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Application of CW Nd:YAG laser welding in small pressure vessel
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Table 1 Chemical composition of base metals(wt.%)

Thickness

C Si Mn P S Cr Ni Al Cu
(mm)

Steel A | 0.060 | 0.002 | 0.289 | 0.013 | 0.009 | 0.013 | 0.011 | 0.051 | 0.012 0.32

Steel B | 0.052 | 0.019 | 0.263 | 0.012 | 0.009 | 0.013 | 0.014 | 0.043 | 0.029 0.50
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Table 2 Welding conditions

Welding parameter Test range
Applied laser output(kW) 05~3.0
Travel speed(mm/s) 85~150
Position of focus(mm) (-)4.0~(+)3.0
Joint gap(% thickness) 0~30
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