ZH A2 AxFAd dolA e CO; Laser £3 A&
Application of COz Laser Welding Technology in Stainless Steels Manufacturing
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Table 1 3 Z& AlFE ZHE Laser €475 AME-3l] 3 ~ 6 mm S7¢ STS 304(18
Cr-8 Ni), 430(17 Cr) %, 2 9 vlaEA ) sl EPAEL AL &L 5 kW =
AR, §HEEE= 1.0 ~ 3.0 mpm, Filler 2Folol(Y 308, 0.9 mm Dia) TFEEE 10
~ 35 mpm, Gap < 0.1 ~ 03 mm & Z+Z} H3IAF ) olm) Assist gas (Center 2 Side
gas) © He & A8, #9240 ¢/min 2 Ao 33 2 -z e AP &
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&8 ol ZAdA Filler gholole] AME-22 g3ty A3l ZYHe] Gap W3t
wE _g_od EANQL AERNY Fig. 1 & ¥4 32 mm ¢ STS 430 7ol i3l Filler 9fo]oj &
AH8EAl 3, 01 ~ 03 mm Gap ZANA Y §48& 2 SHFE dAFH(0)3 @A)
H3tE A ‘)rEHH Aoty Gap ©] F7Hgel wet §9& 2 g o] dAN3] #AH,
53 01 mm ¢ Gap AdAME P/T <1 9 E¢d §421Ye ¢ & Utk 23y 59
Gap =79 A Filler 9ol & AH8-3 9+ Fig. 2 oA Hiule) o] €989 02 mm
Gap 7HA = P/T > 1 o €4 841x1¢ JYerdoh geix] A8 A o= Filler 9holoj9]
Al8-o] E71H3}e], & Filler $}olojE AME-3te F92tE, Gap 2 02 mm °l3= 3
487 d5S A 5 Uk
A F7 32 mm 9 STS 304, 430 Zell di3l] &3 4% 2 Filler 9olo] I F&£x9 &
AEAT] A#AAS AEINY. Fig. 3 & STS 304 7ol U4 0.1 mm ¢ Gap ZZAA
|H&E 2 Filler stolole) F&xe e SYELS WHstE veld Aot Filler 9]
o] £ 20 mpm &2 _T’_%S}_TL, SRA4EE 1.2 mpm oA 20 mpm 7HA SRS
o, &2 125 dlA 11, @EAL % 7 mm’ oA ¢ 45 mm® 2 BF AP E &
HAELEE 20 mpm 2= 75,3}3’_, Filler $}olo] 33F4%E 15 mpm oA 25 mpm 7HA

Agols &91€0l 1.05 oA 115 SAAL o 43 mm” A % 5 mm® 2 F7}

i 3oy, 11 AEE §HEE Fo] Bu F2 & & Utk oA Fig. 4 9 STS 430
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Table 1 No. 2 APL CO2 Laser £& 7] FQ Aok

Materials STS 300 / 400

Tensile strength (kgf/mm®) 80

Gauge(mm) including off-gauge 20 ~ 60

Strip width{mm) 600 ~ 1350

Temperature (TC) Normal

Max. allowable gauge difference 1.0 mm or less

Max. allowable width difference 300 mm or less

Allowable grade combinations Combination of grades as specified materials
Surface conditions Normal hot band scale to be acceptable
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