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Laser welding of stainless steel tubes and tube plates

Zhao Zhongpi, Li Lijun, Zhang Ruxin, Zhong Changgin
(Hunan University, Changsha 410082)

Abstract Laser deep-penetration welding of stainless steel is experimentally studied.
An optical system permitting rotation of focused laser beam for welding stationary tubes and
tube plates has been developed. The quality of welded joints meets the demands of pressure
container and the welding efficiency is raised greatly.
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Fig. 1 Rotatory optical system
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Fig. 2 Welding beads at different powers (Secale 5 : 1, Fig. 3 Penetration deepth versus laser power
workpiece : photograph) (scale 5 : 1)
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Fig. 5 Penetration deepth versus speed Fig. 6 Photograph of welded tube and tube plate
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Fig. 7 Microstructure of welding bead Fig. 8 (Scale 1:1)
(Amplification 1000x)
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