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KUNDANPASSAD UTVECKLING

Utveckling | nara samarbete med kunden
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TEKNOLOGIUTVECKLING




Fullstandigt MAShES-system med tva
NIT kameror pa ett Permanova WT04
med optiska komponenter fran SILL for
spektralanalys av lasersvetsprocess
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MASHES

Increased speed in steps [2-4-6 m/sec)

Decreasing root in steps

Lack of penetration
lmrease‘ melt pool size

6 m/min

Increasing root in steps Lack of penetration
Increase melt pool size
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MASHES LMD

CLAMIR ON

CLAMIR Real-time lasgf corttrol ON

No control

Reaktime laser cofitrdl OFF
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MASHES LIGHT
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RADICLE

Real-Time Dynamic Contr})l Sy{tem for Laser Welding
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RADICLE

* Process monitoring functionality
integrated in the Permanova
PermaTrack software

« Several process characteristics are
monitored and visualized in real-
time during the welding process

« Warning and alarms can be
automatically generated during
welding

« Advanced smoothing algorithms
easily applied for more robust
monitoring

Integration 1 WT04
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d PRODUKTIONZ2030

Weld joint laser beam offset Varying joint gap width
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VARGA

d PRODUKTION2030
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Fogfdljning av stumfog med WTO04
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TEKNOLOGIUTVECKLING

Teknoligioverforing fran forskning till industri
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PAGAENDE PROJEKT

« SAMw — Synergy for Additive Manufacturing using laser
beam heat source and wire
« Termisk historik och geometri
« Materialteknologi
* Processovervakning

« AdOpt — Flexibel styrning av laserprocesser for hoga
effekter med hjalp av deformerbara speglar
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PAGAENDE PROJEKT

 LAWA — Production friendly solutions for LAser Welding
of Aluminum

« Svetsning med oscillerande optik for att undvika porer och
sprickbildning
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Thanks for your attention!
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