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Description

BACKGROUND OF THE INVENTION

1. Field of the Invention

[0001] The invention relates to a stator of a rotary elec-
tric machine, which includes a stator core and a stator
coil wound around the stator core, and a method of man-
ufacturing a stator coil.

2. Description of Related Art

[0002] In the related art, a segment conductor type sta-
tor in which a stator coil is configured by joining a plurality
of segment coils to each other is known. For example,
Japanese Unexamined Patent Application Publication
No. 2015-201966 (JP 2015-201966 A) discloses a tech-
nique to configure a stator coil by inserting a segment
coil having a U-shape into each slot of a stator core and
then welding an end portion of the segment coil to an end
portion of another segment coil (in the specification, the
term "U-shape" includes the meaning of an "approximate
U-shape").
[0003] As types of welding when joining segment coils
to each other, tungsten inert gas (TIG) welding, laser
welding, or the like is known. The TIG welding is a type
of arc welding using electricity. The TIG welding is heat
conduction type welding in which the surface of a material
generates heat due to the collision of electrons and a
molten pool grows due to the conduction of the heat of
the surface. In the TIG welding, a heat-affected range is
wide, and therefore, in a case of welding a segment coil
with the TIG welding, a peeled portion in which an insu-
lating film is peeled off for joining, of the segment coil,
has to be enlarged. Enlarging the peeled portion in which
the insulating film is peeled off is disadvantageous for
the downsizing of a stator.
[0004] The laser welding is to melt and join a material
by increasing the temperature of the material to a tem-
perature equal to or higher than a melting point with a
laser having high energy density. In the laser welding,
solely a reachable range of the laser energy rises in tem-
perature and a thermal influence on other places is small.
For this reason, in a case of welding a segment coil with
the laser welding, it is possible to reduce a heat-affected
range while a sufficient joining area is secured. There-
fore, it is possible to make the peeled portion smaller,
and as a result, it is possible to downsize a stator.

SUMMARY OF THE INVENTION

[0005] The peeled portion of the segment coil is welded
to another peeled portion. A joining region that is joined
to another peeled portion and a non-joining region that
is not joined to another peeled portion are present in the
joining surface, which faces another peeled portion, of
the peeled portion. The boundary between the joining

region and the non-joining region is a joining boundary.
In the case of the laser welding, the joining boundary
tends to have an uneven shape having a plurality of
peaks.
[0006] The reason why the joining boundary tends to
have the uneven shape having the peaks is that when
the laser welding is performed, a laser light is oscillated
so as to repeatedly straddle the boundary between two
overlapped peeled portions. As a result of the oscillation,
the reaching depth of the laser energy in the joining sur-
face changes, and thus the joining boundary has the un-
even shape. As described above, in a case where the
joining boundary has the uneven shape having the
peaks, a stress intensity factor of a joined portion increas-
es, and thus cracking or deterioration of the joined portion
easily occurs. In the case described above, it is difficult
to secure the joining strength of the segment coil.
[0007] The invention provides a stator of a rotary elec-
tric machine and a method of manufacturing a stator coil,
in which it is possible to further improve the joining
strength between segment coils.
[0008] A first aspect of the invention relates to a stator
of a rotary electric machine. The stator includes: a stator
core; and a stator coil wound around the stator core. The
stator coil includes a first segment coil and a second seg-
ment coil. A first peeled portion that is present in an end
portion of the first segment coil is joined to a second
peeled portion of the second segment coil, and at least
one recess portion is provided in a joining surface of the
first peeled portion faces the second peeled portion.
[0009] With the stator according to the first aspect of
the invention, the shape of an end portion of a welded
portion when two peeled portions have been welded to
each other is controlled by the recess portion. In this way,
a stress intensity factor of the welded portion is lowered,
and thus cracking or breakage of the welded portion can
be effectively reduced. As a result, it is possible to further
improve joining strength between the first segment coil
and the second segment coil.
[0010] In the stator according to the first aspect of the
invention, the joining surface may include a joining region
where the first segment coil is joined to the second seg-
ment coil, and a non-joining region where the first peeled
portion and the second peeled portion face each other
without joining of the first segment coil and the second
segment coil, and the recess portion may be present in
the vicinity of a joining boundary that is a boundary be-
tween the joining region and the non-joining region.
[0011] With the stator according to the first aspect of
the invention, the recess portion is formed in the vicinity
of the joining boundary, whereby it is possible to more
reliably make the shape of the end portion of the welded
portion, that is, the shape of the joining boundary, a shape
with a smaller stress intensity factor. As a result, it is
possible to more reliably improve the joining strength be-
tween the first segment coil and the second segment coil.
[0012] In the stator according to the first aspect of the
invention, the joining region may be located further on
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the outside of the stator coil than the non-joining region
in an axial direction of the stator.
[0013] With the stator according to the first aspect of
the invention, welding energy for welding the peeled por-
tion (for example, laser energy during laser welding) can
be applied from the outside of the stator coil in the axial
direction of the stator, and therefore, it is possible to sup-
press interference between the welding energy and other
members.
[0014] In the stator according to the first aspect of the
invention, the recess portion may have a linear or arc
shape and extends in a direction crossing the axial di-
rection (in the specification, the term "arc shape" includes
the meaning of an "approximate arc shape").
[0015] With the stator according to the first aspect of
the invention, during welding, variation in the reaching
depth of the welding energy (for example, laser energy
during laser welding) in the joining surface can be ab-
sorbed by the recess portion, and thus it is possible to
further reduce the stress intensity factor of the joining
boundary.
[0016] In the stator according to the first aspect of the
invention, a plurality of the recess portions may be pro-
vided in the joining surface, and the recess portions may
be provided such that the recess portions are arranged
at intervals in the axial direction.
[0017] With the stator according to the first aspect of
the invention, even though the amplitude of variation in
the reaching depth of the welding energy is large or the
reaching depth deviates from an estimate, it can be ab-
sorbed by the recess portions, and thus it is possible to
more reliably reduce the stress intensity factor of the join-
ing boundary.
[0018] In the stator according to the first aspect of the
invention, at least one recess portion may be present in
a surface of the second peeled portion that faces the
recess portion of the first peeled portion.
[0019] A second aspect of the invention relates to a
method of manufacturing a stator coil. The method in-
cludes: forming a first peeled portion at an end portion
of a first segment coil that is included in the stator coil,
and also forming at least one recess portion in the first
peeled portion, an insulating film of the first segment coil
that is peeled off in the first peeled portion; and welding
the first peeled portion to a second peeled portion such
that the recess portion faces the second peeled portion,
in a state where the first peeled portion overlaps the sec-
ond peeled portion, the second peeled portion being at
an end portion of a second segment coil that is included
in the stator coil.
[0020] With the method according to the second aspect
of the invention, the shape of an end portion of a welded
portion when two peeled portions have been welded to
each other is controlled by the recess portion. In this way,
a stress intensity factor of the welded portion is lowered,
and thus cracking or breakage of the welded portion can
be effectively reduced. As a result, it is possible to further
improve the joining strength between the first segment

coil and the second segment coil.
[0021] In the method according to the second aspect
of the invention, the first peeled portion and the second
peeled portion may be welded to each other with laser
welding.
[0022] With the method according to the second aspect
of the invention, due to the welding with the laser welding,
it is possible to minimize a thermal influence on portions
other than the welded portion. For this reason, it is pos-
sible to minimize the peeled portion, and thus it is possible
to downsize the stator.
[0023] In the method according to the second aspect
of the invention, in the laser welding, a laser light may
have laser energy that melts materials of the first peeled
portion and the second peeled portion, and the recess
portion may be formed in the vicinity of an end portion of
a range of each of the first peeled portion and the second
peeled portion, and the laser energy may reach the range
of each of the first peeled portion and the second peeled
portion.
[0024] With the method according to the second aspect
of the invention, it is possible to more reliably make the
shape of an end portion of the welded portion a shape
with a smaller stress intensity factor. As a result, it is
possible to more reliably improve the joining strength be-
tween the first segment coil and the second segment coil.
[0025] In the method according to the second aspect
of the invention, in the laser welding, a laser light may be
emitted from an outside of the stator coil in an axial di-
rection of a stator to which the stator coil is assembled,
and oscillated so as to repeatedly straddle a boundary
where the first peeled portion and the second peeled por-
tion overlap each other.
[0026] With the method according to the second aspect
of the invention, it is possible to reliably melt a material
around the joining surface and to reliably join the two
peeled portions to each other.
[0027] With the stator and the method according to the
first and second aspects of the invention, the shape of
the end portion of the welded portion when the two peeled
portions have been welded to each other is controlled by
the recess portion. In this way, the stress intensity factor
of the welded portion is lowered, and thus cracking or
breakage of the welded portion can be effectively re-
duced. As a result, it is possible to further improve the
joining strength between the first segment coil and the
second segment coil.

BRIEF DESCRIPTION OF THE DRAWINGS

[0028] Features, advantages, and technical and indus-
trial significance of exemplary embodiments of the inven-
tion will be described below with reference to the accom-
panying drawings, in which like numerals denote like el-
ements, and wherein:

FIG. 1 is a partial perspective view of a stator of a
rotary electric machine;
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FIG. 2 is a diagram showing an example of a seg-
ment coil;
FIG. 3 is a diagram showing a periphery of a peeled
portion;
FIG. 4 is a view of the periphery of the peeled portion
as viewed from an arrow IV in FIG. 3;
FIG. 5 is a schematic sectional view taken along line
V-V in FIG. 3;
FIG. 6 is a diagram in which the illustration of the
segment coil on the near side in FIG. 3 is omitted;
FIG. 7 is an image diagram describing a relationship
between a reachable range of laser energy and a
welding region;
FIG. 8 is another image diagram describing the re-
lationship between the reachable range of laser en-
ergy and the welding region;
FIG. 9 is a diagram showing results of the experiment
in which joining strength of the peeled portion is
measured;
FIG. 10 is a flowchart showing a flow of manufactur-
ing of a stator coil;
FIG. 11 is a diagram showing another example of a
recess portion;
FIG. 12 is a diagram showing another example of
the recess portion;
FIG. 13 is a diagram showing another example of
the recess portion;
FIG. 14 is a diagram showing another example of
the recess portion;
FIG. 15 is a diagram showing another example of
the recess portion;
FIG. 16 is a diagram showing an example of another
stator coil; and
FIG. 17 is a diagram showing an example of a peeled
portion in the related art.

DETAILED DESCRIPTION OF EMBODIMENTS

[0029] Hereinafter, the configuration of a stator 10 of
a rotary electric machine will be described with reference
to the drawings. FIG. 1 is a partial perspective view of
the stator 10 of the rotary electric machine. In the follow-
ing description, a "circumferential direction", an "axial di-
rection", and a "radial direction" respectively refer to a
circumferential direction, an axial direction, and a radial
direction of the stator 10.
[0030] The stator 10 is combined with a rotor to con-
figure a rotary electric machine. The rotary electric ma-
chine to which the stator 10 is applied is not particularly
limited and may be used as an electric motor or may be
used as a power generator. For example, the stator 10
may be applied to a rotary electric machine that is mount-
ed on an electrified vehicle and functions as an electric
motor that generates power for traveling and also func-
tions as a power generator that generates electric power
with a braking force or the like.
[0031] The stator 10 has a stator core 12 and a stator
coil 14 wound around the stator core 12. The stator core

12 is a cylindrical member and includes an annular yoke
and a plurality of teeth 18 protruding in the radial direction
from the inner peripheral surface of the yoke (in the spec-
ification, the term "cylindrical member" includes the
meaning of an "approximately cylindrical member"). The
teeth 18 are arranged at a predetermined interval in the
circumferential direction, and a slot 16 that is a space
into which the stator coil 14 is inserted is formed between
two teeth 18 adjacent to each other. The stator core 12
is composed of a plurality of electromagnetic steel sheets
(for example, silicon steel sheets) laminated in the axial
direction. The electromagnetic steel sheets are posi-
tioned and joined to each other to configure the stator
core 12.
[0032] The stator coil 14 is configured by winding a
winding around the teeth 18. A winding method and a
connection method of the stator coil 14 may be appro-
priately and freely changed. Therefore, the stator coil 14
may be wound in distributed winding or may be wound
in concentrated winding. In the stator coil 14, three-phase
coils may be star-connected or may be delta-connected.
[0033] The stator coil 14 of this embodiment is config-
ured with a segment coil 20 composed of a first segment
coil 20a and a second segment coil 20b joined to each
other.
[0034] FIG. 2 is a diagram showing an example of the
segment coil 20. The segment coil 20 is formed by bend-
ing and shaping a rectangular conductor having a rec-
tangular cross section and covered with an insulating film
(indicated by cross hatching in the drawing) into a U-
shape (in the specification, the term "rectangular cross
section" includes the meaning of an "approximately rec-
tangular cross section"). The segment coil 20 has a pair
of straight portions 24 and a connecting portion 22 con-
necting the straight portions 24, in a stage before the
segment coil 20 is assembled to the stator core 12.
[0035] When the segment coil 20 is assembled to the
stator core 12, the straight portions 24 are inserted into
the slots 16, respectively. In this way, the connecting por-
tion 22 extends in the circumferential direction so as to
straddle one or more teeth 18 on a second end side in
the axial direction of the stator core 12. After the straight
portion 24 is inserted into the slot 16, the straight portion
24 is bent in the circumferential direction in the middle,
as shown by a two-dot chain line in FIG. 2. In this way,
the straight portion 24 is made so as to have a portion
extending in the axial direction in the slot 16, and a portion
extending in the circumferential direction on a first end
side in the axial direction of the stator core 12. The portion
extending in the circumferential direction configures a
part of a coil end portion. In the following, the bending
for making the segment coil 20 have a U-shape is referred
to as "primary bending", and the bending that is per-
formed after the segment coil 20 is assembled to the
stator core 12 is referred to as "secondary bending".
[0036] A first peeled portion 26a and a second peeled
portion 26b, in which the rectangular conductor is ex-
posed to the outside by peeling off the insulating film, are
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formed at end portions of the first segment coil 20a and
the second segment coil 20b, respectively. An edge at a
first end in the width direction of each of the first peeled
portion 26a and the second peeled portion 26b, that is,
an edge that is an outer edge in the axial direction when
each of the first segment coil 20a and the second seg-
ment coil 20b has been secondarily bent, is formed in an
outwardly convex arc shape. In FIG. 2, an example in
which both the straight portions 24 are secondarily bent
inward in the circumferential direction is shown. For this
reason, both the first peeled portion 26a and the second
peeled portion 26b are formed in an arc shape at the
outer edges in a width direction. However, each straight
portion 24 may be secondarily bent to the opposite side
(outward in the circumferential direction). In the case de-
scribed above, the shape of the end portions in the width
direction of each of the first peeled portion 26a and the
second peeled portion 26b may also be appropriately
changed according to a direction of the secondary bend-
ing.
[0037] The first peeled portion 26a of the first segment
coil 20a is welded and joined to the second peeled portion
26b of the second segment coil 20b after the secondary
bending. The configuration of the periphery of the first
peeled portion 26a and the second peeled portion 26b
will be described with reference to FIG. 3 to FIG. 6. FIG.
3 is a diagram showing the periphery of the first peeled
portion 26a and the second peeled portion 26b joined to
each other. FIG. 4 is a view of the periphery of the first
peeled portion 26a and the second peeled portion 26b
as viewed from a direction of an arrow IV in FIG. 3 (the
axial direction). FIG. 5 is a schematic sectional view taken
along line V-V in FIG. 3. FIG. 6 is a diagram in which the
illustration of the first segment coil 20a on the near side,
of the first segment coil 20a and the second segment coil
20b to be joined to each other, is omitted.
[0038] As shown in FIG. 4, the first peeled portion 26a
and the second peeled portion 26b are welded and joined
to each other in a state of being overlapped in a thickness
direction of the peeled portion. In this case, the first
peeled portion 26a and the second peeled portion 26b
overlap such that the arc-shaped edge portions of the
first peeled portion 26a and the second peeled portion
26b coincide with each other, as shown in FIG. 3. In the
following, the surface of the first peeled portion 26a,
which faces and is joined to the second peeled portion
26b, is referred to as a "joining surface 30".
[0039] Solely a portion on the upper side of the joining
surface 30 is joined to the second peeled portion 26b. In
the following, a region that is joined to the second peeled
portion 26b is referred to as a "joining region Ew". In FIG.
6, dark black hatching indicates the joining region Ew. A
region of the joining surface 30, which faces the second
peeled portion 26b but is not joined to the second peeled
portion 26b, is referred to as a "non-joining region En".
In FIG. 6, thin black hatching indicates the non-joining
region En.
[0040] In this embodiment, a recess portion 32 re-

cessed in the thickness direction is provided in the vicinity
of a boundary, that is, a joining boundary, between the
joining region Ew and the non-joining region En in the
joining surface 30. The recess portion 32 has an arc
shape that is convex downward in the axial direction, as
shown in FIG. 6. Both ends of the recess portion 32 reach
the upper end edge of the second peeled portion 26b (a
first end in the width direction of the second segment coil
20b). The recess portion 32 is provided in order to make
the joining boundary smooth, and this will be described
later.
[0041] Welding of the first peeled portion 26a and the
second peeled portion 26b is performed by laser welding.
Due to the welding with the laser welding, a range in
which the insulating film is peeled off, that is, the first
peeled portion 26a and the second peeled portion 26b
can be reduced, and thus the stator 10 can be downsized.
That is, as a welding form, in addition to the laser welding,
arc welding, particularly TIG welding, or the like is known.
The TIG welding is heat conduction type welding in which
the surface of a material generates heat and a molten
pool grows due to the conduction of the heat of the sur-
face. In the TIG welding, a heat-affected range is wide,
and therefore, in a case of welding the first segment coil
20a and the second segment coil 20b with the TIG weld-
ing, the first peeled portion 26a and the second peeled
portion 26b, in which the insulating films are peeled off,
of the first segment coil 20a and the second segment coil
20b, have to be enlarged. This hinders the downsizing
of the stator 10. On the other hand, in the laser welding,
a material is melted and joined by increasing the temper-
ature of the material to a temperature equal to or higher
than a melting point (partly, a temperature equal to or
higher than a boiling point) with a laser having high en-
ergy density. In the laser welding, solely a range where
the laser energy having sufficient intensity has actually
reached is melted, and the thermal influence on other
portions is small. For this reason, in a case of welding
the first segment coil 20a and the second segment coil
20b with the laser welding, the insulating film needs to
be peeled off solely in the vicinity of a portion to be weld-
ed. As a result, it is possible to make the first peeled
portion 26a and the second peeled portion 26b smaller,
and eventually, it is possible to downsize the stator 10.
[0042] Here, when performing the laser welding, a la-
ser light L is emitted toward the first peeled portion 26a
and the second peeled portion 26b from the outside in
the axial direction, as indicated by a broken line in FIG.
5. When performing the laser welding, the laser light L is
oscillated so as to repeatedly traverse the boundary be-
tween the first peeled portion 26a and the second peeled
portion 26b that are overlapped. In FIG. 4, a two-dot chain
line indicates a movement locus Tl of the laser light L. In
the example of FIG. 4, the laser light L two-dimensionally
moves along the movement locus Tl such as a locus
formed by ellipses connected continuously. However, the
movement locus Tl shown here is an example, and as
long as it is a movement locus that repeatedly traverse
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the boundary between the first peeled portion 26a and
the second peeled portion 26b, it may be a zigzag shape,
a wave shape, or the like.
[0043] In any case, the optical axis of the laser light L
repeats approach and separation with respect to the
boundary between the first peeled portion 26a and the
second peeled portion 26b in the course of moving in a
long axial direction of the first segment coil 20a and the
second segment coil 20b (the right-left direction in FIG.
4). As a result, a reaching depth of the laser energy in
the joining surface 30 changes according to the positions
in the long axial direction of the first segment coil 20a
and the second segment coil 20b. That is, at a position
Pa where the optical axis of the laser light L passes just
above the boundary between the first peeled portion 26a
and the second peeled portion 26b, the reaching depth
of the laser energy in the joining surface 30 becomes
deeper. On the other hand, at a position Pb where the
optical axis of the laser light L is separated from the
boundary between the first peeled portion 26a and the
second peeled portion 26b, the reaching depth of the
laser energy in the joining surface 30 becomes shallower.
That is, variation in the reaching depth of the laser energy
in the joining surface 30 easily occurs.
[0044] Here, in a case where the recess portion 32 is
not present in the joining surface 30, the reachable range
of the laser energy is a range in which a material is melted
and joined. Then, in a case where the recess portion 32
is not present in the joining surface 30, the joining bound-
ary that is the boundary between the joining region Ew
and the non-joining region En has an uneven shape hav-
ing a plurality of peaks. FIG. 17 is a diagram showing an
example of the joining region Ew and the non-joining re-
gion En in a case where the recess portion 32 is not
present in the joining surface 30. As shown in FIG. 17,
an end portion (a joining boundary) of the joining region
Ew where a material is melted and joined to the second
peeled portion 26b has the uneven shape in which re-
peated peaks are generated. As described above, when
the joining boundary has the uneven shape, a stress in-
tensity factor increases, and thus cracking or breakage
of a welded portion easily occurs. As a result, it becomes
difficult to secure coil joining strength.
[0045] In this embodiment, in order to make the joining
boundary have a shape with few peaks, the recess por-
tion 32 is provided in the vicinity of an end portion of the
reachable range of the laser energy in the joining surface
30. Of course, a material does not exist in the interior of
the recess portion 32. Therefore, even though the laser
energy reaches the recess portion 32, a material is in a
"vain attempt" without welding. Then, in this way, the join-
ing boundary has a smooth shape with few peaks, and
thus it becomes easy to secure the coil joining strength.
[0046] This will be described with reference to FIG. 7
and FIG. 8. FIG. 7 and FIG. 8 are enlarged views of the
periphery of the recess portion 32. In FIG. 7 and FIG. 8,
a broken line indicates the end portion of the reachable
range of the laser energy capable of melting a material.

As described above, the reaching depth of the laser en-
ergy has variation, and therefore, the end portion of the
reachable range of the laser energy has the uneven
shape having the peaks, as indicated by a broken line in
FIG. 7. Originally, the material of the joining surface 30
melts along the uneven shape. However, as shown in
FIG. 7, in a case where the amplitude of the end portion
of the reachable range of the laser energy falls within the
width of the recess portion 32, in the joining surface 30,
solely the material on the upper side of the recess portion
32 melts and the material on the lower side of the recess
portion 32 does not melt. A material does not exist within
the width of the recess portion 32, naturally, a material
does not melt within the width of the recess portion 32.
As a result, the boundary (joining boundary) between the
joining region Ew and the non-joining region En is in ac-
cordance with the shape of the recess portion 32. Here,
the recess portion 32 has the smooth shape without the
peaks, and therefore, the obtained joining boundary (the
end portion of the joining region Ew) also has the smooth
shape without the peaks. As a result, the stress intensity
factor in the joining boundary can be suppressed to a
small value, and thus it is possible to secure the joining
strength with sufficient strength.
[0047] Of course, as shown in FIG. 8, it is also con-
ceivable that some of the laser energy does not reach
the recess portion 32 or protrudes further toward the back
side than the recess portion 32. However, even in the
case described above, most of the end portion of the
joining region Ew is in accordance with the shape of the
recess portion 32. Therefore, even in the case described
above, the stress intensity factor can be reduced as com-
pared with a case where there is no recess portion 32,
and thus the joining strength can be further increased.
[0048] As is apparent from the above description, the
recess portion 32 is provided in order to control the shape
of the joining boundary. Then, in order to more reliably
control the joining boundary, it is desirable that the width
D (refer to FIG. 7) of the recess portion 32 is equal to or
larger than the amplitude A of the end portion of the reach-
able range of the laser energy. However, of course, even
though the width D of the recess portion 32 is smaller
than the amplitude A of the end portion of the reachable
range of the laser energy, the stress intensity factor can
be reduced as compared with a case where there is no
recess portion 32, as shown in FIG. 8. The depth of the
recess portion 32 is not limited. However, it is desirable
that the depth of the recess portion 32 is set to a depth
to the extent that the surrounding material does not over-
flow even though it melts and flows and to the extent that
the strength of the first peeled portion 26a and the second
peeled portion 26b can be sufficiently maintained. The
sectional shape of the recess portion 32 may be a rec-
tangular shape, as shown in FIG. 5, or may be a mountain
shape, a semicircular shape, or the like.
[0049] FIG. 9 is a diagram showing the results of the
experiment in which the joining strength of the first peeled
portion 26a and the second peeled portion 26b is meas-
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ured. In the experiment, stress is repeatedly applied to
the first peeled portion 26a and the second peeled portion
26b, and the number of times of stress application until
the joining is destroyed is measured. In FIG. 9, the vertical
axis represents the average value of the stress applied
to the first peeled portion 26a and the second peeled
portion 26b, and the horizontal axis represents the
number of times of stress application. The scale on the
horizontal axis is a logarithmic scale, as is apparent from
the interval between auxiliary lines. In FIG. 9, black tri-
angles represent the experimental results of the first
peeled portion 26a and the second peeled portion 26b
in which the recess portion 32 is not provided, and white
circles represent the experimental results of the first
peeled portion 26a and the second peeled portion 26b
in a case where the recess portion 32 is provided.
[0050] As shown in FIG. 9, in a case where the recess
portion 32 is not provided (the black triangle), there is
large variation in the number of times of stress application
until joint breakage occurs. It is thought that this is be-
cause the shape of the joining boundary is not controlled,
so that the magnitude of the stress intensity factor tends
to be influenced by chance. On the other hand, in a case
where the recess portion 32 is provided (the white circle),
the number of times of stress application until joint break-
age occurs greatly increases as compared with a case
where the recess portion 32 is not provided (the black
triangle). Further, variation in the number of times of
stress application is also small. It is thought that this is
because the shape of the joining boundary is controlled
by the recess portion 32 to a shape having a small stress
intensity factor. In any case, as is apparent from FIG. 9,
by providing the recess portion 32, it is possible to main-
tain the joining strength higher.
[0051] The flow of manufacturing of the stator coil 14
will be described with reference to FIG. 10. FIG. 10 is a
flowchart showing the flow of manufacturing of the stator
coil 14. In the manufacturing of the stator coil 14, first,
the segment coil 20 is manufactured. In order to manu-
facture the segment coil 20, first, a coil material is cut to
a predetermined length (S10). The coil material is a long
rectangular conductor coated with an insulating film. The
coil material is cut to a length needed for the segment
coil 20. At this time, the end portions of the segment coil
20 are cut so as to have a desired shape, that is, to have
an arc shape at a first end in the width direction.
[0052] The insulating film is peeled off from the end
portions of the segment coil 20 (S12). When the insulating
film can be peeled off, the recess portion 32 is formed in
the surface that serves as the joining surface 30, of the
first peeled portion 26a and the second peeled portion
26b (S14). The recess portion 32 can be formed by, for
example, cutting, laser processing, or the like. Next, the
segment coil 20 is primarily bent so as to have a U-shape
(S16). The primary bending can be realized, for example,
by pressing the segment coil 20 against a predetermined
die or by bending it using a dedicated roller.
[0053] When the primary bending processing is com-

pleted on the segment coil 20, subsequently, the ob-
tained segment coil 20 is assembled to the stator core
12 (S18). That is, the straight portions 24 are inserted
into the slots 16 of the stator core 12. Then, portions of
the straight portions 24, which protrude from the first end
in the axial direction of the stator core 12, are secondarily
bent in the circumferential direction in order to form a coil
end (S20). Then, the first peeled portion 26a of the first
segment coil 20a is overlapped with the corresponding
second peeled portion 26b of the second segment coil
20b in the thickness direction.
[0054] When the above state is obtained, the first
peeled portion 26a and the second peeled portion 26b
overlapping each other in the thickness direction are
joined to each other with laser welding (S22). That is, a
laser light is emitted toward the first peeled portion 26a
and the second peeled portion 26b overlapping each oth-
er in the thickness direction from the outside in the axial
direction, so that the materials of the first peeled portion
26a and the second peeled portion 26b are melted and
joined to each other. At this time, the output of the laser
light is adjusted such that the reaching end portion of the
laser energy capable of melting the material in the joining
surface 30 is in the vicinity of the recess portion 32. Then,
in this way, the shape of the joining boundary on the
joining surface 30 is controlled by the recess portion 32.
As a result, the stress intensity factor of the joining bound-
ary becomes small, and thus the joining strength between
the first segment coil 20a and the second segment coil
20b can be maintained at a high level.
[0055] All the steps other than the step (S14) of forming
the recess portion 32 are steps adopted in the manufac-
turing process of the related art as well. In other words,
the stator coil 14 of this embodiment is obtained solely
by adding the step of forming the recess portion 32. That
is, according to the manufacturing method of this embod-
iment, as described above, the joining strength of the coil
can be greatly improved as compared with the related
art, while the amount of change in the manufacturing pro-
cedure can be reduced.
[0056] The configuration described so far is an exam-
ple, and other configurations may be appropriately
changed as long as the recess portion 32 is provided in
the joining surface 30 of the first peeled portion 26a. For
example, in the above description, solely one recess por-
tion 32 is provided. However, the number of the recess
portions 32 may be plural. For example, as shown in FIG.
11, a plurality of buffer grooves 32a functioning as the
recess portions 32 may be arranged in the axial direction
(that is, a direction parallel to the optical axis of the laser
light). As described above, the buffer grooves 32a (the
recess portions 32) are arranged in the axial direction,
so that the amplitude of the reaching end portion of the
laser energy, which does not enter into one buffer groove
32a, can enter into another buffer groove 32a. In this
way, even in a case where the amplitude of the variation
in the reaching depth of the laser energy is large, the
joining boundary can be appropriately controlled, and
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thus the joining strength can be maintained at a higher
level.
[0057] The recess portion 32 does not need to extend
to the end portion of the first peeled portion 26a, and as
shown in FIG. 12, a gap may be present between each
of both ends of the buffer groove 32a functioning as the
recess portion 32 and the upper end edge of the first
peeled portion 26a. By making the buffer groove 32a
have a shape in which the buffer groove 32a does not
reach the end portion of the first peeled portion 26a, it is
possible to suppress a decrease in strength due to the
buffer groove 32a.
[0058] In the above description, the recess portion 32
is made to be a groove having a constant width. However,
the recess portion 32 may be a small recess portion that
does not have a groove shape. Then, a plurality of small
recess portions may be provided such that the small re-
cess portions are arranged at intervals or without an in-
terval along the joining boundary. In FIG. 13, a plurality
of circular small recess portions 32b (the recess portions
32) is arranged without an interval along the joining
boundary. With the configuration as described above, it
is possible to widen the width of the recess portion 32,
and thus it is possible to more reliably absorb variation
in the reaching depth of the laser energy.
[0059] The recess portion 32 does not need to extend
linearly. For example, as shown in FIG. 14, the recess
portion 32 may include two small recess portions 32b
provided to be separated from each other. The small re-
cess portion 32b as described above may be provided,
for example, in a place where stress acting on the first
peeled portion 26a easily concentrates. The recess por-
tion 32 may have a plurality of grooves 32c arranged in
a lattice pattern, as shown in FIG. 15. By forming the
grooves 32c in a lattice pattern, it is possible to reduce
both the unevenness in the longitudinal direction and the
unevenness in the lateral direction of the joining bound-
ary. By forming the grooves 32c in a lattice pattern, the
material melted under the laser energy easily stays in
the grooves 32c without dropping down.
[0060] In the above description, the edges of the first
peeled portion 26a and the second peeled portion 26b,
which are located on the outer side in the axial direction
during the laser welding, have an arc shape. However,
the shapes of the first peeled portion 26a and the second
peeled portion 26b may be appropriately changed. For
example, as shown in FIG. 16, a configuration may be
made in which the first peeled portion 26a and the second
peeled portion 26b are bent outward in the axial direction
in a state of having a rectangular shape and in this state,
the first peeled portion 26a and the second peeled portion
26b are welded to each other. Even in the case described
above, the recess portion 32 is provided in the joining
surface 30 of the first peeled portion 26a, which faces
the second peeled portion 26b. The shape of the recess
portion 32 is not particularly limited. However, for exam-
ple, the recess portion 32 can be made to be a groove
extending in a direction crossing the axial direction, as

shown by a broken line in FIG. 16. In the above descrip-
tion, a case of performing welding with laser welding has
been described as an example. However, the segment
coil may be welded in other forms.
[0061] The embodiment of the invention has been de-
scribed in detail above. However, the invention is not
limited to the embodiment described above, and various
modifications or changes can be made within the scope
of the gist of the invention as stated in the claims.

Claims

1. A stator (10) of a rotary electric machine, the stator
comprising:

a stator core (12); and
a stator coil (14) wound around the stator core
(12), wherein:

the stator coil (14) includes a first segment
coil (20a) and a second segment coil (20b);
a first peeled portion (26a) that is present in
an end portion of the first segment coil (20a)
is joined to a second peeled portion (26b)
of the second segment coil (20b); and
at least one recess portion (32) is provided
in a joining surface (30) of the first peeled
portion (26a) that faces the second peeled
portion (26b).

2. The stator (10) according to claim 1, wherein:

the joining surface (30) includes

a joining region (Ew) where the first seg-
ment coil (20a) is joined to the second seg-
ment coil (20b), and
a non-joining region (En) where the first
peeled portion (26a) and the second peeled
portion (26b) face each other without joining
of the first segment coil (20a) and the sec-
ond segment coil (20b); and

the recess portion (32) is present in a vicinity of
a joining boundary that is a boundary between
the joining region (Ew) and the non-joining re-
gion (En).

3. The stator (10) according to claim 2, wherein the
joining region (Ew) is located further on an outside
of the stator coil (14) than the non-joining region (En)
in an axial direction of the stator.

4. The stator (10) according to claim 3, wherein the
recess portion (32) has a linear or arc shape and
extends in a direction crossing the axial direction.
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5. The stator (10) according to claim 4, wherein a plu-
rality of the recess portions (32) is provided in the
joining surface (30), and the recess portions (32) are
provided such that the recess portions (32) are ar-
ranged at intervals in the axial direction.

6. The stator (10) according to claim 1, wherein at least
one recess portion (32) is present in a surface of the
second peeled portion (26b) that faces the recess
portion (32) of the first peeled portion (26a).

7. A method of manufacturing a stator coil (14), the
method comprising:

forming a first peeled portion (26a) at an end
portion of a first segment coil (20a) that is includ-
ed in the stator coil (14), and also forming at
least one recess portion (32) in the first peeled
portion (26a), an insulating film of the first seg-
ment coil (20a) that is peeled off in the first
peeled portion (26a); and
welding the first peeled portion (26a) to a second
peeled portion (26b) such that the recess portion
(32) faces the second peeled portion (26b), in a
state where the first peeled portion (26a) over-
laps the second peeled portion (26b), the sec-
ond peeled portion (26b) being at an end portion
of a second segment coil (20b) that is included
in the stator coil (14).

8. The method according to claim 7, wherein the first
peeled portion (26a) and the second peeled portion
(26b) are welded to each other with laser welding.

9. The method according to claim 8, wherein:

in the laser welding, a laser light has laser energy
that melts materials of the first peeled portion
(26a) and the second peeled portion (26b); and
the recess portion (32) is formed in a vicinity of
an end portion of a range of each of the first
peeled portion (26a) and the second peeled por-
tion (26b), and the laser energy reaches the
range of each of the first peeled portion (26a)
and the second peeled portion (26b).

10. The method according to claim 8 or 9, wherein in the
laser welding, a laser light is emitted from an outside
of the stator coil (14) in an axial direction of a stator
to which the stator coil (14) is assembled, and oscil-
lated so as to repeatedly straddle a boundary where
the first peeled portion (26a) and the second peeled
portion (26b) overlap each other.
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