF-ERW, High Frequency Electric

Resistance Welding)22 HMZESI0 AME8tD USH, F2 XS AIRN E2CD AL T o2
Engine Cradlel} Instrumental Panel Beam S2 £ % ULt

gF 23 480 st I}Ei} —‘?’—594 e B MANSHA IHIE 2HE Y00
fﬂa}ki JIE ERW A0S 2IZE5IH {E MZEYEC2= AKUH0 QIAEE IHEE MX0 2R
2 MIJt HEA AT TS0l ?‘xﬂ Jls8 Bt EEAMZ EFEE FB(conical tube)2t H
FB(tailored tube) S8 M=ESII| RsiME JIE Jtsstl, Oetd Ol =2
SEa FE MXE fdide dold 0| E4H0l2tD 3L

= AF0AME oM 8 52 HZEE ol 3H pre-welding 2B welding2& o2
Ct. pre-~welding B2 WA= UO-#IE diA ®ig, Ot 822 2 3-Roll Bending 2 =
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2. 4ol BEEEY HX
2.1 pre-welding 23
2.1.1 yo-#y
Fig.12 UO-HIY 382 AIS5I0 13 A8E & RINQZ IS YA ZHS S50 &4
8 $83mm SH 1.4mm, 20| 2m@l SAPH38(30kgl/mMZ) S8 MEZ N, A8 =
15mmZ Ol SHO X&s 2F0ILF O ZYA SYO| FNEZ Msls =260, 2
2mBTO SEHE M AMAHE ¢ 6007 800tonS] DY AIF HRSEIHCE

Fig.1 U-O Bending Press and Formed Tube
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2.1.2 TYA Hg
Fig.2e ZdiA #HEZH(bending on press brake)22 58l2) TP ACR2 &S $80mm 5
N 1.6mm 20l 1.2mQl SEEME2 M, SPRC 35R(35kgi/m2) E2& 257 30mmol 2+28 JIXILL,
SPFC 590(60kgf/m'3d) Fe= g o JEAeF 2420 55760mmOIH SPRC 35R AT S0
Blol 2 282l 2t=28 =L
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(a) Press brake bending machine (b) SPRC 35R (c) SPFC 590
Fig.2 Press Brake Bending Machine and Formed Tubes
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(a) Roll forming machine (a) Sung-Woo Co., Ltd (b) HTIWAF SIZIHE
Fig.3 Roll Forming Machine and Tubes
2.1.4 3-Roll Bending
Fig.4= 3 roll bending ZXI2 H&E $105.4mm SMH 1.5 mm 20| 2m@l EE8E B0iFD
ULt SPRC 35R 4T §2&= 25mmS 228 JIALL, SPFC 590 AN F2= ADg oz 2130
57mmZ O0{¥s| 2 US FXIGHAUL
(a) 3 Roll Bending Machine (b) SPRC 35R (c) SPFC 590
Fig.4 3 Roll Bending Machine and Formed Tubes
2.1.5 Z&Z3
U-O BIS, press brake A&, CHE roll forming, 3 roll bending2l 421X 2HE 0I&8 SPRC
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35R £%S §2 HBMHAME 25730mme 2438 HPE & AU, SPFC 590 &M RE 48
OldE 507 60mmel 238 YACH SPRC 35R AX SELHEUALY 25730mme 222 dOIA
EYNINA 28 LEO0l 258 +F0IU2M, SPFC 590 AH

BEH FAZIN0F & 210ICH. X 3 roll bending2l AR, H8E
F29 238 40mm F=ZENX SE2SIACH

S99 507 60mme 232

dE8R=
lE ¥ +=HES SotH 60kgf/mz

2.2 Welding 33
Pre-weldingSE0IAM 2t S8 Ao T2 F8= SFXIZ 01540 oM SEECH =&
g §29 ST o 4kWS CO; ZI0IH S S AAGIACH BEENAZE A(RE40L/min)S A
2ol 8M&EEE 2.5m/minRACt Fig. 62 0N 2F &M % BFE FEE =2oF1 ULL
2ol SR ATEEE A= HMED HY SS& IT2XE EACH
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Fig.6 Laser Welding Tube and Hardness Distribution
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Fig.7 Edge and Welding Problems

HOoKH 22 BB TOERS HEXHO 2HAEES Fig.71 20| & edgeRo A& AL 0lA
Bt ROIE SHAE2 M8, EHEXIMA 2200 o122, HY OE DNs §2 J8&EX 2 8&
X2 A0 OIR{ MO 8Lt X0 o B ZUEX Y} LHSiEH=E 3L, Uz o 8§52 MY
0| JI=38t0, 3 roll bending X8 ARE HIYHE 2 A(taillored blank) 22 ZLIZ (conical) &
E OMA AF2E0 B £ Us FEQ QAL FE X 22X XUERE ZHEBIY Fig. 131 20l
S0 Xs A0 LME=0, OIEScH SHRo MHEs AXNE AEo|0F St AOIH 88 F2H0A
S 2HH2 X000 StAIRH, FESHE A S5 2F2 HRHE 2o 292X0 482 B30 OE
Efedgedo B} AME FHE [ YMol= T X, E8 AR B, TWMNH EY L= 2
Lol o8t AT BE S8 1NAHGI00F &L I2td 849 AT QIE AHES0N dOH 2&
SE 230 2HEHS =Xl SN FHEEXIIF 25T
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Fig. 13 Schematic Diagram of the Seam Line Gap and Seam Tracker
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UO-E 2, Press brake Bening, 3 Roli Bending &

= A= Roll Forming A8JIE 0/18%10 S84&S
ZECIYU2MH, 0l EEE N8 MAEGSIH LXUE2Z COH0IME 0/20t0f FEE MES & 2
= dAUGH HMSW 452 Hlusidt. £§ 245 42 Ad 8L FHAXE o6 &
M 484 g4 % d0Id 828 FE2E 0|28 YHY2 LM 482 A8 270t MES0iH, |t
22, s X SEEH0 JIUELH
2 Jl
SJIHARY HOIMSEMAHIED (F)L 010/ J&2HRAE ZE2EIH HFINLALR “THA
HATHEEI I ZHEAY S 2oz Wt EAAM SELE(tubing)llE, 20K S8 ¥ 2H
St HEII£S2 HYStD UCH, 2 =289 UWES 1XHE ¢3E 610 &8s Z2UE FHelst 2A40IC0H
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