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Analysis of Deformation Behavior of Pipe under Laser Welding
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Recently, laser welding technologies have been increasingly applied in order to join two parts at a

small area with small distortion. In the automobile parts industry, seam welding has been widely

required for pipe. In this application, deformation of dozens of micron after welding sometimes causes

trouble. Therefore, the process of deformation in laser welding of pipe has been expected to be

explained. However, there are few reports about the analysis of deformation in laser welding of pipe.

The present study deals with deformation mechanism with the help of phenomenal and theoretical

analyses in order to clarify the process of deformation in laser welding of pipe.

Key words [ Laser welding, Automobile parts, Seam welding, Deformation mechanism
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Fig.1 Deformation mechanism in the welding process
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Fig.2 Cross section
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Fig.7 Strain behavior
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Fig.13 State of deformation
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Fig.15 Analysis result
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Fig.18 Deformation behavior under laser welding
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