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Fig. 1 CAD drawing of X-in-1 stator
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Table 1 Comparison of welding methods

Laser welding TIG welding
Quality (Q) X Spatter is O No spatter
generated
Cost (C) X Welding machines | O Welding machines
are expensive are inexpensive
Time (T) O High welding X Slow welding speed
speed
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Fig. 2 Progression of TIG welding
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Fig. 3 Conventional TIG welding process
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Fig. 5 All terminal simultaneous clamping jig
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Fig. 7 3D camera data
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Fig. 8 Welding defect
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Fig. 9 TIG welding equipment

Table 2 Comparison with JATCO welding method

Laser welding TIG welding
Quality (Q) | X Spatter is generated | O No spatter

Cost (C)

X Welding machines | O Welding machines are
are expensive inexpensive (approx. 1/5)
Time (T) | O High welding speed | O Production cycle time

is the same as for laser

welding
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